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Global Plastic Packaging Waste Flows

UK Plastic Waste Flows

The UK has been 
stockpiling plastic 
waste since the bans 
came into place. From 
the plastic waste that 
is collected only 9% 
is recycled. The vast 
majority is either 
exported to other 
countries, incinerated 
or will go into landfill. 
It is illegal to export as 
waste, so it is labelled 
plastic recycling, but 
little of it gets recycled, 
it is cherry picked and 
much of it is dumped 
in the oceans. Plastic 
is not ideal for the 
incinerators as it 
spikes the heat and 
the emissions, so more 
and more are sent off 
to landfill.

Globally, only 10% of plastic 
packaging production is 
effectively recycled, the 
remaining 90% is either 
buried, burnt or lost into the 
environment. Plastic recycling 
today predominantly uses a 
mechanical approach where 
specific polymers - mainly those 
used in drink and milk bottles - 
are separated from the waste, 
shredded, washed and re-
extruded to form pellets ready 
for moulding applications. 
Technical restrictions and the 
costs of this approach have 
limited its uptake.

A similar scenario exists in 
the UK, where despite 31% of 
the total plastic waste being 
collected for recycling, only 
9% is domestically recycled. 
The rest of this waste is being 
exported for recycling overseas, 
mostly to the Far East. Over 
2.3 million tonnes are either 
incinerated or landfilled. This is 
the size of the total addressable 
market available to new 
recycling methods emerging in 
the sector.

Plastic is a truly 
versatile and valuable 
material, so it’s 
not surprising that 
its production has 
exceeded 322 million 
tonnes annually and 
it is expected to reach 
1.2 billion tonnes by 
2050. Consequently the 
problem of Residual 
Plastic Waste is also 
growing. In fact, 90% 
of it still ends up being 
landfilled, burnt or lost 
into the environment.
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1.1
Business Overview

Owing to recent high levels of publicity concerning the world-wide problem of plastic pollution few 
can be unaware of how damaging this phenomenon is to the environment.

Putative solutions such as landfill and incineration bring with them their own environmental 
negativities. There is an alternative solution, however, and that  solution provides highly-scalable 
investment opportunities.

QM Recycled Energy (QMRE) has been formed specifically to take advantage of  these opportunities. 
The directors of QMRE have decades’ worth of experience in both the plastics, paper and synthetic 
packaging industries and in large-scale industrial/retail infrastructure planning and implementation.

Using proven technology and with a sole-rights in the UK & Eire guarantee from the equipment 
manufacturer Biofabrik, QMRE intends to create a nationwide network of plastic recycling centres 
whereby the plastic waste is turned into valuable hydrocarbons which are then sold back into the 
plastic industry.

1.2
Production Process

Specialist equipment is now available that utilises thermal cracking technology.   

Pyrolysis is a process that has been in use for processing plastics for 30 years, mainly for recycling 
tyres.

The technology is proven with 15 companies engaged in some variance of the  process at 87 plants 
throughout the world.

This system has been adapted and converts plastic waste that is currently disposed  of in incinerators 
and landfill into valuable low sulphur hydrocarbons. These systems offer the lowest cost and 
environmentally responsible solution for plastic waste. QMRE have the contacts, equipment, 
knowledge and experience to provide a commercial programme for the UK. 

 » The plastic waste must be cleaned and size reduced. After loading in the thermal ‘kettle’, the 
kettle is taken to a constant 430 degree heat, with the material moved with a specially designed 
Archimedes screw propulsion device.

 » When the material is heated in the thermal kettle reactor, the pyrolysis reaction begins, which will 
produce the oil and gas.

Business AnAlysis
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 » Exhaust gas is recycled in the process of thermal cracking, in addition to the oil and gas, there will 
be some combustible but non-condensable gases. The gas can be directly recycled to the thermal 
reactor GenSet, to save fuel. 

 » Oil and gas enter the gas separator which also separates the residual oil. 

 » The liquid part enters the condenser to be cooled into liquid Syncrude oil. 

 » The non-liquid part enters the gas purification system, and is then burned in the GenSet for power. 
When the pyrolysis process is finished, discharge is automatic via the auto-discharger. 

 » The synthetic fuel that is created in the process is sealed from the atmosphere and stored in tanks, 
the carbon ash is ready for packaging. 

 » With the correct recipe the synthetic fuel is a high calorific value fuel oil, the quantities will exceed 
85% yield. 

 » Carbon ash can be converted for mixing with cement to make black cement or concrete, it can 
also be used in road construction in asphalt.  

 » The gas generated is stored and recycled to power the GenSet. 

 » Initially the new fuel will be used to power Incinerators and furnaces; other applications include 
cracking back into plastic. Synthetic Oil mixed with existing diesel would improve performance, 
reduce emissions and substantially reduce costs, but will require further distillation.
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1.3
Governance

plastic waste target 
due to soar
compared to others

Under review as currently not sufficient legislation
1. Plastic packaging tax
2. Extended producers responsibility
3. Ensure producers pay full cost of recycling

Material or process 2017 (%) 2018 (%) 2019 (%) 2020 (%)
General recovery 79 80 81 82
General recycling 92 92 92 92
Paper and board 69.5 71 76 75
Glass 77 78 79 80
Aluminium 55 58 61 64
Steel 76 79 85 85
Plastic 51 53 55 57
Wood 22 38 43 48

The table shows UK Government recycling targets in percentages:

Packaging and recycling and recovery targets 2018 to 2020 confirmed

Existing Business Targets Proposed new business targets
2018 2019 2020 2021 2022

Paper 71% 73% 75% 79% 83%
Glass 78% 79% 80% 84% 87%
by remelt 67% 67% 67% 68% 68%
Aluminium 58% 61% 64% 66% 69%
Steel 79% 82% 85% 88% 90%
Plastic 53% 55% 57% 61% 65%
Wood 38% 43% 48% 35% 35%
Recycling 73.6% 74.4% 75.4% 76.1% 76.8%
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1.4
Vision Statement

To create a profitable solution to the huge problem of accumulating plastic waste by means of 
utilising already proven technology – thermal cracking – that turns the waste into hydrocarbons 
which can be sold on to the fuel refining industry and, ultimately, can be turned into new plastic with 
the cycle being repeated. 

The Market

In theory, any large conglomerate could use their purchasing power to enter this
market once they see QMRE. However, this technology has actually been around for some thirty years 
and to date no such large conglomerate has chosen to enter the UK market. The correct mind-set is 
all important and it is the experience and expertise of QMRE’s principals that provides this business 
with an exceptional USP.  In addition, our sole supplier arrangement with the plant manufacturer 
provides us with a significant advantage in terms of time and development. Biofabrik are the only 
manufacturer offering a clean electronically powered pyrolysis equipment that is manufactured in 
shipping containers and is delivered plug and play.

Of course, there are other companies in this market already, for example, Recycling Technologies and 
Renew ELP. But they are using different techniques to our continuous production methodology. In 
our view QMRE has a superior business model and a competitive edge.

In fact, with 15 differing business entities throughout the world conducting some form of plastic 
waste-to-oil operating at 87 plants this shows the feasibility of the process. But the volume of plastic 
waste already existing is so huge that this industry is currently merely operating at the tip of an 
iceberg.  

Appendix 1 – Plastic to Fuel Market Review
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QMRe ltd 
CoRpoRAte 

infoRMAtion

2.1
Business Details

QM Recycled Energy Limited 
Oast Farm, Mill House Lane, Addington, West Malling, Kent ME19 5BA

Tel: 01732 873030
Fax: 01732 521025

Website: www.qmre.ltd
Email:     hq@qmre.ltd

2.2
Banking

Lloyds Bank plc Registered office: 25 Gresham Street, London EC2V 7HN.

Sort Code 30-98-97   Account No: 64155660

2.3
Accountants

Apex Partners LLP
Chartered Certified Accountants
5 Castle Street, Tonbridge, Kent TN9 1BH

Tel: 01892 800900

2.4
Solicitors

Turner & Townsend
1 New Change, London EC4M 9AF

Tel: 0207 759 8489
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We have built a solid team of highly skilled and knowledgeable professionals consisting of:

soliCitoRs

QuAntity
suRveyoRs

enviRonMentAl
ConsultAnts

ARChiteCts

stRuCtuRAl
engineeRs

CheMists

plAnning
ConsultAnts

Agents

engineeRs

pRojeCt
MAnAgeRs

seRviCes
ConsultAnts

expeRts

2.5
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MArket AnAlySiS

3.1 
Market research

Before deciding on the continuous production method of turning plastic waste into oil QMRE 
thoroughly researched the market including examining whether the bio-plastics route would be the 
right one to choose. The conclusion was that it was impractical – too expensive, producing a poor 
carbon footprint and leading to more landfill when County Councils are actively discouraging this. 

Having identified pyrolysis processing as being the most likely avenue that would lead to success, 
QMRE scoured the world – USA, Australia, Europe, China  – for the equipment that would, in their 
eyes, be the most efficient and effective. Following extensive research, Germany was chosen as the 
most suitable supplier of the necessary equipment – the Biofabrik company. 

3.2
types of Products & 
types of Customers

There are two types of products produced from this process – oil and carbon ash.

The oil will be used by three sets of customers primarily:

•	 Incinerator operators
•	 Oil Refineries
•	 Plastic Manufacturing companies

Carbon ash will be used in a wide variety of general construction operations including:

•	 Concrete manufacturing
•	 Cement manufacturing
•	 Decorative paving manufacturing
•	 Asphalt for road building

Appendix 1 – Plastic to Fuel Market Review
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INPUT

CONDENSATE OUTPUT

RESIDUE

WASTXPLASTIC P-1000

GAS

40 l/h
400 kWFuel

4 kg/h
50 kWFuel

ELECTRICITY

20 kWel

Feedstock
40 kg/h

Buffer

Shredder
(optional)

Product sales

Power generation
in the generator

Residue
Materials
2 kg/h

40 l/h
400 kWFuel

1

2

3 4

5

6

7

9

10

8

teChniCAl AnAlysis

4.1
process steps 

Wastxplastic

Example mass balance, depending on input quality and driving style.
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MAteRiAl feeding And 
shRedding
If the input material is too coarse, it can be 
crushed to a suitable grain size in an optional 
cutting mill.

dAy BuffeR And tRAnspoRt 
systeM
In a silo the small-sized substrate is buffered 
e.g. for a daily requirement. From there 
a blower conveys the material to the 
intermediate storage above the feed hopper.

suBstRAte entRy
The material is introduced into the pyrolysis 
reactor in an airtight and demand-driven 
process by means of a Archimedes screw and 
then wil be partially melted.

pyRolysis ReACtoR
In the reactor, the material is heated from 
the outside with constant movement. 
At temperatures of 430 - 500 °C, 
depolymerisation occurs, i.e. cracking of the 
long hydrocarbon chains of the solid plastics 
into shorter chains of the liquid and gaseous 
products. Excess carbon atoms are split off 
and form the solid residue as carbon black 
together with e.g. mineral impurities.

sepARAtoR And Residue 
disChARge
In the separator, the residues fall downwards, 
while the oil and gas vapours rise upwards 
and are conducted to condensation. The 
residues are conveyed via a cooling section 
into the gas-tight sealable residue container. 

stepped CondensAtion
In several temperature stages, the 
condensable components of the pyrolysis 
vapours are obtained as oil or waxy products.

Cooling systeM
By means of an active cooling system 
(compression chiller), low cooling water flow 
temperatures can be reliably provided even 
at higher ambient temperatures, in order to 
also separate low-boiling components.

filteR And disChARge
By means of pumps, the condensate mixture 
is passed through filters and then discharged 
from the system. The products can optionally 
be converted to electricity on site or supplied 
for external material or energetic use.

eMeRgenCy toRCh
Very short-chain products (permanent gases) 
are burnt without damage in an emergency 
torch if they cannot be used on site to 
generate electricity or heat.

ContRol
The entire system is highly automated and 
controlled. The system can be monitored 
and, if necessary, managed by the operator 
on site or remotely via specific interfaces.

1

2

3

4

5

6

7

8

9

10

4.2
Wastxplastic system
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finAl pRoduCt AppliCAtion

Fuel Oil 
(80%-85%)

1. QMRE offer to arrange collection for shipment to a plastic cracking 
factory and in return pay current Brent Crude prices for the offtake.

2. For own energy/power generation via GENSET systems supplied by 
QMRE, to offset external energy demand.

3. As fuel,  be sold to factories, power stations, steel mills and plastic 
industry also Furnace and Incinerator operators to power turbines.

4. The fuel oil can be processed into diesel oil by using distillation 
equipment and decolouring and deodorisation equipment.

Gas 
(10%)

Recycled to the GENSET for electrical power for the system, for thermal 
kettle for heating, to save external energy demand.

Carbon Ash 
(5%)

1. For the road manufacturing industry. Recycled additive for Asphalt 
road construction

2. Processing colour master batch, sold to the plastic industry for black 
sacks and silage plastics etc.

3. Additive for black cement & concrete. 

4.3
Application of final 

products
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The processes in plastics recycling are as varied as 
the nature of the different raw materials. WASTX 
Plastic is the first container-based, decentralised 
plant from Biofabrik to process plastic waste 
or production residues that cannot be directly 
recycled into materials or energy-recyclable oils 
and waxes.

The advantages of the process compared to 
conventional disposal are minimal logistics costs 
and a high local added value.

The compact and fully automated WASTX Plastic 
system converts up to 1.000 kg of plastic per day 
into waste (polyolefin fraction), and, subsequently, 
robustly and cost-effectively into usable raw 
materials or fuel with the product name Quel (oil 
from pyrolysis).

The substrate is pyrolyzed and then the oil 
vapours are condensed, solid residues (coke) 
are discharged and pyrolysis gases are used 
energetically or burned in the GenSet.

The product condensate can, for example, be 
used in suitable combustion engines for energy 
generation or refined in a WASTX Oil plant by 
fractionation into heavy, medium and light 
condensates.

The plants are consistently installed in containers 
and are suitable both for the expansion of existing 
recycling plants, and for the fast, space-saving and 
uncomplicated installation of a complete WASTX 
system.

The system is designed for polyolefin waste as the 
dominant material flow.

plastic waste becomes a 
valuable raw material

plastic waste

pyrolysis condensate

4.4
summary
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QMRe & BiofABRiK
Who We ARe

5.1
QMRe

Tim StClair-Pearce

Personal Profile 
A reliable, positive and flexible individual with 
excellent communication skills
Multi-sector, multi site experience at Board & 
Managing Director/CEO level
Possesses proven leadership skills and can work well 
as team player
Record of achievement in creating new opportunities 
and managing significant projects -
Driving & motivating from the front - managing profit 
and growth
Driven by a creative nature - enjoys making things 
happen!

Key skills
Successful business starts
Developing the strategies for success
Team recruitment, development & building
Ability to operate independently
Persuading, convincing both up & down
Product development
Keen understanding of production parameters
Marketing & Sales orientation
Computer literate
Company acquisitions 
 

Background
Forty years’ experience in reels and sheet papers 
and plastics, print and publishing industries with 
particular reference to the specialist and bespoke 
laminates market. Building and developing industrial 
and commercial facilities from concepts, project 
managing technically advanced processes and printed 
media. Including award winning titles. Providing the 
technology and collateral plastics for Hello Fresh, 
Easyjet, B&Q and The Health Lottery. Manufacturing a 
complete end to end process for the plastic payment 
prepay cards for the ethnic phone card market 
including a Top-up system for mobile SIM cards. 

2013 Headed the launch of ZEO soft drinks nationwide 
campaign.

2010 Entrusted with the launch of The Health Lottery 
Nationwide, including all public facing POS and 
technical systems to enable the game, in record time. 
Rolled out over 40million cards to retails stores in the 
UK with all supporting items.

1999 and supplying the publishing sector with added-
value self-adhesive promotional items such as sticker 
sheets and decals, the emphasis being on creating 
innovative new promotions, the objective to increase 
copy sales. Special effects utilising clever techniques 
foils and holographic laminates, lenticular and 3D 
applications designed to create a powerful impact on 
the news-stand, these technically challenging solutions 
have achieved record sales figures and won several 
industry awards. Specialist at printing onto plastics.

Serving a customer base that includes many blue-
chip names including EMAP, Future Publishing, BBC 
Worldwide, IPC, Highbury House Communications and 
News International, as well as several other publishers. 
The stickyimages.co.uk brand is well known in the 
publishing industry for quality, innovation and service.
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1998 Attempted to enter the publishing market, 
with a prototype motor sport magazine that was 
produced for Le Mans. The publication created a 
platform for research of the market to establish 
if there was a demand for a new style of printed 
product.

1993 The main paper company was sold to a larger 
group and Tim acquired the share capital of the 
London Self-Adhesive Paper Converters in exchange 
for the shares in the Leeds operation, which was sold 
to Panini of Italy. The London site was expanded and 
became a major supplier of converted products. The 
business was eventually sold to its largest supplier in 
1998, which was influenced by the demise of Robert 
Maxwell.

1985 With his partners Tim helped create a 
profitable plc group of companies which opened 
branches in five major cities, employed over 90 
staff, had 4000 accounts and within 5 years attained 
a group turnover of £30 million. While responsible 
for the sales and marketing of the main paper 
business, Tim formed two other subsidiaries, one in 
London and one in Leeds, of which he was Managing 
Director. Both companies were new start-ups and 
by 1993 had a combined turnover of £11 million and 
employed thirty staff.

1980 Tim was offered an opportunity to start a new 
specialist paper company importing materials from 
Spain with a view to setting up a nationwide network 
of stockists. The first-year sales exceeded initial 
budgets, topping £1 million. Within two years he was 
appointed Sales Director.

Entered the paper trade in 1974 and within three 
years was appointed Sales Manager of the most 
established self-adhesive product distributor in 

London. In this role he personally brought in sales 
more than £700,000 per annum and was responsible 
for five salesmen who produced a further £2 million. 
Tim was responsible for creating the television 
temporary floor covering Screenvyn, which is still 
extensively used by TV studios and contractors 
currently.

1973 started work in Estate Agency, studied 
Chartered Surveying and property Valuing.

Personal Details
Educated Privately Sevenoaks, Trained in Sales & 
Marketing
Birth Date: 30/10/57
Status: Married two daughters
Past time: Co-Founder and Trustee of a Children’s 
Charity that won the Pride of Britain award of 
the South east in 2017 for fund raising. www.
shelbynewstead.com  
2020 is the 25th anniversary of the charity and 
it will hit £1million raised to help seriously ill 
children.
Holder of a Powerboat Skippers License
Holder of a Personal Alcohol License
Holder of a Shotgun License

Hobbies include
Motor Racing
Powerboating
Karting
Flying
Clay Shooting
Making Chilli Biltong 
Making Mega Chilli Sauce named ‘Quartermasters’
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Dave Garbett

Personal Profile 

A hard working individual who enjoys spending 
time at the coal face 
Very hands-on and possesses a ‘can do’ attitude
A proven track record for delivering roll-out 
projects on time and on budget
Equally at home on a building site or meeting 
Managing Directors and CEOs 

Key skills
Team building
Motivation
Ability to control and chair small or large meetings 
Computer literate
Company acquisitions 

Background
Over 30 years’ experience in the Project Management 
field forming long-lasting relationships with new 
clients; providing multi-tasking project management 
skills working for retailers direct and Landlords. 
Dealing with Engineers, Architects, Planners, 
Building Inspectors, Solicitors, Agents etc. to provide 
a one-stop shop to complete projects on time and 
on budget throughout the UK and Europe.

2017 Started Camicie Italia Ltd on-line sellers of 
Gentleman’s clothing and provision of pop- up 
shops 

2000 Started Concept Project Services ltd building 
the business from initial client  base with Carpetright 
to include Matalan, Furniture Village, Steinhoff 
Group, Oak Furniture Land ltd , British Land, London 
Metric .Became leading provider of mezzanine 
protection Rights.

1993 Joined Troika Project Management ltd as 
senior Project manager rolling out new and refitted 
Harvey’s, Lounge House and Carpetright stores

1991 Promoted to head of project management 
aged 25 in charge of £3.5 million yearly budget for 
new stores and store refits 

1986 Gained promotion to Junior Project manager 
responsible for production of specification of 
works and obtaining tenders on projects. Including 
supervising projects on site and insuring they are 
handed over on time and on budget 

1985 Started work as Architectural technician 
at Harris Queensway PLC, was responsible for 
drawing up new store designs and submitting them 
for Building regulation approvals and Landlord 
approvals 

1983 started work at Watkins Gray International 
Architects as a Junior Architectural technician, and 
self-funded day release at Erith College to study ONC 
and HNC in Building Studies 

Personal Details
Attended Bexley Heath comprehensive school and 
Erith College obtained 8 O levels plus ONC and 
HNC in Building studies 
Birth Date: 04/09/66
Status: Married one son and one daughter
Managing Director Concept Project management 
services ltd
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Managing Director Camicie Italia on line men’s 
clothing sellers 
Past time: Chairman and Trustee of a Children’s 
Charity that won the Pride of Britain award of 
the South East in 2017 for fundraising. www.
shelbynewstead.com. Building fundraising from 
an average of £30k a year to over £100k a year

Hobbies include
Rugby 
Motor Racing
Swimming 
Clay Shooting

Paul McMenemy
QMRE Chairman

Following a career as a professional footballer with West ham United 
Paul switched to the City financial markets in 1990.

His career pathway took him from broker through to managing director 
in control of more than 100 employees across three separate divisions.
During his time in the City Paul made numerous contacts with 
influential individuals and corporations in both Europe and the USA. 
Combined with his extensive management skills and experience, Paul is 
well placed to provide a positive impact on the successful development 
of QMRE.

Richard Burke
QMRE Marketing Communications

Richard’s responsibility within QMRE is to communicate effectively 
with the company’s customers and potential customers, suppliers, 
stakeholders, local and national government agencies and both 
business-to-business publications and the wider consumer press.
Specifically, he will have a guiding hand in QMRE’s written 
communications output including sales mailers, e-mail marketing, 
regular newsletters, brochures, trade exhibitions, media 
communications including product and news releases, company 
profiles, journalist liaison, press days and social media interaction.
Richard’s background of almost four decades in the advertising, 
marketing and public relations world both as a member of small, 
dynamic teams within agencies and his work as an independent 
consultant leaves him well placed to successfully drive QMRE’s 
marketing communications programme.
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1  

WHO ARE WE?

Locations: Dresden, Hoyerswerda, Wuhan (China) 

Founders:  Oliver Riedel (CEO), Jörg Metzner (CSO), 

Dr. Martin Schneider (CTO) 

The Biofabrik White Refinery  develops, sells and operates 

decentral plants that produce recycling materials, electricity 

and fuel out of otherwise problematic substances like plastic 

waste or waste oil that could previously not be processed 

economically or not be processed at all.

Founded: 2011

Employees: 25 full-time

Fully-functional prototype:  Plastic Waste to EnergyTrack record: Waste Oil to DIN Fuel Next step: All-in-one plastic recycling solution

WASTX OIL WASTX PLASTIC WASTX SYSTEMWASTX RETURN

Pitch Deck WASTX System Version 0.9

5.2
Biofabrik
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2  

Olli launched Europe’s first online shop for 

groceries in 1999, selling it very successfully in 

2009. Afterwards he founded the BIOFABRIK 

group to solve critical environmental problems.

Oliver Riedel, CEO

MEET OUR TEAM

Martin earned his PhD in mechanical 

engineering and gathered extensive experience 

in environmental startups. At BIOFABRIK he 

leads the technological development team.

Dr. Martin Schneider, CTO

Jörg adds more than 20 years of sales 

experience. He already set an impressive track 

record for BIOFABRIK’s field-tested subsidiary 

technologies WASTX Oil and WASTX Plastic.

Jörg Metzner, CSO

Stefan built up and lead the marketing 

department at Ollis previous company over the 

course of six years. Since 2014 he is in charge of 

the daily operations of the BIOFABRIK  group.

Stefan Süßmilch, COO

Hendrik is a graduated psychologist who 

founded and ran a marketing agency while still 

in his studies. Since 2014 he is responsible for 

the marketing of the BIOFABRIK group. 

Hendrik Oeser, CMO

Johannes gathered a vast array of experience 

as business consultant and is both an 

exceptional financial controller and a talented 

programmer. At BIOFABRIK he acts out both. 

Johannes Wagner, CFO

Pitch Deck WASTX System Version 0.9
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3  

2013 Q4/2018

Start of development 

of WASTX Plastic

Private equity invest in 

scale-up of WASTX Oil 

WHAT WE HAVE ACHIEVED SO FAR

2017

Start of development of 

WASTX Oil

2011 Q1/2019

Formation of the 

BIOFABRIK think tank

Successful endurance 

test of WASTX Plastic

2016

Schur®Star Systems 

invests in WASTX Plastic

Q2/2018

Going to market with 

WASTX Oil 

Pitch Deck WASTX System Version 0.9
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4  

TRACK RECORD:
THE WASTX PLASTIC

The WASTX Plastic converts plastic waste into energy. Like all of 

our technologies it is characterized by a modular, decentral and 

highly scalable design. The technology has successfully passed 

the endurance test in Q1/2019 and is now transferred into serial 

production. 

Reactor units can easily be scaled through series 

connection using the same peripheral equipment.

Processes 250 kg of plastic waste per day

One kg of waste becomes one litre of fuel
Processes post-consumer waste materials which is the 

main source of the world’s plastic waste problem.

Pitch Deck WASTX System Version 0.9

Behind the teChnology

6.1
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5  

MODULE 2:
PLASTIC TO ENERGY

The WASTX Plastic uses those materials that can’t be 

processed to recycling plastic and turns it into 

electricity for immediate usage or into oil for time 

and location independent usage. If needed, the oil 

can be upgraded to DIN fuel in the next module.

THE WASTX PLASTIC Processes unrecyclable plastic waste to 

electricity and pyrolysis oil 

Electricity can be sold to nearby villages or 

industrial parks
Oil can be upgraded to fuel in next module

MODULE 2:
PLASTIC TO ENERGY

Pitch Deck WASTX System Version 0.9
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6  

The WASTX Oil uses pyrolysis oil from previous steps 

or additional input of waste oils to produce DIN fuel 

that can be transported, stored and used when 

needed. The recycling fuel is CO2 neutral through 

reforestation.

THE WASTX OIL Processes pyrolysis oil as well as 

used oil and waste oil to DIN fuel

MODULE 3:
OIL TO FUEL

Recycling fuel can be sold slightly below 

market price (>350 € per ton)
Efficiency of more than 90 %

Pitch Deck WASTX System Version 0.9
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Apart from carefully selected patents the only thing 

that protects us from copy-cats in the long-term is 

rapid improvement. For this, we are building an AI 

center that analyses tiny variations in plant 

performance and suggests potential improvements 

to the engineering team. 

THE BIOFABRIK AI CENTER

RAPID IMPROVEMENT WITH 
DEEP LEARNING

AI based deep learning software analyzes 

performance of all WASTX plants worldwide

Identifies improvement potentials that 

get tested in simulation software 

Parallel testing of improvements on 3 units

Pitch Deck WASTX System Version 0.9

200.000 data points 
per plant and day 

Cloud Sync of all WASTX 
data streams worldwide

Neural Network to 
decide which data is 

relevant

Artificial Intelligence to 
identify new correlations

Simulation Software to 
identify successful ideas

Parallel testing
on 3 units
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The container based WASTX Plastic transforms from 250 kg

hazardous waste material becomes a valuable resource.

PLASTIC WASTE TO ENERGY

1 KG 
PLASTIC 

1 Litre
FUEL 

FROM

250 KG
PLASTIC WASTE 

PER DAY Handout WASTX Plastic Version 1.0

1 Litre 
FUEL 

3,5 kWh
ELECTRICITY 

plastic waste per module and day into clean energy. A 

The
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The plant processes post-consumer waste materials such 

as HDPE, LDPE and PP into a high-quality energy source 

with a fuel value of 11 kWh.

Starting from 250 kg input per day

Pitch Deck WASTX Plastic Version 0.9Handout WASTX Plastic Version 1.0

WASTX Plastic converts plastic waste into energy. It is 

characterized by a modular, decentralized and scalable design. 

The technology can be viewed as an orderable series system. 

1 kg of plastic waste becomes 1 l of fuel

The throughput can be easily increased by connecting the 

reactor modules in parallel with the same peripherals.

Fully automated reactor

The input substrate is disintegrated in a single process, 

distilled and converted into fuel or, if desired, into 

electricity.

THE WASTX PLASTIC
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DECENTRALIZED AND INFINITELY SCALABLE

The optional generator is a generator specially optimized 

for the processing of pyrolysis distillates for stand-alone 

operation. It is characterized by high robustness, simple 

construction and good efficiency. The thermal power can 

also be used by means of an optional CHP module.

Use of electricity and heat

Handout WASTX Plastic Version 1.0

Depending on the configuration, the WASTX Plastic 

modules are installed in 20- or 40-ft containers. 

Decentralised container design

After shredding, the substrate is stored in the silo and 

automatically added to the process in order to achieve the 

best possible processability in the reactor.

Cutting mill and silo
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Handout WASTX Plastic Version 1.0

DATA SHEET

TECHNICAL DATA

Waterproof Body-Kit

19” Touch Display

Compacting application system 
also for light and liquid substrates

Continuous compact pyrolysis 
reactor with patented multi-zone 
heating system

Kondensationsstände mit 
Filtration

Siemens control system with 
extensive sensor technology

Security system

Water cooling + backup system

Automated ash removal

Processes polyolefins: PE, PP, 
LDPE, HDPE

Up to 15 % contamination 
according to Black/Whitelist

Pyrolysis condensates (PYTROL: 
energy content approx. 10 kWh/l)

meets military, shipping and all 
German environmental standards

PROCESSABLE MATERIALS

HDPE

LDPE

PP

Containers, IBCs, plates, foils

Injection moulded parts of packaging, household goods 
or technical articles

Foils such as cling films, carrier bags, etc.

Agricultural foils, milk carton-coatings, refuse sacks and 
shrink films

Interior fittings of passenger cars, dashboards  
and battery housings

Crash absorbers, child seats, bicycle helmets

Transformer housings, wire and cable sheaths

Insulating foils, pipelines, cups, bottle closures

Internal parts for dishwashers, thermo transport boxes

Boil-proof films, reusable containers

Packaging parts, drinking straws, adhesive films

Plastic banknotes such as the Australian dollar

PP fibres in home textiles, carpets, sports textiles, 
packaging materials,

Hygiene products, medical products, floatable ropes, 
geotextiles



30

9  

WHO ARE OUR COMPETITORS

Small, decentral

Low environmental standards

INDUSTRY-SIZED RECYCLING PLANTS

LARGE GARBAGE INCINERATOR PLANTS

CHINESE PYROLYSIS PLANTS

large, centralized

Highest environmental standards

LANDFILLS

UNREGULATED RECYCLING COMPANIES

Pitch Deck WASTX System Version 0.9

Competition
6.2
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Appendix 1

Plastic to fuel 
market review
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Executive summary 

There are 15 companies (excluding FOY Group Ltd) that are currently operating 87 plants worldwide  
to produce fuels from plastics. The plastics to fuel plants reviewed date back to the year 2000 (Klean 
Industries in Japan) to the most recent in 2015 (Vadxx in USA). This review includes information on 
RES Polyflow that has a 303 TPD plant that has recently received environmental approval in Indiana. 
The basis of the science used by all these companies is essentially the same and is based on long 
proven and tested methods. 

Most regulators have little experience with this technology, and it does not neatly fall into a pre-existing 
category of a waste materials management facility. Currently an energy from waste facility, transfer 
station or material recycling facility, for example, represent common facility options for waste with which 
regulators are familiar. This lack of information and experience on the part of the regulator can in our 
experience cause delays/issues with waste management permit applications.  Environment permits for 
waste management application are issued on a precautionary basis with stringent controls over the 
process and emissions. This applies equally to a plastic to fuel facility as with any waste management 
facility. 

The facilities producing fuel from plastics as described in this report are located in a mixture of 
surroundings, although most are based in fairly standard industrial units and located within as little as 
20 and up to 1500 metres from residential properties. The permit information for JBI Plastics to Oil in 
the USA and a full permit for Suez Cynar in the UK are enclosed with this report for reference. 

We consider that emissions from well operated facilities will be very low. The construction of plastic to 
fuel equipment is almost entirely sealed with the only real emission being from the combustion of the 
light gases produced in the plant.  The temperature and pressures used appear to be relatively low and 
easily managed through good operation and design of the plant with appropriate controls. 

 

The key information related to each site, where available, is summarised below: 

Summary of Research into Plastics to Fuels Facilities (based on available data) 

Total Number of Locations with Environmental Approvals 87 

Age of Earliest Facility  17 Years 

Average Tonnes Per Day (TPD) 80 

Average Metres from Residential Areas  504 

Technology Used Pyrolysis 
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1 Background and Scope 

This report has been compiled to assist with the development of the FOY Group Ltd (“FOY”) plant in 
Canberra, Australia.  We have assessed other similar plants using the same proven technology to 
understand the competitive, technical and environment issues in which these plants operate.  This has 
been undertaken in a desk based manner as well as speaking directly to plastics to fuel plant operators 
and technology providers, to review all waste plastic to fuel processes that are available worldwide. 

In particular, we have concentrated on the following points that are particularly pertinent to FOY for this 
project and have been prioritised in this report:  

1. Number of plants worldwide (including locations); 

2. Environment permit requirements (copies where possible); 

3. Duration of operations; 

4. Size/throughput of plants; 

5. Emissions data/limits (where available); 

6. Location of the plant relative to residents/sensitive receptors; 

7. Terms of the licence for a few of them if available; 

8. Tank farm size - total capacity; and 

9. Technology they use. 

1.1 Overview of the Plastic to Fuel Process  

The conversion of plastics to a fuel utilises the pyrolysis process to break down long chain polymers 
into smaller molecules to produce a fuel.  Pyrolysis is a thermal decomposition (normally operating at 
around 400 to 500°C) process occurring in the absence of oxygen.  Heat is required to sustain this 
process; this is often derived from combustion of pyrolysis by-product gases.  There are 3 products; 
(shown in Figure 1-1), a gas, a liquid and a solid, although the percentage of each can be varied 
dependant on the temperature and material feedstock.  Most successful pyrolysis processes require a 
homogeneous feedstock (plastics, tyres, sludge) to be able to produce a solid, liquid or gaseous product 
to the desired quality. 

 

Waste plastics can be found by many sources, these vary in greatly in quality and price.  The main 
sources of plastic waste are: 

• Pre-use plastic (production scrap) – waste from companies producing plastics product, off 
cuts etc. 

• Post-use plastic – waste mainly from households, but also to include industrial and 
commercial waste recycling collections.  These plastic streams will arise from a material 
recycling facility (MRF) to produce a plastics waste stream.  

Waste Plastic Shredding / mixing Pyrolysis

Gas

Liquid

Solid

Figure 1-1: Waste plastic feedstock  
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1.1.1 Pre-processing  

In all pyrolysis technologies, pre-processing is required to shred the waste plastics to a reduced size to 
increase surface area, remove contamination as far as possible, ensure better heat transfer and 
homogenise the material. In pyrolysis, the treated plastic feedstock is often transferred into the pyrolysis 
reactor by means of a feed screw or a plug, to ensure oxygen is excluded. 

1.1.2 Cracking (de-polymerisation)  

Plastics are made up of long chain organic compounds, and in order to produce liquid fuels these long 
chains need to be broken into shorter ones. This breaking of these polymers, or de-polymerisation or 
cracking, can be achieved with either heat (often pyrolysis) or the use of a catalyst.  

1.1.3 Products  

All companies produce a similar array of materials. The three main products produced are gas, a liquid 
product and a solid. The solid product is often simply a carbon rich waste and will probably not offer 
any value and may need to be disposed appropriately following classification. The gas will be a mixture 
of the lightest organics formed and is often recirculated back into the process to produce heat. The 
liquid phase will be a crude liquid fuel and will always require a further distillation stage in order to 
produce a quality transport fuel such as petrol or diesel.  

Fuels produced from clean plastic feedstock will demonstrate low sulphur levels when compared to 
conventional fuels. Sulphur levels can be under 10 ppm compared to sulphur levels of other fuels in the 
region of < 35-50 ppm. A higher Cetane value can also mean that synthetic diesel from pyrolysis and 
hydrothermal processes demonstrate lower engine emissions of hydrocarbons and CO2 due the 
increased efficiency of the fuel. Synthetic diesel also has higher lubricity, potentially reducing wear on 
engine components. 
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2 Summary of Emissions   

2.1 Introduction 

The plastic to fuels process typically operates within a relatively closed system with emissions being 
very low in comparison to alternative waste to energy process.  The three principal outputs from the 
process are a gas, a liquid and a solid.  These are described below with the relative impacts locally and 
globally of each product.  

The plastic to fuels manufacturing process is a very low emitter because it does not destroy (incinerate) 
non- recycled plastic. It converts the plastics to petroleum products in an oxygen starved environment 
and these petroleum products are used in other facilities in other locations.  The subsequent combustion 
of these waste derived fuels will also help to displace the use fossil fuels.  

In Europe and the US where environmental permitting standards are stringent, all emission from plastics 
to fuels plants were reportedly permitted in the lowest category of air emissions.  The facilities are all 
regulated in the same stringent manner as other solid waste facilities. Two permits are enclosed with 
this report for the Suez Cynar plant in the UK and Plastic to Oil facility in the USA.  

2.2 Gas  

There will be gases produced that cannot be condensed into liquid products, these light “fuel gases” or 
non-condensable gases (e.g. propane, ethane, methane) represent only about 10-15% of the mass of 
the processed plastics. These gases will be combusted, in a similar manner to natural gas, to fuel the 
system and provide process energy for the pyrolysis vessels.  Note that this is not incineration of the 
plastics feedstock, but utilising the non-condensable gases to offset some virgin energy requirements.   

2.3 Liquids  

The liquids produced from the process will be in the form of a liquid fuel as the main product. The fuel 
will be the main revenue stream for each plant and hence will be initially stored and contained before 
being moved off site to be used in an appropriate fuel application.  

2.4 Solids  

The main solid from the process will consist of a char/carbon black (co-product); if the char is pure with 
no ash, then this product that can be used for a variety of different uses. This is a solid product and will 
be used appropriately in a separate facility.  
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3 Analysis of Operational Facilities 

3.1 Agilyx 

Agilyx was founded in 2004 and is based in Oregon, USA and has one demonstration scale plant 
located in the United States.  

Agilyx has developed its process over the past 12 years. Agilyx has processed over 3,000 metric tonnes 
of waste plastic to produce over 16,000 barrels of synthetic crude oil.  

Figure 3-1: Gen Plant (source: Agilyx) 

 

Figure 3-2: Diagram for Agilyx Plant (source: Agilyx) 

 

Agylix is located at the edge of an industrial estate in Oregon, as shown in Figure 3-3, and is situated 
inside an industrial unit.  The site is located approximately 300m from domestic households.  

Figure 3-3: Location of Agylix facility in Oregon (source: Google Maps) 
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3.2 Recycling Technologies (Plaxx™) 

Recycling Technologies has developed an advanced fluidised bed reactor, the RT7000, that uses 
thermal depolymerisation to convert residual plastic waste from material recycling facilities (MRFs) and 
other sources into a valuable low sulphur hydrocarbon they call Plaxx™. Plaxx™ is a hydrocarbon 
product that can be used as; a low sulphur alternative to heavy fuel oil (HFO), slack wax or as a 
feedstock for more plastic.  

Plaxx™ has been granted ‘end of waste’ status by the Environment Agency of England on the basis 
that: 

• The product is commonly used for specific purposes; 

• There is an existing market or demand for the substance or object; 

• The use is lawful i.e. the product fulfils the technical requirements for the specific purposes 
and meets the existing legislation and standards applicable to products; and 

• The use will not lead to overall adverse environmental or human health impacts. 
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Figure 3-4: Plaxx Plant RT700 (source: Ricardo) 

 

Recycling Technologies has a plant located on an industrial estate just outside Swindon, UK. The plant 
is approximately 400m from the nearest domestic household (Figure 3-5). Recycling Technologies’ next 
stage is to upscale to a new plant to process 7,000 tpa of plastic waste.  

Figure 3-5: Location of Recycling Technologies facility (source: Google Maps) 
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3.3 Cynar  

Cynar has constructed four operational plants worldwide, two in Spain (Almeria and Seville) and two in 
the UK in (Avonmouth and Portlaoise). The production process is shown in Figure 3-6. 

Figure 3-6: Cynar Process: proven science and technology used by the FOY Group (source: 
Cynar) 

 

 

3.3.1 Cynar – Suez UK Plant Avonmouth 

The Avonmouth facility has an input capacity of 6,000 tpa of waste plastic and a target output fuel 
capacity of about 5.7 million litres per year (yielding a theoretical conversion rate of approximately 96%). 

The Environmental Permit for Suez Cynar plant is enclosed with this document, and the point source 
emissions to air in that permit are shown in Figure 3-7. It is located in an industrialised area, and we 
understand, from speaking with Suez, was permitted with relative ease and in the same manner as any 
other medium sized waste management operation. 

Figure 3-7: Environment Agency permit emissions limits, Suez Cynar 

 

 

Furnace Syngas Burner 
Daily average - 
mg/mm3

Half hourly 
average - 
mg/mm3

Periodic over 
min 1-hour 
period - 
mg/mm3

Periodic over minimum 30 
minute, maximum 8 hour 
period - mg/mm3

NO and No2 expressed as NO2 300 600
Carbon monoxide 75 150
Particultes  PM10 15 45
TOC 15 30
Sulphur dioxide 75
Hydrogen Chloride 15
Hydrogen Floride 2
Cadmium & thallium and their 
compoinds 0.05
Marcury and its compounds 0.05
Sb, As, Pb, Cr, Co, Cu, Mn, Ni and V 
and their compounds 0.50
Dioxns / furans (I-TEQ) 0.10

Point source emissions to air – emission limits and monitoring requirements
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The Suez Cynar plant is located on an industrial estate in Avonmouth, Bristol, approximately 1,500 m 
from the nearest domestic household, shown in Figure 3-8. This is part of the Suez Bristol Resource 
Recovery Park that encompasses a material recycling facility and waste transfer station.  

Figure 3-8: Location of Suez UK (SITA UK) Cynar plant in Avonmouth (source: Google Maps) 

 

 

3.3.2 Cynar Production Plant in Almeria  

The Cynar plant is located in the intensive agricultural area of Almeria, Spain (as shown in Figure 3-9) 
approximately 1,500 m from the nearest domestic household. The plant is mostly located outside with 
only a small amount of the facility in a warehouse, as shown in Figure 3-10.  

Figure 3-9: Location of Plastic Energy plant (Cynar) in Almeria (source: Google Maps) 
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Figure 3-10: View of the Plastic Energy plant in Almeria (source: Cynar) 

 

 

3.4 GB Energy 

GB Energy has been operating, since 2005 with 45 plants operating across the world 

The conversion technology claims to be able to convert various waste streams and to produce different 
yields dependent on this mix.  Mixed plastics yields, based on 1,000kg, are stated as:  

• 700-900 litres liquid fuel  

• 50-100 kg gas 

• 30-50 kg solid/char 

The GB Energy plant is capable of processing up to 10 metric tonnes per 24-hour period.   

3.5 GGI  

GGI has one plant in Japan. Like the FOY process the main element of the GGI process is a pyrolysis 
reactor which vaporises the plastic feedstock in the absence of oxygen.  Prior to the pyrolysis step, the 
plastic feedstock needs to be mechanically shredded. 

3.6 Global Renewables  

The Global Renewables (GRE) technology uses a pyrolytic thermal depolymerisation process to reduce 
and convert material such as plastics into light crude oil. The conversion of plastics to fuel occurs in an 
oxygen free environment to create an emission free process, using the same science as is be adopted 
by FOY.  

GRE has one fully permitted and commercially operational facility in the United States, producing a 
renewable liquid fuels and syngas product.  The plant has an output of between 1.5-3 million gallons of 
liquid fuel per year with a waste plastics feedstock. 
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The GRE plant is located on the edge of an industrial estate in Yonkers, New York, USA.  The plant is 
located across only 20m to residential domestic households, as shown in Figure 3-11. The plant is 
located wholly within an industrial building. 

Figure 3-11: View of the GRE facility in NY, USA (source: Google Maps) 

 

 

3.7 Klean Industries  

Klean Industries has 3 small scale facilities in operation in Japan, Germany and Canada.  Klean 
Industries established a fully commercial plastic liquefaction facility in 2000 in Japan, with the capacity 
to recycle over 50 tonnes a day of mixed plastic waste. A 50tpd facility is expected to recover 90% of 
total plastic input (15,000tpa), produce 4 MWe of electricity, 8.75 million litres of high liquid fuel and 4 
MWe of thermal energy and 3,000 tpa of solid residue. 

In Japan, Sapporo Plastic Recycling ("SPR"), utilising Klean Industries Technology, established a fully 
commercial plastic to fuel facility on the island of Hokkaido in 2000 (as shown in Figure 3-12) that has 
the capacity to recycle over 50 t/day of mixed plastic waste.  
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Figure 3-12: SPR plant in Japan (source: Klean Industries) 

 

 

3.8 PARC  

PARC has 2 operational facilities in Jiangsu Province, China 

Figure 3-13: A PARC plant in Japan (source: PARC) 

 

PARC has unit treatment capacities of 20 or 30 tons/day, which equates up to 10,000 tonnes per year.  
This is a modular system that can be added too to increase capacity. An example of one of the plants 
is shown in Figure 3-13. 
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3.9 Plastic2Oil (JBI) 

Plastic2Oil (P2O) has 3 small operational facilities in the USA that use a feedstock that of unwashed, 
unsorted waste plastics 

 

3.10 Pyrocrat Systems 

Pyrocrat Systems is in operation at 20 locations worldwide.  Pyrocrat is a manufacturer of a pyrolysis 
technology plant with standardised processing capacity ranging from 3 to 48 tonnes per da and up to 
95% conversion of plastic waste to pyrolysis oil. The process is quoted to be compliant with EU Emission 
Standards. 

One example facility (Figure 3-14) is located in an industrial unit. 

Figure 3-14: A Pyrocrat plant (source: Pyrocrat Systems) 

 

 

3.11 Vadxx  

Vadxx’s technology is based on continuous process of thermal de-polymerisation pyrolysis.  The 
feedstock accepted is non-hazardous, non-recyclable plastics such as clean, shredded, post-industrial 
and post-consumer plastics. 
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Figure 3-15 – Vadxx facility in Akron (source: Google Maps) 

 

The recently built plant (2015) in Akron, Ohio will be able consume up to 25,000 tonnes per year of 
plastics. Vadxx is located on the edge of an industrial estate in Akron, USA, as shown in Figure 3-15.  
The plant is located approximately 300m from the nearest domestic household with a proportion of the 
equipment outside the building, with the warehouse used for example to store feedstock (Figure 3-16). 

Figure 3-16: Vadxx Industrial plant view in Akron (source: Vadxx) 

 

 

3.12 Cassandra Oil  

Cassandra has two facilities operating at 2tph, one pilot scale facility in Sweden (Figure 3-17) and one 
commercial sized plant in Jerez, Spain using plastic and tyres. 

Figure 3-17: Pilot plant in Sweden (source: Cassandra Oil) 
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Figure 3-18: Cassandra Oil Plant in Jerez (source: Cassandra Oil) 

 

 

3.13 MK Aromatics 

MK Aromatics has one manufacturing facility based on the Polymer Energy technology of M/s. Harita 
NTI Ltd.  MK Aromatics has a facility in operational in India. There is limited information on the plant as 
it is at small pilot stage albeit operationally, although it appears to be a simple pyrolysis and distillation 
process.  

3.14 PK Clean 

PK Clean has one facility in operation in Salt Lake City, Utah, USA.  
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3.15 RES Polyflow 

RES Polyflow has 1 pilot plant in operation, and has acquired funding and is planning a commercial 
scale facility in Indiana, USA (due for completion in 2018). The proposed commercial scale facility will 
produce 21 million gallons of petroleum blend stocks each year from 100,000 tonnes of locally 
generated waste plastic. This plant will be based on a 25-acre site. 
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4 Conclusions  

There are 15 companies (excluding FOY Group Ltd) that are currently operating plants to produce 
fuels from plastics. The plastics to fuel plants reviewed date back to the year 2000 (Klean Industries in 
Japan) to the most recent in 2015 (Vadxx in USA). All companies utilise the same proven science to 
power their facilities with some form of claimed additional or unique step to differentiate their process.  

Most regulators have little experience with this technology, and it does not neatly fall into a pre-existing 
category of a waste materials management facility. Currently an energy from waste facility, transfer 
station or material recycling facility, for example, represent common facility options for waste with which 
regulators are familiar. This lack of information and experience on the part of the regulator can in our 
experience can cause delays/issues with waste management permit applications.  Environment permits 
for waste management application are issued on a precautionary basis with stringent controls over the 
process and emissions. This applies equally to a plastic to fuel facility as with any waste management 
facility. 

We consider that emissions from well operated facilities will be very low.  The construction of plastic to 
fuel equipment is almost entirely sealed with the only real emission being from the combustion of the 
light gases produced in the plant. 

The facilities producing fuel from plastics as described in this report are located in a mixture of 
surroundings, although most are based in fairly standard industrial units and located from as little as 
20m from residential properties.  The permits for JBI Plastics to Oil in the USA and a full permit for Suez 
Cynar in the UK are enclosed with this report.  



39

1  

The WASTX POWER is the final module in the WASTX family, 

which is based on industrial standard technology. It burns the 

residues from previous steps according to the highest 

environmental standards.

THE WASTX POWER

MODULE 4:
THERMAL POST-COMBUSTION 

GENSET

Uses waste that can’t be processed in 

modules 1 to 3 as combustible

Meets highest environmental standards

Highly efficient reactors GO2000

The input material is heated in a few milliseconds. 

In this way, impurities are separated and the oil 

fraction is transferred into the gas phase with 

unique efficiency. The gas phase is separated into 

heavy and light boilers. This results in different 

distillate qualities. Products suitable for engines are

discharged.
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Warranties:   2 year guarantee is included in price (this is extendable annually for extra cost with 
an overall 10 year warranty period)
 
Servicing arrangements: The first two services at 6 months and 12 months are included – 
QMRE’s contract with Biofabrik stipulates that an engineer must be on site within 12 hours of any 
breakdown. 

Local service maintenance is between cycles estimated at 30 day intervals, training is provided.
 
Contract: The quality and performance guarantee contract are written into the appended 
quotations with conditions of sale.
 
Deposit Insurance: Third party insurance cover is provided on paid UK deposits
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puRChAsing 
options

STANDARD MODEL PARTNER MODEL

GUARANTEE 2 YEARS 2 YEARS

LICENCE FEE PER LITRE 0% 10%

FREE SOFTWARE UPDATES YES YES

DISCOUNTED HARDWARE 
UPDATES X YES

DISCOUNTED SUPPORT AND 
SPARE PARTS X YES

SECURED PRODUCT SALES X YES

24/7 SUPPORT YES YES

FULLY AUTOMATED PROCESS YES YES

REMOTE MONITORING VIA APP YES YES

SECURITY SYSTEMS &
 FIRE PROTECTION YES YES

PROCESSABLE FEEDSTOCK POLYOLEFINS LDPE, HDPE, PP. POLYOLEFINS LDPE, HDPE, PP.

P5000 MODEL THROUGHPUT 5000 KILOS PER DAY 5000 KILOS PER DAY

OFFTAKE SYNCRUDE WAX OIL SYNCRUDE WAX OIL



Our Goal

NEW OIL 
& WAX

THERMAL
CRACKER

PLASTIC 
WASTE

PLASTIC 
PRODUCTS

QMRE’s goal is to reverse the impact of plastic waste, so we 
can continue to use plastic for its benefits but deal with the 

environmental issues it creates. We are in a unique position to offer 
investors an opportunity to be part of a complete solution that will 

benefit them, their children and the planet.



A few fACtS ABOut 
PlAStiC PACkAGinG 

POllutiOn

8.3 BilliOn tOnneS Of PlAStiC hAS Been PrODuCeD 
tO DAte Of whiCh 6.3 BilliOn tOnneS iS nOw 

wASte, Of whiCh 79% iS in lAnDfill Or the nAturAl 
enVirOnMent (SCienCe MAGAzine)

it iS eStiMAteD thAt there iS nOw A 1:2 rAtiO Of 
PlAStiC tO PlAnktOn whiCh if left unCheCkeD 

PlAStiC will OutweiGh fiSh By 2050

A nAPPy will exiSt On eArth fOr 450 yeArS - OVer 5 
tiMeS the AVerAGe life exPeCtAnCy Of SOMeOne in 

BritAin

fOr eVery 100M Of BritiSh BeACh, there Are OVer 
200 PlAStiC Or POlyStyrene iteMS

ArOunD 480 BilliOn PlAStiC BOttleS were SOlD 
GlOBAlly in 2016 - AlMOSt A MilliOn Per Minute Or 

ArOunD 15,000 Per SeCOnD

BASeD On the teleGrAPh Online ArtiCle



t 0044 (0) 1732 521025 

e hq@qmre.ltd 

Please visit 
www.qmre.ltd 
for more details

Oast Farm, 
Mill House Lane, 
Addington West Malling, 
Kent ME19 5BA  UK

We can change the future...

...so this doesn’t become inevitable


