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Treating Scottish Water 

 
Background 
 
Flare Products provided 
MWH Treatment with an 
enclosed waste gas burner 
for use at Scottish Water’s 
Seafield Wastewater 
Treatment Works (WwTW) 
in Edinburgh.  
 

 
Cylinder and pipework 

 
The customer 
 
Seafield WwTW takes on 
approximately 300 million 
litres of waste water every 
day, from which 2,300 
kilowatts of sustainable 
electricity can be 
generated: enough to 
power 600 homes. MWH 
Treatment were the 
primary contractor, ranked 
number one of the top four 
hundred top contractors in 
the Wastewater Treatment 
Plants category in 2014[1]. 
They specialise in water and 
natural resource 
management, providing 
engineering and 
construction management 
services globally. 
 
The team 
 
Flare Products operates a 
small close-knit team, 

starting with the contracts 
director, through to the 
project engineers and 
factory fabrication team. 
The engineers design each 
flare to meet the required 
specification, the factory 
takes these designs and 
manufactures the burner. 
The burner is then tested to 
ensure it meets CE and 
ATEX standards along with 
Flare Products’ own internal 
quality control standards. 
Once passed, the burner is 
broken down into three 
modules, transported to 
site, where a combination 
of factory staff and 
engineers install each 
burner at the customer’s 
plant.  
 
Feeling the ‘burn’ 
 
Seafield WwTW already had 
one waste gas burner, 
however, a larger waste gas 
burn rate was required for 
the digestion process, 
therefore, a second burner 
was needed which, 
combined with the existing 
flare, offered the capability 
of an increased burn rate. 
The new flare was to burn 
958m³/hr at a burn rate of 
100%, with the ability to 
burn at a 50% burn rate 
(479m³/hr) if required.  
 
A potential problem when 
performing a burn is the 
possibility of a flashback, 
this is where the flame 

enters the pipeline. 
Flashbacks occur when the 
gas pressure drops below 
atmospheric pressure, the 
flame is sucked into the 
pipeline, with the oxygen 
sucked in behind it, 
potentially leading to 
catastrophic damage. By 
installing state-of-the-art 
flame arrestor technology 
in the gas line, along with a 
low pressure switch which 
cuts off the gas supply if it 
detects a low pressure, the 
risk of flashbacks occurring 
is significantly reduced. 
 
Bringing it together 
 
There was also a logistical 
issue regarding how we 
delivered the unit to site. 
  

 
The Seafield control cabinet 
 

The unit was split into three 
modules: the gas train, 
combustion cylinder and 
control cabinet. Each 
module was loaded onto 
the HIAB and transported to 
site. Once on site, the gas 
train and control cabinet 
were unloaded onto the 
pre-cast plinth. After which 
the combustion chamber 
was lifted off in a horizontal 
position and placed on the 
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floor. Once on the floor, the 
HIAB’s chains were choked 
around the lifting lugs, with 
rope running through the 
shackle and tied to the 
chain a set distance from 
the choke point. This 
allowed us to remove the 
shackles once the cylinder 
was up righted, without the 
use of ladders or harnesses.  
 
The chamber was carefully 
up righted, ensuring the 
HIAB’s jib was directly 
above the centre of the 
chamber, this ensured that 
at the final moment when 
the centre of gravity passed 
the pivot point, the stack 
did not tip violently, but 
instead tipped into the 
upright position in a 
controlled manner without 
spinning or bouncing on the 
floor. Once placed correctly, 
each module was 
connected together again, 
finally everything was 
bolted to the floor with 
appropriately sized anchor 
bolts. 
 

Unfortunately, one of the 
guards which attaches to 
the front of the combustion 
chamber was lost in transit.  

To remedy this, the 
dimensions of the guard 
frame were recorded at 
site, the factory produced a 
replacement guard with 
these new dimensions, 
ensuring to manufacture 
the guard with extra 
tolerances, to allow for easy 
installation on site. The 
guard was then fitted at the 
next available opportunity, 
making the flare ready for 
commissioning.   
 
The future 
 
Once in place, the waste gas 
burner was commissioned 
by Flare Products at a later 
date when gas and a power 
supply were available. This 
was a successful install 
which our client was 
pleased with. The burner 
receives regular services 
from the engineering team 
and remains in very good 
condition, with no faults 
reported.  
 
What’s next for Seafield? 
 
We are continuing to 
provide waste gas burners 
for other anaerobic digester 
plants and sewage 
treatment works across the 

UK, including sites owned 
by Scottish Water such as 
Seafield WwTW. Flare 
Products ensures that the 
flares we provide can be 
maintained and serviced by 
us and should faults arise, 
we will endeavour to fix 
them quickly, to avoid the 
site having to resort to their 
biogas vents. 
 

 
The existing flare to be refurbished 

 
Recently, due to the 
impressive service which 
Flare Products provided, we 
have been chosen to 
refurbish the old flare at 
Seafield WwTW.  
 
A replacement combustion 
cylinder will be installed as 
the old one has reached the 
end of its service life. The 
gas train is still in 
operational condition and 
will be used in the 
refurbishment. 
 
[1] Engineering News-Record Top 400 
Contractors in Environment Sourcebook, 
September 22, 2014 
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