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2. DETAILED DESCRIPTION OF THE PROPOSED PROJECT. 

(i) This project was materialized in 1998. The project aims to meet the demands for quality 

copra edible oil and is in confirmation with the government objective to encourage industries 

based on local available raw materials. As a step towards forward integration ALFRO 

ALPHONSO has decided on setting up a copra processing project based primarily on the local 

available copra in the CHARITY area. 

The CHARITY area has small coconut growers who produce high quality copra. The project will 

utilize locally available copra from small growers which will help improve the local economy and 

also produce Edible Oil and Copra Meal for the Feed and Livestock Industry. 

The Project is located on a plots lettered ‘G’ and ‘H’ being a tract of land situated on the Right 

Bank of the Pomeroon River Known as Amazon, in the County of Essequibo, Republic of 

Guyana. GPS location  7.391984, -58.595688. Please refer to Attachment # 1.0 Transport. 

This area comes under the management of the CHARITY/URASARA NEIGHBOURHOOD 

DEMOCRATIC COUNCIL. Please see Attachment #2 No Objection Letter from NDC. 

The closest town to Charity is Anna Regina, 24.9km. The closest creek, Amazon Creek runs at 

the back of the Project. Separating the project from the creek is a dam. The closest river, 

Pomeroon River is about 100m away. 

The closest Indigenous Settlement, St. Monica Mission, is about 32 km away. 

Charity is a Municipal District and is run by an NDC and includes residential, tourism, 

agricultural, commercial and industrial operations.  

The Project is about 500 m away from Charity Secondary School, 375 m away from the Oscar 

Joseph District Hospital and 285 m from the Charity Catholic Church. Other sensitive receptors 

were not noticeable at this time. 

(ii) This Project has been operating at this location since 1998. The owners and management 

has not investigated any feasible and reasonable alternatives so far, this is due to the highest 

quantity of raw material is available in this area. 

(iii) This area seems to have very little data on physical and ecological conditions. This 

information was gathered from online and observations. The project area experiences a tropical 

climate with almost uniform temperatures and humidity. There are slight seasonal variations in 

temperature. The entire area is under the influence of the northeast trade winds. Temperatures 

in project area are quite constant, ranging from 24 to 29°C. Humidity averages 70 percent year-

round. 

The project area is generally flat and is typical of the coastal plain. Elevation in the Project area 

is generally 4 to 7 meters. The location is considered as a high flood risk area in terms of the 

creek and river flooding. During the rainy season portions of the property may be subject to 

waterlogging. Man-made canals run east-west and north to south along two sides of the 

property draining into the Pomeroon River via the Amazon Creek. Due to the lack of any 



significant elevation, surface runoff at the project site is slow moving. Excess water from rain 

flows toward into the Amazon Creek and then into the Pomeroon river. 

(iv) Please see attached below 

 

 



 

 



 

 



 

 



 

 



 

 

 



 

 



 

 

 



3. The PROCESS 

MILLING PROCESS 

This project utilizes copra as the raw material for the production of cooking oil for human 

consumption. The capacity of this mill is 40 MT/day. Below is the flow chart of the process. 

 



COPRA STORAGE 

Copra purchase or received from farms of the Pomeroon Oil Mill is checked for quality. That is 

moisture content, infestation of bugs, that mature coconut meat is used to produce copra, 

fungus, etc. Poor quality can be rejected. The copra is then weighed and sent to the storage 

bond to mature for about 2-3 weeks minimum before being sent to the mill. 

FEEDING POINT 

This is the point at which the copra is reweighed and accumulated for feeding into the mill. 

Reweighing is done to obtain the amount of copra processed and mainly how much moisture is 

lost during the storage time. 

BELT CONVEYOR 

This conveyor transports the copra to the Rotary Cleaner. 

ROTARY CLEANER 

The rotary cleaner is a unit that mainly eliminates dust and dirt from the copra. The dust and dirt 

accumulated is approximately 150 – 200 pounds per shift (12 Hrs.). 

COPRA CUTTER 

This unit disintegrates the copra to a particle size of between 1/8 and ¼ of an inch. This material 

is then fed into an elevator which transports it up to the 1St Expeller. 

1st EXPELLER 

This unit is used to compress the pre-conditioned copra to expel almost 80% of the oil. This oil 

drains to a holding tank as Crude Coconut Oil and the copra cake goes to an elevator which 

transports it to the 2nd Expeller. 

2nd EXPELLER 

This expeller is the final press expellers that remove approximately 10 – 15 % more of the 

remaining oil. 

CRUDE OIL 

This product is filtered and sent to the refinery for further processing into cooking oil, package 

for sale as crude oil or sent to storage for future use. 

CAKE 

This product is conveyed to an elevator which feeds it into a hammer mill. 

 

 



HAMMER MILL 

This unit disintegrates the cake into a meal suitable for use as stock feed. This meal is then 

conveyed to a bagging machine where it is packaged into 80 pound bags for sale as animal 

feed. 

REFINING PROCESS 

 

 



NEUTRALIZER 

In this process the crude oil is tested to obtain the Free Fatty Acid content. Neutralization 

consists of saponifying the free fatty acids present in the oil with an aqueous solution of Sodium 

Hydroxide. 

This is a Batch Type Process. The quantity of oil used per batch is approximately 7,500 Kg. and 

the quantity of caustic soda required per batch varies from 20 Kg to 35 Kg, with a 10% excess, 

based on a free fatty acid content of 1% to 3.5%. Calculated as Lauric Acid. This caustic soda is 

in the form of a solution that is approximately 14° – 16° Baume, approximately 10%. 

Additionally, approximately 100 liters of a 10% sodium Chloride solution is added to the mixture 

to ensure that the reaction to form soap is enhanced. The resulting products are Neutral Oil and 

Soap Stock. The soap stock is carefully drawn off into drums or kegs and sold as is to Banks 

DIH Limited or Demerara Distillers Limited. The neutral oil is washed with hot water four times, 

200 liters per wash, to remove any residual soap. Each wash is allowed to stand for one hour 

before discharging and applying the other. 

BLEACHER 

The neutral oil is then transferred to the bleacher, where it is dried then put under vacuum. The 

bleaching process starts when 50 Kg. of Bleaching Clay (see Attachment #1) is added to the 

neutral oil and agitated for ½ hour. The bleaching earth is then filtered out. The bleached oil is 

then transferred to the Deodorizer. 

DEODORIZER 

In this process we remove substances which impart undesirable odors and flavors. These 

include Aldehydes, Ketones and Peroxides whose removal gives bland, stable and edible oil. 

After deodorizing this product is cooled, filtered and packaged for sale. 

 

4. Capital investment of this project is approximately G$500,000,000.00. 

Production capacity is 40 MT/day at the Copra Mill and 15 Mt/day at the Refinery. Ten persons 

are employed at the mill, four at the refinery, five at the packaging facility and three others 

(electrician, mechanic and welder). 

 

SOURCE OF UTILITIES 

Utility service is provided by the following available service providers. Water is supplied by GWI, 

Electricity is supplied by GPL and party by our own generators and communication is done by 

GTT mainly. 

Our own stand-by generators are two (2) 400 KVA units, see Attachment #2. Oil changes on 

these units are done every 250 running hours as specified by the manufacturers. 



POTENTIAL ENVIRONMENTAL IMPACT 

STAGE WASTE 
GENERATED 

POTENTIAL ENVIRONMENTAL IMPACT 

MILLING PROCESS   

1. Copra Storage Damaged Poly 
Bags 

Potential of solid waste to contaminate water 
ways if there is improper disposed. 

2. Feeding Point Damaged Poly 
Bags 

Potential of solid waste to contaminate water 
ways if there is improper disposed. 

3. Belt Conveyor None  

4. Rotary Cleaner Dust and Dirt Potential to restrict/block water ways if not 
disposed of properly. 

5. Copra Cutter None  

6. 1st Expeller None  

7. 2nd Expeller None  

8. Crude Oil None  

9. Cake None  

10. Hammer Mill None  

   

REFINING PROCESS   

1. Neutralizer Soapy Water Potential for contamination of surface water due 
to direct discharge into drainage canal which 
leads to the Amazon Creek.  

2. Bleacher None  

3. Filter Bleaching Clay Spent Clay. Approximately 100 to 250 kg is 
recovered every quarter. This can contaminate 
water ways if not disposed of properly. 

4. Deodorizer None  

5. Packaging Damaged 
Bottles, Caps 
and Boxes. 

Potential of solid waste to contaminate water 
ways if there is improper disposed. 

   

STANDBY POWER 
PLANT 

  

1. Diesel Generators Spent Oil Approximately 15 gals per quarter from oil 
change at servicing. Risk of contamination to 
water ways and surface water if not collected / 
utilized. 

 

 

 

 

 

 



MITIGATION/WASTE MANAGEMENT MEASURES 

STAGE WASTE 
GENERATED 

MITIGATION/WASTE MANAGEMENT 
MEASURES 

MILLING PROCESS   

1. Copra Storage Damaged Poly 
Bags 

Collected and disposed of at the 
Charity/Urasara Dump Site. 

2. Feeding Point Damaged Poly 
Bags 

Collected and disposed of at the 
Charity/Urasara Dump Site. 

3. Belt Conveyor None  

4. Rotary Cleaner Dust and Dirt Collected in poly bags and used as land fill in 
the surrounding compound or transported to the 
farms as land fill. 

5. Copra Cutter None  

6. 1st Expeller None  

7. 2nd Expeller None  

8. Crude Oil None  

9. Cake None  

10. Hammer Mill None  

   

REFINING PROCESS   

1. Neutralizer Soapy Water The soapy water is discharged into a primary oil 
separator which ensures that no neutral oil is 
discharged from the process.  Any oil trapped in 
this separator is returned to the system for 
processing. The soapy water then flows 
through pipes and drains to a secondary 
Gravity Interceptor, see Attachment #3, which 
is about 50 feet away and has a capacity of 
1250gallons. This unit also ensures that all 
residual oil from the floors and machinery is 
intercepted from the discharge. Any grease/oil 
waste from this unit is accumulated with the 
discarded lubes and sent to be used for 
chainsaw lubrication. 

2. Bleacher None  

3. Filter Spent Bleaching 
Clay 

Approximately 100 to 250 kg of spent bleaching 
clay is collected from the filter and disposed of 
at the Charity/Uresara Dump Site. 

4. Deodorizer None  

5. Packaging Damaged 
Bottles, Caps 
and Boxes 

Collected and disposed of at the 
Charity/Urasara Dump Site. 

   

STANDBY POWER 
PLANT 

  

1. Diesel Generators Spent Oil Spent Oil. Averages about 15 gals per quarter. 
Stored in drums and utilized by chainsaw 
operators in the mining and forestry industry in 
the area. 



Additional attachments show Water analyses and Google Map indication surroundings of 

project. 

Attachment #1 

Bleaching Clay MSDS 

 



 



 



 

 



Attachment #2 

Diesel Generator 

 



Attachment # 3 

Gravity Interceptor 

 



Attachment #4  

Water Analysis 

 



Attachment #5 

Google Map showing surroundings of project. 

 


