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SEEDA Sustainable Business Awards aim to encourage and

promote a sustainable approach to business in the South East

region through celebrating excellence, significant

achievement and through the dissemination of best practice.

HAMILTON DESIGNS

(FURNITURE) LTD

Company Background
Hamilton Designs is a small-medium sized enterprise
located in a business park on the outskirts of
Chichester. It specialises in the design and
manufacture of high quality office furniture to a wide
range of clients including a number of local
authorities. The Company has been in operation
since the late 1970s and moved to its current
premises in 1989. The Company employs 95 staff
and has a turnover of £4 million. Hamilton Designs
has been awarded ISO9001 certification for Quality
and an Investors In People Award.

In 1999 Hamilton Designs received a free
Environmental Audit as part of a joint project
between EcoSys, West Sussex local authorities and
the Environment Agency. The audit examined legal
compliance, materials and energy use and identified
a number of areas where potential savings could be
made. Hamilton Designs was quick to put several of
these suggestions into practice, and has made
significant savings, especially on energy, and,
through the reduction of waste. Company profits
have benefited through significantly reducing
chipboard waste, simply through improved controls.
Through initiatives such as improved lighting and by
investing time and floor space to enable waste to be
monitored by a Waste Control Team, significant
savings in both the amount of materials wasted and
disposal costs have been achieved. 

ACTION HISTORY

Energy/Fuel Savings
IMPROVED LIGHTING. Hamilton Designs put the
£500 it received as a winner of the Green Pioneer
Award towards improving the lighting in one of its
manufacturing areas - the wood sawing and edging
area. The 80 existing fluorescent tubes were replaced
with a high-efficiency sodium vapour lighting system
comprising just 21 new bulbs. The new lamps emit
light at a constant level, an offer a significant
improvement on the quality of light emitted by
flourescent tubes.

The new system results in annual savings of £480
per year and Hamilton Designs estimates that the
initial cost of the tubes, fittings and wiring will very
conservatively be paid for through reduced electricity
and lamp replacement costs within five years. The
Company is also benefiting from very significant
quality improvements as result of the improved
lighting, with fewer errors being made and reduce
wastage. 

FACTORY BURNERS. Factory burners which run on
waste chipboard from the factory were installed six
years ago and, having recently been updated, now
produce enough energy to heat the whole factory
floor seven days a week. This means that expensive
additional factory heating bills have been eliminated,
and substantial savings are made on waste disposal. 

Key Achievements

❖ Savings in electricity consumption and cost
savings of £500 p.a through the introduction
of improved, energy-efficient lighting

❖ Waste chipboard fuels factory burners, which
heat the whole site – the waste stream and
fuel purchasing are both reduced as a result;
cost savings of £8000 p.a

❖ Higher levels of recycling and optimized
design and cutting of production materials has
produced savings in both waste generated and
in production costs; overall, waste reduced by
50%, and overall savings of £50,000 p.a

❖ Established a Waste Control Team

❖ Improved water management has reduced
consumption by 50%
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Waste
The Company’s largest purchase cost are for
melamine-faced chipboard and for steel section.
These products are processed by sawing, welding,
painting and milling before being assembled into
finished goods - desks, pedestals, cupboards and
wall storage.

Hamilton Designs estimated that it lost 12% of its
chipboard due to cutting and trimming, but when the
Company started to monitor waste more closely it
emerged that the amount of waste produced was
much higher. In response to this the Company set a
target reduction figure of 25% per annum, which
would save £10,000 in chipboard usage.

Setting about achieving this reduction, the Company
initially set up three brainstorming teams of
operators, middle managers and senior managers. 
All ideas were noted and prioritised to highlight the
most feasible options. A series of management
initiatives was implemented, including;

• Metal diverted from bins to scrap merchant,
saving on disposal costs

• Optimiser for cutting the shape of the furniture
from the chipboard

• Offcuts now fed into a burner (cost £64,000 
with estimated payback of three years)

• A recording system to highlight bad practice

Waste is now strictly monitored by a Waste Control
Team. All scrap is stored in a Waste Control Area
where it is monitored by a department Team Leader,
who reports the contents of the Waste Control Area
at a daily Manufacturing Meeting. All defects are
analysed so that the cause of any fault can be
identified and corrected. This encourages staff to be
much more aware of the need to keep mistakes to a
minimum.

Waste chipboard that cannot be re-used is now
'minced' and fed into a burner that produces enough
energy to heat the whole factory floor, seven days a
week. Just from burning waste chipboard, Hamilton
Designs is on target to save some £8000 per year –
as the direct result of reducing landfill site waste and
savings on heating costs.

Overall the Company has been able to reduce skip
collections by 50% over the last year. Each skip
collection costs £350 and now that Hamilton Designs
only needs to use one or less per week due to better
control of waste disposal, the Company is achieving
substantial weekly savings. 

With regular reviews, Hamilton Designs is aiming to
keep its waste reduced to 50% of previous levels,
saving £50,000 per year in waste disposal – in
addition to savings achieved by generating their own
energy for heating the factory.

Water
Restricting the flow of water to urinals has resulted
in water savings of 50%.

Pollution
Several areas for potential improvement have been
identified. For example the Company is looking into
the use of a water-based degreasing system for
metalwork. This will eliminate loss of solvent by
evaporation, and less solvent will be used.

Company Awards
Chichester District Council Sustainable 
Profits Awards 2000

FIRA Award for Strength and Reliability

Contact
David Kennard
Quality Manager, Hamilton Designs,
Allmans Business Park, 
Birdham Road,
Chichester, 
West Sussex PO20 7BE

Tel: 01243 511 332

For further information about the SEEDA Sustainable Business Awards, 
please contact Clare Marshall at SEEDA Tel: 01483 484278,  
Email: claremarshall@seeda.co.uk or visit SEEDA’s website: www.seeda.co.uk
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