STATEMENT OF BASIS

Buckeye Florida Limited Partnership

Facility ID No.: 1230001
Taylor County

Title VV Air Operation Permit Revision No.: 1230001-039-AV

This permit revision is being issued for the purpose of 1) incorporating the terms and conditions
of the following Construction Permit Nos. 1230001-023-AC/PSD-FL-397 and 1230001-038-AC,;
2) adding the applicability of 40 CFR 63, Subpart DDDDD - National Emission Standards
for Hazardous Air Pollutants for Major Sources: Industrial, Commercial, and
Institutional Boilers and Process Heaters and the applicable requirements contained in
40 CFR 63, Subpart A General Provision to the permit. Table 10 of 40 CFR 63 Subpart
DDDDD, delineates the parts of the General Provisions in §§63.1 through 63.15 which
are applicable. This subpart applies to Power Boiler No. 1 (EU No. 002), Power Boiler
No. 2 (EU No. 003), Bark Boiler No. 1 (EU No. 004), and Bark Boiler No. 2 (EU No. 019).

This existing facility is located at located east of US 19, south of SR 30, southeast of Perry,
Taylor County; UTM Coordinates: Zone 17, 256.7 km East and 3328.7 km North; Latitude: 30°
03’ 59” North and Longitude: 83° 33’ 12” West.

This Title V Air Operation Permit Revision is issued under the provisions of Chapter 403,
Florida Statutes (F.S.), and Florida Administrative Code (F.A.C.) Chapters 62-4, 62-210 and 62-
213. The above named permittee is hereby authorized to operate the facility shown on the
application and approved drawing(s), plans, and other documents, attached hereto or on file with
the permitting authority, in accordance with the terms and conditions of this permit.

Facility Description

Buckeye Florida Limited Partnership Foley Mill is a softwood, Kraft pulp mill that manufactures
bleached market pulps and dissolving cellulose pulps. The dissolving cellulose pulp produced
at this plant is used in products such as food casings, rayon industrial cord, acetate fibers and
plastics, as well as thickeners for personal care products, food and pharmaceuticals The
bleached market pulps is used in products such as disposable diapers, feminine hygiene products
and incontinence products.

The Kraft process utilizes a cooking solution of caustic sodium hydroxide and sodium sulfide
(known as white liquor) to chemically separate the lignin from the cellulose.

The mill operates two (2) separate pulp mill lines: the No. 1 Mill produces dissolving-grade
cellulose pulp and the No. 2 Mill, market-grade pulp/diaper-fluff pulp.
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Nineteen (19) batch digesters are divided between the two mills (11 in the No. 1 Mill and 8 in the
No. 2 Mill).

White liquor is added to softwood chips in the batch digesters where the wood chips are cooked
under pressure. The contents of the digesters are blown into a separate main blow tank for each
mill, where the softened wood chips disintegrate into fibers (pulp). The pulp and spent cooking
solution are pumped to the brownstock washers were the pulp and spent cooking solution are
separated through a washing process. The pulp is sent into the screening area to remove any
knots and tailings (uncooked, woody materials), while the spent cooking solution (known as
weak black liquor due to dilution with the wash water) is pumped to the Chemical Recovery
Area. The collected knots and tailings are pressed for use as fuel in the mill’s two bark boilers.

Weak black liquor, the separated spent cooking solution, is a dilute solution (approximately 16
percent solids) of organic materials, oxidized inorganic compounds (sodium sulfate and sodium
carbonate), and white liquor. There is a heat value in black liquor can be recovered by burning it
in a boiler called a Recovery Boiler. However, at 16 percent solids, the content is not enough to
sustain combustion. The weak black liquor is first sent through a series of multiple effect
evaporators (MEEs), which concentrates the solids content through the evaporation of the water.
Each set of MEEs consist of a series of evaporators operated at different pressures so that the
vapor from one evaporator body becomes the steam supply to the next evaporator. There are 4
sets of MEEs at this mill.

At this mill, prior to being burned in one of the three Recovery Boilers, the concentrated black
liquor from the MEEs (now known as strong black liquor that is approximately 50 - 55 percent
solids), is routed directly to a non direct contact evaporator known as a concentrator.

The Nos. 2, 3, and 4 Recovery Boilers use a non direct contact evaporator. This type of
evaporator is an indirect, steam-heated black liquor concentrator. Because the black liquor does
not come in direct contact with the hot flue gases from the recovery boiler, a BLOX system is not
required. This type of evaporator is also said to be a “low-odor” design because its TRS

emissions are typically lower than those from a direct contact evaporator. The solids content of
the strong black liquor following the direct contact evaporator is approximately 72% for
Recovery Boiler Nos. 2 and 3 and approximately 68 percent for Recovery Boiler No. 4.

Following the concentrators, the concentrated strong black liquor is burned in the Recovery
Boilers as fuel. The strong black liquor contains organics extracted from the wood during the
pulping process and residual inorganic pulping chemicals. The organics are burned to produce
steam that is used in other processes around the mill, while the inorganic chemicals collect in the
char bed at the bottom of the boiler in the form of molten smelt. The smelt is tapped off and
dissolved in water or weak wash (mud washer filtrate mentioned below), in a dedicated tank
called a Smelt Dissolving Tank. As this mill has three Recovery Boilers, it has three Smelt
Dissolving Tanks. The smelt and water or weak wash forms a solution of sodium carbonate and
sodium sulfide called green liquor. The green liquor also contains insoluble, unburned carbon
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and inorganic impurities called dregs. The dregs are removed from the green liquor in a series of
clarification tanks.

The clarified green liquor is sent to the Causticizing Area where lime (calcium oxide- purchased
or reburned from the Lime Kiln) is added in the Slaker. The sodium carbonate in the green
liquor reacts with the calcium oxide in a series of agitated tanks called Cauticizers to form a
sodium hydroxide and calcium carbonate mixture. The mixture is sent to the white liquor
clarifiers where the calcium carbonate (lime mud) precipitates. The causticized liquor that is
separated from the lime mud is now known as white liquor. The white liquor is then reused in the
pulping process as the cooking liquor in the digesters.

The lime mud, along with the dregs from the green liquor clarification tanks, is washed in the
mud washer to remove the last traces of inorganic sodium. The washed lime mud is filtered and
burned in the Lime Kiln (calcined), recover the lime for re-use in the green liquor causticizing
stage at the Slaker. Purchased lime is also delivered by both rail and truck to make up for
process losses.

The filtrate from the mud washer, known as weak wash, is used in the Smelt Dissolving Tanks to
dissolve the smelt from the recovery boilers.

During the evaporation process in the MEEs, a soap like substance is skimmed and collected
from the black liquor. This soap is sent through a process that separates the residual lignin in the
black liguor and also forms a by-product called Tall Oil. The lignin solution is recycled back to
the mill, and the Tall Oil is either sold or used as a fuel at the mill.

The pulp exiting the screening operation is a slurry that is routed to either the No. 1 or No. 2
Purification Plant to remove additional lignin and brighten the pulp, i.e. make it whiter in color.
This occurs in multiple stages using a combination of chlorine dioxide and oxygen-based
chemicals. The chlorine dioxide used at this mill is generated onsite.

Following the purification stages, the pulp is sent to the pulp machines where sheets are formed
by draining water from the pulp slurry over a moving wire. Additional water is removed by
passing the pulp sheet over pressing and drying cylinders heated internally with steam. The pulp

sheet is then transported to the finishing room where the pulp sheet is cut into smaller rolls or
sheets based on customer specifications.

The steam needed for mill operations is produced by the recovery boilers, as well as the power
boilers and the bark boilers. Steam is also used to produce a portion of the mill’s electricity
needs (~85%).

40 CFR 63 Subpart S Applicability

This facility is subject to the requirements of 40 CFR 63 Subpart S.
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Phase I:

Low Volume High Concentration (LVHC) Non-Condensible Gases (NCGs) from the turpentine,
blow heat condensing, and black liquor evaporator systems are collected and transported to the
powerhouse using steam ejector systems. These gases are burned in either the No. 1 Bark Boiler
(primary control) or the No. 1 Power Boiler (secondary control) for destruction.

Gases from the No. 2 Mill Purification Plant that utilize chlorinated compounds are collected and
transported to a caustic scrubbing system to remove total chlorinated HAPs pursuant to the
bleach plant provisions of the Subpart.

Gases from the No. 1 Purification Plant that utilize chlorinated compounds are also collected and
transported to a similar caustic scrubbing system. However, this mill produces dissolving-grade
pulp and as such, in accordance with the August 29, 2005 Federal Register (Volume 70, page
51050-1), is required to achieve compliance with the bleach plant provisions of 40 CFR 63.445
as expeditiously as practicable but in no event later than 3 years from the issuance of the site-
specific Clean Water Act permit.

Subpart S regulated condensates from the turpentine, blow heat condensing, black liquor
evaporator, and non-condensible gas transport systems are collected and transported via a closed
piping system to the No. 1 Lagoon (40-acre Aerated Stabilization Basin) for biological treatment.

Phase Il ;

The facility complies with the Clean Condensate Alternative (CCA) standards in 40 CFR 63.447
as an alternative to compliance with the 40 CFR 63.443 standards for the High VVolume Low
Concentration (HVLC) sources specified within the Subpart. The CCA option requires Kraft
mills to reduce HAP emissions from affected sources by an amount greater than or equal to the
emission reductions achieved by the collection and treatment of HAP emissions from HVLC
sources included in Phase Il of the Subpart. Emission reductions are calculated by comparing

HAP emissions from affected sources under CCA with HAP emissions under a baseline
condition as defined in the Subpart.

In the EPA CCA guidance document dated April 8, 2004, it was indicated that wastewater
treatment plants are “affected” sources under the CCA. Emission reductions from wastewater
treatment plant components that occur as a result of voluntary system upgrades or process
changes that result in reduced loadings to the wastewater treatment plant are creditable under the
CCA.

The mill’s wastewater treatment plant includes a secondary system that is comprised of an
aerated stabilization basin (No. 1 Lagoon) followed by a polishing pond. The No. 1 Lagoon
consists of two zones and has an exposed surface area of approximately 27 acres. It has an active
volume of 105.6 million gallons, and is aerated using surface aerators rated at 75 hp each. At the
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baseline date of December 17, 1993, the No. 1 Lagoon was operated with 17 aerators in Zone 1
and 16 in Zone 2.

Site-specific data collected in June 1999 was used to establish that the No. 1 Lagoon as operating
on the baseline date of December 17, 1993, could have satisfied the condensate

collection and treatment compliance requirements under 40 CFR 63.446 (MACT | Phase I). This
data indicated that approximately 88% of the inlet methanol was biodegraded (Fyi,) and 8%
emitted to the air, and the remaining 4% was discharged for further treatment in the polishing
pond.

As part of voluntary upgrades, the mill repositioned eight of the 75-hp surface aerators from
Zone 2 to Zone 1. This provided additional aeration capacity in Zone 1 which increased the
oxygen availability and the level of biological treatment within the zone.

Site-specific testing collected under this operating scenario indicated that approximately 95% of
the inlet methanol was biodegraded (Fy,), 4% emitted to the air, and the remaining 1% was
discharged for further treatment in the polishing pond.

This mill obtained a site-specific determination from EPA Region 4 which stated that CCA
credits could be allowed as a result of the upgrades the No. 1 Lagoon, provided the mill could

supply the necessary data to satisfactorily demonstrate continuous compliance with the pound per
ton compliance option for condensate collection and treatment requirements (63.446 Phase 1),
beginning at the initial compliance date. The mill satisfactorily provided this data.

COMPARISON OF METHANOL EMISSIONS AND EMISSION REDUCTIONS OF
HVLC AND CCA

Methanol Emissions (Ib/ODTP) Reductions (Ib/ODTP)
Baseline HVLC CCA HVLC CCA Project
Control Project Control
No. 1 BSW System * 0.05 0.049" 0.05 0.049"
No. 2 BSW System * 0.03 0.0294° | 0.03 0.0294°
No. 1 Lagoon 2.32 2.32 1.30° --- 1.02
Total 2.40 2.3984 1.38 0.0784 1.02
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The mill’s HVLC sources are the Nos. 1 and 2 Brown Stock Washing Systems. At the time,
the Deckers on both lines were exempt due to the quality of the shower water. The No. 2 Mill
has since been modified and no longer has a Decker. The knotter and screen systems on both
lines are exempt from collection as site specific data collected September 2004 indicated
emissions below the de minimus exemption levels of 0.1 and 0.2 Ib/ODTP, respectively.
Methanol emissions from testing conducted September and October 2004.

® 98% control required under 40 CFR 63.443. E.g., Emissions =0.02 x 0.05 = 0.001 Ib/ODTP.
Emission reductions =0.05 — 0.001= 0.049 Ib/ODTP

Results from the Initial Performance Test (IPT) on the CCA system on conducted on March 19,
2007.

40 CFR 63.453 requires that a CMS be installed and operated to ensure compliance with the
CCA. The mill’s operational practices are used to establish that contaminated condensate
streams are not being routed to the HVLC sources. The shower water used on the HVLC sources
(Nos. 1 and 2 BSW Systems) is comprised of clean condensates from the evaporator systems and
supplemented from the mill hot water tank or the service water system. With the exception of
the evaporator system, there is not a physical connection to foul condensate sources. The
evaporator system foul condensate bypass valves are closed and secured with a lock-seal device
and tag. Documentation of valve movement is used to establish that the methanol concentration
in the HVLC sources shower water is not increasing over the levels measured during the baseline
performance tests due to evaporator system foul condensates. The mill also uses the biological
treatment system 63.446 continuous compliance parameters for compliance with the CCA.

In mid 2009 (approximately July) it was agreed that the mill will also continuously monitor the
nutrient concentrations at two locations in the wastewater treatment system as the nutrient level
is important for biological activity within the treatment system: 1) at the entrance to the
wastewater treatment system, and 2) the midpoint between the No. 1 Lagoon and the No. 2
Lagoon.

The mill has stated that the nitrogen is consumed in the No. 1 Lagoon (aerobic) and generated in
the No. 2 Lagoon (facultative). Having just a “trace” amount of nitrogen at the midpoint assures
that sufficient nitrogen is being added for maximum biological activity in the No. 1 Lagoon and
also that the addition rate is not excessive and therefore contributing to elevated nitrogen levels
being released to the receiving waters.

40 CFR 63 Subpart MM Applicability
The Nos. 3,4, and 5 Smelt Dissolving Tanks, and the Nos. 2, 3, and 4 Recovery Boilers are

subject to the requirements of 40 CFR 63 Subpart MM. The Subpart establishes particulate
matter as the surrogate for HAP metals.
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Emissions Units Descriptions
No. 1 Batch Digester System:

The No. 1 Batch Digester System consists of 11 batch digesters; Nos. 1-11 and Nos. 10 and 11
are swing units, No. 1 blow and flash tank, a shared blow heat accumulator with primary and
secondary condensers and heat exchangers and a shared turpentine recovery system. The blow
heat accumulator condenses turpentine from the gases from the blow and flash tanks from both
Digester Systems (Nos. 1 and 2) and recovers a heat value from the gases.

The maximum hourly production rate is limited to no more than 61.1 TPH ADUP. This is
equivalent to 55 TPH bone dry unbleached pulp (BDUP) and based on a minimal utilization rate
of 231,833 Ibs./hr of wood chips (bone dry) and 77,245 lbs/hr cooking liquor (bone dry as
Na20). The maximum daily production shall not exceed 1320 TPD BDUP and is used for PSD
review purposes.

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction.

The No. 1 Batch Digester System is regulated by 40 CFR 63, Subpart S — National Emission
Standards for Hazardous Air Pollutants for Pulp Mills, adopted and incorporated by reference in
Rule 62-204.800, F.A.C., and Rule 62-296.404, F.A.C. — Kraft Pulp Mills.

No. 2 Batch Digester System:

The No. 2 Batch Digester Systems consists of 10 batch digesters, Nos. 10-19 and Nos. 10 and 11
are swing units), No. 2 blow and flash tank, a shared blow heat accumulator with primary and
secondary condensers and heat exchangers, and a shared turpentine recovery system. The blow
heat accumulator condenses turpentine from the gases from the blow and flash tanks from both
Digester Systems (Nos. 1 and 2) and recovers a heat value from the gases.

The maximum hourly production rate is limited to no more than 55.6 TPH Air Dried Unbleached
Pulp (ADUP). This is equivalent to 50 TPH Bone Dry Unbleached Pulp (BDUP) and based on a
nominal utilization rate of 212,333 Ibs/hr wood chips (bone dry) and 70,748 Ibs/hr cooking liquor
(bone dry and as Na,O). The maximum daily production rate shall not exceed 1333 TPD ADUP.
This is equivalent to 1200 TPD BDUP and is used for PSD review purposes.

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction.

The No. 2 Batch Digester System is regulated by 40 CFR 63, Subpart S — National Emission
Standards for Hazardous Air Pollutants for Pulp Mills, adopted and incorporated by reference in
Rule 62-204.800, F.A.C., and Rule 62-296.404, F.A.C. — Kraft Pulp Mills.

The total mill pulp production capacity is 2,532 tons per day air-dried unbleached pulp (ADUP)
and 924,180 tons per year ADUP for the No. 1 Mill and the No. 2 Mill combined.
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No. 1 Brownstock Washer System:

Cooked pulp from the No. 1 Blow Tank is routed to two-stage pressure knotting system in order
to remove knots from the pulp. The pulp is then sent to a three-stage vacuum drum washer
system. From the third stage vacuum drum washer, the washed pulp is sent to a surge chest
before it is screened by a four stage pressure screening system to remove any shives. The shives
that are removed a processes and sent to the No. 2 Mill Purification process. The accepted pulp
is thickened using an open Decker system. From the Decker system, the pulp is sent to the No. 1
Purification Plant.

The No. 1 Mill BSW system does not have a maximum capacity rate established in previous air
permits. However, the mill estimates the maximum actual pulp processing rate at approximately
900 tons ADUP per day.

No. 2 Brownstock Washer System:

Cooked pulp from the No. 2 Blow Tank is routed to the primary and secondary pressure knotters
in order to remove knots from the pulp. The pulp is then screened in the 4-stage pressure closed
screening system to remove any shives. The shives are refined and sent back into the process to
in order to recover the fiber. The pulp is sent to the low-flow vacuum washer with an enclosed
hood followed by the 4-stage Andritz Drum Displacer washer. From the washer, the pulp is sent
to the Bleach Feed Tank and to the No. 2 Purification Plant.

The No. 2 Mill BSW system has a rated capacity of 1100 metric tons (1213 short tons) ADUP
per day.

The No. 2 Mill BSW system is subject to the requirements of 40 CFR Part 60, Subpart BB.
However, EPA Region 4 in accordance with 40 CFR 60.283(a)(1)(iv), granted the mill an
exemption from the TRS standard for the No. 2 BSW System on October 7, 2005. This
exemption was granted with the understanding that Buckeye will comply with the 40 CFR 63

Subpart S requirement by utilizing the Clean Condensate Alternative (40 CFR 63.447). If, any
future changes at the mill make the control of TRS emissions from the No. 2 Mill BSW system

cost effective, the exemption under 40 CFR 60.283(a)(1)(iv) will no longer apply, and it will be
necessary for Buckeye to control TRS emissions.

No. 1 Multiple Effect Evaporator System:

The No. 1 Multiple Effect Evaporator System consists of 6 MEEs in series. The evaporators
evaporate the black liquor from the brown stock washers from approximately 16% solids to to
48% solids before being sent to one of the three Black liquor concentrators which will further
concentrate the liquor up to approximately 68% to 72% for firing in one of the three Recovery
Boilers.
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The maximum total process input rate is limited to no more than 156,000 Ibs/hr of Black Liquor
Solids (BLS).

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction to comply with the Phase |
requirements of 40 CFR 63, Subpart S.

No. 2 Multiple Effect Evaporator System:

The No. 2 Multiple Effect Evaporator System consists of 5 MEEs in series. This evaporator
system contains an additional integrated concentrator effect that (in total) further evaporates the
black liquor being sent to the No. 2 Recovery Boiler to approximately 72% solids from 16%
solids.

The maximum total process input rate is limited to no more than 195,000 Ibs/hr of Black Liquor
Solids (BLS).

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction to comply with the Phase |
requirements of 40 CFR 63, Subpart S.

No. 3 Multiple Effect Evaporator System:

The No. 3 Multiple Effect Evaporator System consists of 5 MEEs in series. This evaporator
system contains an additional integrated concentrator effect that (in total) further evaporates the
black liguor being sent to the No. 3 Recovery Boiler to approximately 72% solids from 16%
solids.

The maximum total process input rate is limited to no more than 195,000 Ibs/hr of Black Liquor
Solids (BLS).

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction to comply with the Phase |
requirements of 40 CFR 63, Subpart S.

Collected condensates are routed to the No. 1 Lagoon (Aerated Stabilization Basin), for
biological treatment pursuant to the Subpart S standards.

No. 4 Multiple Effect Evaporator System:
The No. 4 Multiple Effect Evaporator System consists of 5 MEEs in series. This evaporator

system contains an additional integrated concentrator effect that further evaporates the black
liquor being sent to the No. 4 Recovery Boiler to 68% solids from 16% solids.
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The maximum total process input rate is limited to no more than 260,000 Ibs/hr of Black Liquor
Solids (BLS).

Noncondensible Gases are routed to the No. 1 Bark Boiler (primary control device) or the No. 1
Power Boiler (Secondary Control Device) for destruction to comply with the Phase |
requirements of 40 CFR 63, Subpart S.

Collected condensates are routed to the No. 1 Lagoon (Aerated Stabilization Basin), for
biological treatment pursuant to the Subpart S standards.

No. 1 Power Boiler (Emissions Unit No. 002):

The No. 1 Power Boiler is a 249 MMBtu/hr Natural Gas, No. 2 fuel oil (pilot fuel), No. 6 fuel
oil, facility-generated on-specification used oil, and Tall Oil fired boiler. This emissions unit
shares a common stack with No. 1 Bark Boiler, the No. 2 Bark Boiler, and the No. 2 Power
Boiler.

This emissions unit is not subject to CAM requirements.

No. 2 Power Boiler (Emissions Unit No. 003):

The No. 2 Power Boiler is a 249 MMBtu/hr Natural Gas fired boiler. The installation of the new
28 MW condensing steam turbine electric generator pursuant to Construction Permit No.
1230001-023-AC, restricted the No. 2 Power Boiler to the firing of natural gas only. This
emissions unit shares a common stack with No. 1 Bark Boiler, the No. 2 Bark Boiler, and the No.
1 Power Boiler.

This emissions unit is not subject to CAM requirements.

No. 1 Bark Boiler (Emissions Unit No. 004):

The No. 1 Bark Boiler is a 300 MMBtu/hr carbonaceous, Natural Gas, No. 2 fuel oil, No. 6 fuel
oil, facility-generated on-specification used oil, and Tall Qil fired boiler. The boiler is
authorized to fire 100% fuel oil only during startup, shutdown, malfunction, or the temporary
loss of bark as per the May 17, 1990 amendment to Construction Permit No. AC62-141927. This
establishes that the boiler is only subject to the carbonaceous rule as opposed to both the Fossil
Fuel Steam Generator Rule if it was authorized to burn 100% fuel oil at times other than those
described.

Particulate matter emissions are controlled by a cyclone collector and a wet, Venturi scrubber.
The fly ash that is collected by the cyclone collector is re-circulated back to the boiler.
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This emissions unit shares a common stack with No. 2 Bark Boiler, the No. 1 Power Boiler, and
the No. 2 Power Boiler.

This emissions unit is subject to CAM for Particulate Matter emissions.

No. 2 Bark Boiler (Emissions Unit No. 019):

No. 2 Bark Boiler is a 601 MMBtu/hr carbonaceous, Natural Gas (pilot fuel), No. 2 fuel oil (pilot
fuel), No. 6 fuel oil, facility-generated on-specification used oil, and Tall Oil fired boiler. A
portion of flue gases is used to dry wet bark prior to being fired in the boiler.

The mill fires 100% fuel oil in this boiler in the same manner as it does the No. 1 Bark Boiler.

Emissions from both the boiler and the dryer system vent through a common stack with the No. 1
Bark Boiler, the No. 1 Power Boiler, and the No. 2 Power Boiler.

This emissions unit is subject to CAM for Particulate Matter emissions.

No. 2 Recovery Boiler (Emissions Unit No. 006):

Originally the No. 2 Recovery Boiler, rated at 568 MMBTU /hr, was constructed as a direct
contact evaporator (DCE) design recovery boiler. Project 1230001-023-AC authorized
conversion of the boiler to a low-odor, non-direct contact evaporator unit. The maximum firing
rate is 97,600 Ib/hour of BLS to facilitate the recovery of the cooking liquor. A new forced-
circulation/crystallizer black liquor concentrator was installed as authorized by the referenced
permit. The new concentrator flashes off moisture from the black liquor which increases the
solids content from approximately 50% to 72%. This emissions unit is capable of serving the mill
with 380,000 Ib/hr of high-pressure (quality) steam flow.

TRS emissions are monitored viaa CEMS. As such, CAM is not applicable to this emissions
unit for TRS emissions. This emissions unit is subject to CAM for Particulate Matter emissions
in those instances it is out of compliance with the 40 CFR 63, Subpart MM standards.

The No. 2 Recovery Boiler fires primarily black liquor solids, but is authorized to fire limited
quantities of No. 2 fuel oil (pilot fuel), natural gas (pilot fuel), No. 6 fuel, Tall Oil, and virgin,
Ultra-Low Diesel blended with Black Liquor Solids. The Fuel oil is limited on a 12-month
rolling average basis so as to maintain an annual capacity factor of less than 10% for fossil fuel
firing. Fossil fuel firing is restricted by Air Construction permit No. 1230001-023-AC/PSD-FL-
397 to 1,700,000 million gallons per 12 consecutive month periods. The ULSD shall be stored
onsite in fuel totes.
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No. 3 Recovery Boiler (Emissions Unit No. 007):

Originally the No. 3 Recovery Boiler, rated at 494 MMBTU /hr, was constructed as a direct
contact evaporator (DCE) design recovery boiler. Project 1230001-023-AC authorized
conversion of the boiler to a low-odor, non-direct contact evaporator unit. The maximum firing
rate is 82,350 Ib/hour of BLS to facilitate the recovery of the cooking liquor. A new forced-
circulation/crystallizer black liquor concentrator was installed as authorized by the referenced
permit. The new concentrator (separate from the No. 2 Recovery Boiler new concentrator)
flashes off moisture from the black liquor which increases the solids content from approximately
50% to 72%. This emissions unit is capable of serving the mill with 325,000 Ib/hr of high-
pressure (quality) steam flow.

TRS emissions are monitored via a CEMS. As such, CAM is not applicable to this emissions
unit for TRS emissions. This emissions unit is subject to CAM for Particulate Matter emissions
in those instances it is out of compliance with the 40 CFR 63, Subpart MM standards.

The No. 3 Recovery Boiler fires primarily black liquor solids, but is authorized to fire limited
quantities of No. 2 fuel oil (pilot fuel), natural gas (pilot fuel), No. 6 fuel, Tall Qil, and virgin,
Ultra-Low Diesel blended with Black Liquor Solids. The Fuel oil is limited on a 12-month
rolling average basis so as to maintain an annual capacity factor of less than 10% for fossil fuel
firing. Fossil fuel firing is restricted by Air Construction permit No. 1230001-023-AC/PSD-FL-
397 to 2,000,000 million gallons per 12 consecutive month periods. The ULSD shall be stored
onsite in fuel totes.

No. 4 Recovery Boiler (Emissions Unit No. 011):

No. 4 Recovery Boiler, a 803 MMBTU/hr, low odor, non-direct contact evaporator design
recovery boiler. This emissions unit is capable of serving the mill with 492,000 Ib/hr of high-
pressure (quality) steam flow.

The No. 4 Recovery Boiler fires primarily black liquor solids, but is authorized to fire limited
guantities of No. 2 fuel oil (pilot fuel), natural gas (pilot fuel), No. 6 fuel, Tall Qil, and virgin,
Ultra-Low Diesel blended with Black Liquor Solids. The ULSD shall be stored onsite in fuel
totes.

No. 2 Smelt Dissolving Tank (Emissions Unit No. 021):
The black liquor that is burned in the No. 2 Recovery boiler produces a char or smelt bed. The

resulting smelt then feeds by gravity into the No. 2 Smelt Dissolving Tank where it is mixed into
an aqueous solution (weak wash) to form "green" liquor.
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No. 3 Smelt Dissolving Tank (Emissions Unit No. 022):

The black liquor that is burned in the No. 3 Recovery boiler produces a char or smelt bed. The
resulting smelt then feeds by gravity into the No. 2 Smelt Dissolving Tank where it is mixed into
an aqueous solution (weak wash) to form "green" liquor.

No. 4 Smelt Dissolving Tank (Emissions Unit No. 023):

The black liquor that is burned in the No. 4 Recovery boiler produces a char or smelt bed. The
resulting smelt then feeds by gravity into the No. 4 Smelt Dissolving Tank where it is mixed into
an aqueous solution (weak wash) to form "green" liquor.

Nos. 1 and 2 Lime Slakers (Emissions Unit No. 025):

Lime (CaO) and green liquor react to yield white liquor and lime mud (CaCO3). The maximum
operating rate is 60,886 Ibs/hr of lime solids plus 182,114 Ib/hr green liquor solids. Particulate
matter emissions are controlled by a single, wet, cyclonic, scrubber manufactured by Ekono.
This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills.

No. 4 Lime Kiln (Emissions Unit No. 024):

No. 4 Lime Kiln converts lime mud (CaCO3) to lime (CaO). The No. 4 Lime Kiln has a
maximum heat input rate of 210 MMBtu/hr and is fired with natural gas, No. 6 fuel oil, Tall Qil,
and virgin, Ultra-Low Diesel blended with Tall Oil. The ULSD shall be stored onsite in fuel
totes. Particulate matter emissions are controlled with a weighted wire electrode, electrostatic
precipitator.

Purchased lime and the lime product produced in the kiln are stored in one of the two Water
Treatment Lime Storage Bins. Particulate matter emissions are controlled with a baghouse
manufactured by Fuller, Model 36FR8. The design actual air flow rate is 1851 scfm. (EP13).

The Lime Kiln is subject to CAM for Particulate Matter emissions.
The Lime Kiln is regulated under NSPS - 40 CFR 60, Subpart BB - Standards of Performance for

Kraft Pulp Mills , 40 CFR 63- Subpart MM - National Emission Standards for Hazardous Air
Pollutants for Chemical Recovery Combustion Sources at Kraft, Soda, Sulfite, and Stand-Alone

Semichemical Pulp Mills; Rule 62-296.404, F.A.C. — Kraft Pulp Mills; and Rule 62-212.400,
F.A.C. — Prevention of Significant Deterioration.

The Lime Storage Bins are regulated by Rule 62-212.400, F.A.C. — Prevention of Significant
Deterioration; and Rule 62-296.404, F.A.C. — Kraft Pulp Mills.
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Tall Oil Plant (Emissions Unit No. 040):

Crude Tall Oil is produced from black liquor soap. Black liquor soap is a byproduct of the
evaporation process. The black liquor is extracted from an intermediate stage in the evaporator
system and sent to a dedicated soap skimmer where the soap is skimmed from the top of the tank.
The soap contains fatty resin acids and oils. The recovered soap goes through an acidulation
process in order to convert the soap into raw tall oil. The soap is combined with sulfuric acid
and steam in a continuous reactor called an Acidulator. The resulting mixture is sent to a
centrifugal separator where the acid phase (brine) containing sodium sulfate and residual lignin
is introduced back in the recovery cycle for reclamation of its chemical value (sodium and
sulfur). The crude tall oil is washed with water to remove free acid and is sent to storage tanks to
further settle before shipment as a final product.

A maximum of 36,800 pounds per hour of black liquor soap is treated with 12,345 pounds per
hour of sulfuric acid to yield 20,000 pounds per hour of crude tall oil.

Gases from the vents of the centrifugal feed tank, weir tank, degasifier tank, basket strainer, (2)
decanters, and degasifier condenser are vented through a two-stage, packed-tower, wet scrubber
utilizing white liquor as the scrubbing medium. This emissions unit is regulated under Rule 62-
296.404, F.A.C. - Kraft Pulp Mills.

Chlorine Dioxide Generator, Storage.

A R8 process, which uses methanol, sulfuric acid, sodium chloride, and sodium chlorate to
generate chlorine dioxide. A chilled water scrubber controls emissions from the CIO2 generator
and the two storage tanks. This emissions unit was permitted under Construction Permit No.
AC62-172092.

Methanol Storage Tank.

A methanol storage tank was installed as part of the chlorine dioxide generator/No. 2 bleach
plant project, Construction Permit No. AC62-172092. Prior to October 15, 2003, the Methanol
Storage tank was subject to the requirement of 40 CFR 60.116(a) and (b) to maintain capacity
records. However, effective October 15, 2003, EPA exempted from Subpart Kb recordkeeping
requirements and Subpart Kb the following storage vessels:

e Capacity <75 m’,
e Capacity between 75 m® and 151 m® storing liquid with vapor pressure <15 kPa,
e Capacity equal to or >151 m® storing liquid with vapor pressure < 3.5 kPa.

The capacity of the Methanol Storage tank is 1000 gallons (3.785412 m°).
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No. 2 Purification Plant (Emissions Unit No. 041):

This plant is a multi-stage process consisting of three (3) chlorine dioxide stages with two (2)
intermediate caustic extraction stages, i.e. chlorine dioxide, caustic extraction, chlorine dioxide,
caustic extraction, chlorine dioxide. Each stage in the Purification Plant consists of a mixer,
tower, washer, and seal tank. The tower vents from each of the chlorine dioxide stages are
collected in a closed hooded fiberglass ducting system and sent through a chilled water scrubber
prior to being sent to the main caustic scrubber. The washer and seal tank vents are ducted
directly to the main caustic scrubber. The main caustic scrubber utilizes white liquor as the
scrubbing medium, which contains a high concentration of sodium hydroxide as the primary
scrubbing agent to remove chlorinated compounds.

This plant is considered to be a paper grade plant and is subject to 40 CFR, Part 63, Subpart S -
National Emissions Standards for Hazardous Air Pollutants from the Pulp and Paper Industry.

No. 1 Purification Plant (Emissions Unit No. 045):

This plant is a multi-stage process consisting of multiple chlorine dioxide stages and caustic
extraction stages. Each stage in the Purification Plant consists of a mixer, tower, washer, and
seal tank. The tower vents from each of the chlorine dioxide stages are collected in a closed
hooded fiberglass ducting system and sent through a chilled water scrubber prior to being sent to
the main caustic scrubber. The washer and seal tank vents are ducted directly to the main caustic
scrubber. The main caustic scrubber utilizes white liquor as the scrubbing medium, which
contains a high concentration of sodium hydroxide as the primary scrubbing agent to remove
chlorinated compounds.

This plant is considered to be a dissolving grade plant (~80% with remainder specialty chemical
cellulose grades). It is subject to 40 CFR, Part 63, Subpart S - National Emissions Standards for
Hazardous Air Pollutants from the Pulp and Paper Industry.

However, in accordance with the August 29, 2005 Federal Register (Volume 70, page 51050-1),
it is required to achieve compliance with the bleach plant provisions of 40 CFR 63.445 as
expeditiously as practicable but in no event later than 3 years from the issuance of the site-
specific Clean Water Act permit.

Pulping System MACT | (Emissions Unit No. 046):

Pulping System MACT I includes those sources regulated under MACT I: Nos. 1 and 2 Batch
Digester systems, the Turpentine Recovery system (includes the turpentine Condenser, Decanter,

Weir Box, and Underflow Tank), Multiple Effect Evaporator systems (Nos. 1-4), and the Pulping
Process Condensate Collection System.
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Condensates from the Digester blow vent condensing system, the Turpentine Recovery System,
the black liquor evaporator condensates from the MEE Systems (Nos. 1-4), and the NCG system
condensates are pumped through a closed piping system to the No. 1 lagoon for treatment to
remove HAPs.

High Volume, Low Concentration (HVLC) sources include the Nos. 1 and 2 Brown Stock
Washer systems. The aeration stabilization basin of the biological treatment system (the No. 1
Lagoon) is also included in this emissions unit as part of the Clean Condensate Alternative.

Brief description of changes authorized by Air Construction permit Nos. 1230001-023-AC/PSD-
FL-397 and 1230001-038-AC:

Permit No. 1230001-023-AC/PSD-FL-397

This permit authorizes the following work: conversion of the Nos. 2 and 3 Recovery
Boilers from direct contact evaporator units to low-odor, non-direct contact evaporator
units; permanent shutdown of the black liquor oxidation system once conversion of the
recovery boilers is complete; addition of two new forced-circulation/crystallizer black
liquor concentrators and a black liquor storage tank to the existing multiple effect
evaporator system; installation of a new 28 megawatt condensing steam turbine-electrical
generator set; and miscellaneous common system changes including piping, ductwork,
pumps, tanks, etc.

Permit No. 1230001-038-AC

This final air construction permit authorizes the Foley Mill - Bark Boiler No. 1
and Recovery Boiler No. 3 NG project. NG burners will be installed on the No. 1
Bark Boiler and the No. 3 Recovery Boiler burners will be converted to dual fuel
(fuel oil/natural gas) burners to diversify fuels available at these emission units.

After discussions with OPC representatives and representatives of Buckeye Florida, Limited
Partnership the request for a Compliance Plan in application for Title VV Air Operation Permit
Revision will be processed by the Office of Permitting and Compliance (OPC), Air Permitting
Section, Tallahassee, FL. The project (041) associated with this request in the NED office is
withdrawn.



