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1. Intreduction

Florida Rock Industries, Inc. (FRI) operates a limestone quarry and a cement
production facility at this location. Limestone is mined /stockpiled and then mixed
with other raw materials that provide an additional source of iron and aluminum, in
designed proportions, to produce a ground nixture of kiln feed. The additional raw
materials used will include coal ash, sand and mill scale. The kiln feed will have
sufficient chemical properties to produce climker when it 1s subjected to the high
temperatures 1n the preheater stages, precalciner and rotary kiln. The clinker
produced by the pyroprocess process is ground into finished cement. As the clinker
1s introduced into the finish (grinding) mill a small percentage of gypsum is added
to produce Portland cement.

FRI 1s committed to operating the facility in a manner that will comply with
applicable federal, state, and local environmental regulations and in harmony with
the surrounding community. FRI expects to operate at this location for many years.
To accomplish this, FRI has made regulatory compliance a corporate commitment.
This commitment is vigorously disseminated throughout the company, from the
top down.

2. Purpose

The purpose of this plan 1s to effectively operate and maintain baghouse; emission
control systems to meet or exceed the requirements of federal state and local
environmental regulations.

it is a regulatory requirement for FRI to develop and implement a baghouse
Operations & Maintenance Plan (O&M Plan) to ensure the effective operation of
the fabric filter emission control systems throughout the facility. The routine
monitoring and maintenance of emission control units is essential for the optimum
performance/capture efficiency of the units. The O&M plan will describe the
measures and procedures that must be followed to ensure that the emission control
units will achieve their designed operating efficiency throughout the life of the
units.

The facility has several permitted point sources (emission points), the majority of
which are fabric-filter dust collectors (baghouses). Baghouses are designed to
capture fine dust particles in various process gas streams and potential emissions
from material handling operations. Each baghouse system has been designed with
sufficient cloth area, airflow and captures velocities to control emission at specific
locations throughout the facility. While there are several mechanisms involved in
removing dust from the gas stream, the primary removal mechanism is filtration.
Particles are filtered from the gas stream by the filter fabric and a thin layer of dust
is formed on the surface of the fabric. The dust that accumulates on the fabric is
periodically removed or cleaned from the surface of the filter bags. Dust captured
in the emussion control units is returned to the process by totally enclosed

conveying mechanisms.
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The maintenance required for the mechanical aspects of the baghouse, and the
associated material handling devices, is incorporated into the plant wide
preventative maintenance (PM) program. This program has been established based
on manufacturer's suggested maintenance and the process experience of FRI
personnel.

3. Baghouse {(Dust Collector) Operating Principle

Baghouses work on the principle of filtration and they are mechanically straight
foreword 1n design. Conceptually, baghouses operate with a "clean side” and a
"dirty side" in terms of air handling. Keep them separate and the unit will perform
up to its maximum efficiency. Baghouses have a typical collection efficiency of
99+%. The dirty side of the bag 1s the side exposed to the incoming gas stream as it
enters the unit and the clean side is the side of the bag exposed to the gas stream, as
it exists the bag/unit. The filtered/clean air is discharged to the atmosphere.

As the dust-laden gas enters the unit, the gas stream slows down and a baffle
causes dispersion of the particles and turbulence in the gas stream. Larger particle
will settle out due to velocity reduction, impingement, and directional changes.
The finer dust particles will follow the gas stream and impact on the filter bag
outer surface of the bags. The primary and most efficient filtering of the gas stream
is accomplished by a thin dust coating on the surface of the bag, not the bag itself.
For this reason, new filter bags can initially have an excess emission or "bleed
through" of sub-micron size particles even with proper start-up procedures.
However, this bleed through will typically be short lived and will decrease as a
dust cake is formed on the filtering surface of the bag. This thin layer of dust cake
will not, and should not, be removed during the normal cleaning process.
Excessive cleaning may partially remove this dust cake and cause bleed through of
sub-micron size particles.

All of the baghouses in the facility are pulsejet type units (Figure 10.) Pulsejet type
units clean the bags by allowing a jet of compressed air to blow through a tube
(blow tube) with outlet holes that are centered above each bag in the row of bags
along the tube. The jet of air enters the bag through a venturi, which increases the
velocity of the air. The jet of air expands/flexes the bag, in a wave motion, down
the length of the bag causing accumulated dust to be dislodged from the bag’s
surface. There is some additional cleaning of dust-laden surfaces caused by the
sonic and ultrasonic sound produced by the jet of compressed air. The compressed
air 15 supplied through a header attached to the blow tubes. The blow tube/header
connection has a diaphragm that controls the release of compressed air into each
blow tube, via a timer. The on and off time of the cleaning cycles and the duration
of the pulsejet for each row of bags, is controlled by a timer and solenoids. This
method of cleaning is continuous and only the row(s) being cleaned are

momentarily offline.
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4. Gas/Air Flow

Gas/air is moved through a dust coliector by either of two methods, suction or
pressure. In a suction system, a fan is installed downstream of the baghouse to
draw or induce gas flow through the dust collector from the ventilated source(s). In
a pressure system, a fan immediately upstream of the baghouse draws air from the
ventilated point{s) and forces (forced draft) the gas through the dust collector. FRI
baghouses are equipped with suction or induced draft (ID) fans, where the fan is
downstream of the baghouse. The 1D fan system is preferable because it maintains
a negative pressure {vacuum) on the entire system upstream of the fan and air will
be drawn mnto the system at any point of potential leakage. Where the forced draft
systermn will blow air/dust out at any point of leakage, downstream of the fan.

5. Cleaning Cycle

The cleaning cycle 1s very important to the effectiveness of a dust collector. If the
bags of a dust collector are not periodically cleaned the dust collector will
gradually lose its ability to capture emission as the airflow through the system
decreases. All of the baghouses at the facility are self-cleaning, pulsejet type units.
Through this self-cleaning capability, the ecquipment is able to operate
continuously, without losing collection efficiency, because, only a row or a limited
number of rows, at any given time, will be off-line during the cleaning cycle.
When the cleaning cycle i1s mitiated, the pulse valve/diaphragm on one or more
rows opens to mject a short blast of compressed air through blow tubes and down
mmto the bags from the clean airside. This pulse of compressed air sends shock
wave along the length of the filter bag surfaces, flexing and expanding each bag to
break loose accumulated dust on the outer surface. The duration of this pulse is
extremely brief, typically less than 100 milliseconds.

The cleaning cycle will continue from row to row, preferably non-sequentially,
until all rows have been cleaned. The frequency with which the cleaning cycle 1s
repeated s a function of settings made at the timer and of the external controls
connected to the timer. The row(s) out of service during the cleaning cycle will be
out of service for only milliseconds. The other rows remain in operation and the
filtering process continues without interruption. The total time that is required to
clean a complete dust collector is dependent upon the number of rows in the
baghouse and the time interval between the cleaning of each row or rows. The
frequency of cleaning cycle will be a function of the system air volume, process
conditions, characteristics of dust and grain loading. After the baghouse has
operated, with factory setting, in 1ts normal environment, the differential pressure
gauge (Magnehelic or Photohelic) should be observed for correct pressure drop.
The timer on/off setting may be adjusted as necessary to cbtain the desired results.
A typical range of operating pressure drop is two (2"} inches to ten (10") inches
across the baghouse. However, there are, many process variables that may cause
the baghouse to operate out side this range and still effectively control emissions.
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6. Timer, Control & Differential Pressure Gauge

The function of the trmer 18 (1) to automatically sequence the cleaning of the rows
in the dust collector, (2) to control the time-period that a pulse valve is open and
(3) to control the time interval between cleaning cycles. In performing its function,
the timer activates the solenoid(s), which controls a pulse wvalve, on a
predetermined time-period. The timer can be connected to operate in either of two
modes: (1) On a continuous cycling basis (standard), or (2) in conjunction with a
differential pressure switch. In the first mode, the timer operates on a predefined
cycle, continuously, as long as power 1s applied to the timer.

in the second mode, the cleaning cycle is controlled by a differential pressure
switch (Photohelic), which determines when the cleaning cycles is activated and
deactivated based on the pressure drop of the unit. The cleaning cycle 1s activated
whenever the pressure drop across the dust collector exceeds a preset value (high
set point) on the photohelic. The cleaning cycle will continue until the differential
pressure across the baghouse 1s sufficiently lowered to close the contacts of the low
set point. This cycle will be repeated each time the high set point confacts are
closed.

The taps for the connections of either type of gauge, negative and positive, are
located directly above and below the tube sheet of the baghouse. Tubing 18 used to
connect these taps to the gauges and indicate the differential during operation.
These gauges can indicate unusual differential pressure conditions, which may be
the first signal of unit operational problems. The Magnehelic gauge is an indicator
only; it has no capacity to control the operation of the timer/cleaning cycle.

7. Differential Pressure Switch

A differential pressure switch or gauge/switch combination device (Photohelic) is
installed on two of baghouses for the coal grinding operation. The Photohelic is
equipped with dual set points, a high and a Tow. It will automatically activate the
timer to initiate a cleaning cycle whenever the differential pressure (Delta P) across
the dust collector reaches high set point and activates the time/cleaning cycle and
deactivate the timer when the Delta P reaches the low set point. Once activated the
timer functions to clean rows of the umit until specified low-pressure differential is
reached and high set point contacts open to shut off the timer. A switch of this type
1s normally used when the dust loading 1s intermittent, not heavy enough to require
continuous cleaning or when the unit also functions as a material surge bin.
Merrick baghouses on coal grinding system are equipped with Photohelic gauges.

8. Pulse Valve/Diaphragm
The pulse valve, of a pulsejet baghouse, introduces the blast of compressed air
through the blow tube and into the clean airside of the bags to dislodge the dust
from the outer surface of the bags. The timer determines on/off cycling of the valve
and the duration of the pulse. The pulse valve 1s an internally ported diaphragm
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valve. Control air acts on the larger, upper surface of the diaphragm to keep the
valve closed against the air from the compressed air mantfold. When the solenotd
1s energized, the control air on the topside of the valve 1s vented to the atmosphere
and the force is no longer sufficient to hold the valve closed against the air acting
from below. The diaphragm 1s forced to the open position and the air blasts
through the valve into the blow tube. When the timer de-energizes the solenoid, the
topside of the valve is no longer vented, so the pressure immediately increases to
close the diaphragm and stop the flow of compressed air through the blow tube.
The operation takes place in a fraction of a second. Solenoids that control the pulse
valves are typically located in a common junction box or boxes.

9. Compressed Air Header

The function of the compressed air header 1s to distribute an adequate supply of
compressed air to the blow tubes when the pulse valve opens. The header for each
unit has been designed to be compatible, in size, with the compressed air demand
for each unit and 1s located as close as possible to the pulse valves to minimize the
pressure drop from the header to the points of use. The air header is equipped with
a pressure gauge and a drain valve. Compressed air supply for the header should be
relatively dry and at approximately 80 - 100 psi.

16. Blowtube

The blow tube is a length of pipe located at the discharge side of the pulse valve/air
header, centered above a row of bags, with orifice holes spaced equally along the
pipe the under side of the pipe at the approximate center of each bag. When the
pulse valve diaphragm opens, a surge of compressed air is expelled mto the blow
tube and discharges through the orifice holes at high velocities. This high velocity
air from each orifice sets up an induced secondary airflow as it passes through the
venturi. The airflow into the bag causes a combination of an instantaneous shock
wave and reverse airflow down the length of the bag releasing the collected dust.
In a top-access dust collector, the blow tubes are removable to permit installation
or removal of the filter bags and cages.

11. [Enitial Baghouse Start-Up (With New Filter Bags)

After an nspection of baghouse system has verified all bags are installed, covers,
doors, access hatches are in place, the compressed air 1s supplied is on and the 1D
(induced draft) is operable; the start-up sequence may begin. The baghouse
materials handling devices should be started first. Where system is equipped with
dampers, mlet and or outlet, the flow should be controlled to no more than 25% of
design, if practical, but no more that 50% percent open during start-up. This allows
the bags to gradually build a dust cake and prevent impingement of dust particles
into the fabric and excessive bleed through, due the low resistance to flow of the
new bags. When Delta P across baghouse reaches one (1) to two (2) inches
pressure drop, the dampers may gradually be opened to the desired position.
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The use of dampers or blast gates would be the desired method of airflow
reduction even if they must be installed. Furthermore, a dust collection system with
multiple and/or remote pick-up points may require such devices to balance the air
flow(s) for maximum capture efficiency. Obviously, this procedure would need to
be completed under low process material flow/output conditions. The start-up
sequence may be completed prior to process start-up by manually introducing a
pre-coat material into the system immediately upstream of the baghouse inlet.

During either of the above start-up sequences, the timer should be turned off until
desired pressure drop 1s achieved and the unit is operating at the expected flow
rate. If the bags have been pre-coated, the baghouse system would not require any
stepped sequence for start-up other than those associated with process/operation
start -up sequence.

12. Baghouse Shutdown Sequence

The shut down sequence is the reverse of the start-up. The process/material flow
should be shut down first and baghouse system is shut down last. Under a
controlled shut down, when the potential for process emissions have sufficiently
diminished the baghouse should be allowed to run, with the cleaning cycle turned
off, for approximately one (1) hour, where the is system venting an operation that
has the potential to produce a steam plum and approximately 15-minutes on other
units, where practical. This will allow the system sufficient time to evacuate any
moisture-laden gases that may cause condensation and possible bag damage and/or
increased pressure. If a prolonged shut down period is anticipated, material-
conveying devices should be emptied.

13. Filter Bag Replacement

Filter bags, in the correct application, may have a useful life of one (1) to four (4)
years, depending on the chemical and physical nature on the gas stream. However,
bag wear is usually gradual and through routine inspections, you must establish the
expected bag life for specific baghouse units. Premature bag failure is usually
attributable to either chemical attack, degradation due to high temperature,
physical damage or imperfection in the bag material. Abnormal wear can be caused
by a number of factors. It may be due to vary abrasive materials, excessive
cleaning, or incorrect fabric type. Operating a baghouse with broken/failed bags
will not only allow excess emission into the atmosphere, it will also cause
abrading/failure of adjacent bags and may damage the ID fan. Once the expected
bag life of each unit has been determined, through operating experience, the bags
in the units can be changed out on a predetermined schedule to minimize the
potential of bag failure due to age alone. Prior to a scheduled bag change out, of
the entire unit, damaged or broken bags will changed/replaced as needed.
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Established safety precautions should always be taken during the replacement of
bags and/or baghouse entry. Precautions must be taken to minimize employee
exposure to potential hazards.

13.1 Pulse Jet Baghouse —~ Bag Replacement

The pulseiet baghouses have top entry/access for the inspection and/or replacement
of filter bags. To mspect for bag leakage or bag replacement the doors/covers at the
access point of the unit must be opened or removed for access to the bags.

To remove and/or replace a bag the blow tube must be removed. When a bag is
replaced, care must be taken to insure that the bag collar is properly seated in the
tube sheet (see Figure 2, Top-Access) to prevent dust leaks during operation. In the
pulse jet units, the edge of the opening n the tube sheet must fit firmly into the
groove in the bag collar. Each bag s seated in the tube sheet by a snap ring that is
sewn nto the bag collar. This snap ring must be flexed mward to remove or
replace a bag. The bag cage for the pulse jet umts, which keeps the bag from
collapsing, has a built-in venturi. The cage must be removed to replace the bag.
When a bag 1s instalied, the bag is mserted into the hole of the tub sheet and slowly
fed down until the collar of the bag is at the tube sheet opening.

The new bag is flat when it 1s unrolled and should be folded together to minimize
scraping the surface of the bag on the edges of the tube sheet opening, as you feed
it into the hole. When the collar of the bag reaches the tube sheet, flex the snap ring
mward to allow the collar to fit into the hole of the tube sheet, however, you should
always set the seam of the bag against the tube sheet when the snap ring is flexed.
The snap ring has a small grove that must mate with the edge of the tube sheet as
you release the flex 1n the snap ring (see Figure 3). The collar of the bag must fit
snugly agamst the entire circumference of the tub sheet opening, if not the dirty air
will leak through to the clean air side/plenum. The snap ring-tube sheet interface is
the dirty air seal between the baghouse interior and the clean air plenum. If the
snap ring does not fit snugly against the tube sheet, (has a small bulge in the snap
ring) tap on the inside surface of the snap ring with vour hand or a small rubber
mallet to force the snap ring against the tube sheet. After the bag(s) is installed and
properly seated in the tube sheet the cage may be mserted into the bag (see Figure
4 & 5). If the cage is difficult to insert into the bag it is likely that the snap ring is
not properly seated and the opening at the bag collar is too small for the cage io fit,
When the cage is mstalled, lower the cage gently mto the bag until the flange of the
cage is in contact with the tube sheet.

13.2 Reverse Jet Collector — Filter Replacement

The envelope-style filter 1s fitted over the wire-frame and held in place with a snap
ring. The filter/frame assembly is lowered and secured in the seal-frame’s recessed
slots.
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14. Weekly Baghouse Inspection

The units should be checked a minimum of once weekly for performance and
operation effectiveness. At a minimum, the inspection should include noting the
differential pressure (Delta P) across the baghouse, operation of timer sequence,
solenoid operation, diaphragm valve operation, hopper discharge, and stack visible
emissions (VE). During the inspection, also listen for the pulsing of the blow tubes
to verify diaphragm operation. You should also listen for unusual noises and/or
vibration from the fan. A zero Delia P reading on an operating baghouse may be an
indication of a plugged line, typically on the dirty side of the baghouse, the
upstream or underside of the tub sheet. When both lines are clear and the gauge 1s,
operating normally there will be a slight positive deflection in the reading each
time a row 1s cleaned/pulsed.

During the inspection also check the pressure at the compressed air header,
bleed/drain the compressed air header, and verifying that the hopper is empty.
Hoppers without a bindicator/level indicator must be sounded by tapping on the
hepper/access door with a metal object to determine the presence of material build
up. If the unit is insulated you may sound the area of the hopper discharge, screw
conveyor inlet point, or check the flop gates (where applicable).

15. Monthly Baghouse Check

At least once monthly, you should check the access doors/hatches for leaks, check
air lines and fittings for leaks, and verify the operation of the rotary airlock, screw
conveyor or other associated dust removal devices. Since these are typically
enclosed systems, check to see that the airlock/motor 1s turming and the tilt or flop
gates are allowing material removal from the hopper. Check the screw conveyor
and drive motor for operation. Where practical, you should check the screw
conveyor at both ends to verify that a shaft or coupling is not broken, although
such a condition may be indicated by an over heating or high Amp condition of the
drive motor.

16. Quarterly and Yearly Baghouse Checks

The baghouse should be checked quarterly and yearly for leaks and/or corrosion of
the housing (interior and exterior), check the tube sheet for material build up and
deterioration, condition of bags, alignment of blowpipe, dampers and the condition
and tension of drive belts on the fan and material removal devices. You should also
verify the cleaning cycle of the baghouse, i.e. is each selenoid firing and that each
row in the unit is being cleaned.

Make a general check of the baghouse support structure, access ladders/cages, the
platforms/baghouse roof, and the handrails.
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7. Visible Emission/Opacity

A baghouse system will usually lack sufficient moisture/water vapor to cause a
steam plume and should otherwise have virtually no visible emissions (VE) from
the baghouse discharge point. However, even with low moisture, hot stacks gas,
relative to ambient conditions, there can be a detached steam plume during
conditions of low ambient temperature and sufficient hurmdity. Otherwise, the
baghouse discharge will remain clear (no VE) unless there 1s a failure in the filter
medium or a leak occurs between the clean and dirty sides of the unit,

The opacity/visible emission (VE} allowable for all baghouses is five (5} percent.
Opacity 1s essentially a measurement or indication of the amount of light
obscured/scattered by particles in the exit gas stream. The measurement of opacity
is made either by an in stack-monitoring device or by the unaided human eye, for
baghouse opacity determinations it will be the latter. Opacity is measured over a
range of zero (0) to one hundred (100) percent. A trained observer can make
opacity determinations over a wide percentage range. However, observations in the
ten (10) percent and below range can be very subjective. Furthermore, when
observing opacity 1n the low ranges factors such as sunlight, background color, and
the position of the observer relative to the source can greatly bias the results.

Compliance of a point source with an opacity standard 1s determined by averaging
six- muinute observations, over a 2 or | hour period, taking a reading at a rate of
four per minute, which will allow the observer to detect potential changes in
opacity due to process variations and/or cleaning events. Particularly for pulse jet
baghouses, it is not out of the ordinary to see an increase in opacity after a cleaning
event takes place even with the system in good condition. However, this increase
sometimes may not be perceptible by the observer.

On each day that the finish mill is operated, a 6-minute-long VE (EPA Method 22
test) must be conducted of the air separator and mill sweep baghouses. And in
each month, a 1-minute-long VE (EPA Method 22 test} must be conducted for
each of the baghouses except the finish mill’s air sweep and air separator. This
method 1s used only to determine the presence of visible emissions and not the
opacity of the emissions; therefore, the observer does not have to be certified for
VE testing. An employee familiar with the process and the principles of baghouse
operation can perform the observation.

The employee should position himself at least 15 feet from the emission point and
where the sun is not directly in the eyes of the observer. Fill in the pre-drawn
observation form and note the start time. Observe the emission point continuously
for the required period, then note the end time of the observation. You will need
two stopwatches for this method. Use one stopwatch to monitor the duration. If
there must be a break in the observation period, then stop the watch without
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resetting the elapsed time. Restart the watch when the observation period begins
again. The second stopwatch will be used to record the duration of visible
emissions, il any. Start the second stopwatch when you observe visible emissions
and stop the watch when the visible emissions stop. Repeat this procedure each
time you observe visible emissions. At end of the observation period, the time
accumulated on this second watch shows the total time that emissions were seen.

It visible emissions are observed during a Method 22 test, then a G-minute-long
Method 9 test must be conducted on the unit within one hour of the observed
emisstons. The production shift supervisor and preduction coordinator maintain
certification to complete this Method 9 test.

18. Corrective Measures

When a baghouse is continuously over the opacity limit (5%) it is imperative that it
and the process it controls is taken off line as soon as possible, so that the source of
the problem can be determined and corrected. In the cement-manufacturing
process, due to the particle size of the material captured, a one-quarter (1/4) inch
hole 1s a single bag can cause an opacity that is excess of 5%. When a unit is out of
compliance, it should be taken off line within thirty (30) minutes, where the
process conditions allow.

With the top-entry type of baghouse, the general area of the bag(s) failure may be
determined, relatively quickly, by a visual inspection of the tube sheet. The area of
the failure may be indicated by an unusual accumulation of dust on the tube sheet.
Failures that produce opacity m the 5% range may not be easily detected with a
visual mspection of the tube sheet. You may need a trace dye and a black light to
pinpoint less obvious/minor bag leaks and dirty side to clean side breaches. The
trace dye must be miroduced into the baghouse, upstream of the unit, while it is in
operation. Before or immediately after the baghouse and/or the associated process
are taken off-line, the Production Manager and/or the Plant Manager should be
notified.

Once the decision is made to take the unit off-line the appropriate amount of trace
dye should introduced into the inlet ductwork of the baghouse (see trace dye
instructions). For the best results, the typical recommended usage for the trace dye
1s 0.1 1bs. for every 100 square feet of filter cloth or 1 1bs./1000 fi”2 of cloth. Then
you may initiate the associated process shut down. Baghouse operation should
continue until the process emissions have ceased/stabilized. When process
emissions are nunimized, the baghouse can be shut down to perform a check of the
clean side of the tube sheet, using the black light. With the black light, you may see
traces of the dye over a significant area if the bag leak is a large one. However, by
shining the black into the bags or along the bag surface, the bag (s) with the
leak/hole will have substantial coating/glow from the trace dye at a hole or breach.
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When the bag(s)/cage(s) with the indicated leak have been removed, any
accumulated dust near the tube sheet cell opening should be pushed into the
opening(s) or otherwise removed. It is recommended that the remainder of the dust
on the tube sheet be vacuumed up prior to closing the umit for start up. Be sure to
remove all old bags and any other objects and materials used during the bag
change out to avoid the potential of something being pulled into the fan or
plugging material outlets. Before the doors are closed, make sure that the seal areas
for the doors are free of dust build up and channels between door areas are cleaned.

With the bags replaced and the clean up activities complete, the baghouse may be
closed. The baghouse mapping forms are then updated for future reference
(Attachment 1.y Be sure to tighten all of the hold-downs for the doors and covers.
When the baghouse i1s brought back on line the doors and hatches should be
checked for signs of leakage. When the process is back on line, allow the system to
run approximately one (1) hour, if the unit is not obvicusly out of compliance, to
allow the new bags to become coated and clear out any remaining dust, from the
initial leak, downstream of the baghouse. At this point, if the opacity at the
baghouse exit is not continuously greater than 5% you should then conduct a ten-
(10) minute VE observation. If the unit is in compliance, other than documenting
the event and notifying the appropriate manager(s), no further action is needed. If
the unit is not in compliance, you must repeat the corrective measures.

19. Troubleshooting (Quick Reference)

The main indicator of potential baghouse problems is the Magnahelic (differential
pressure) gauge. Depending on factors such as grain loading, gas temperature, and
air-to-cloth ratio, the operating rage for pressure drop across the unit will typically
be two (2) to six (6) inches of pressure drop. In most cases, a Delta P outside this
range will be an indication that an operational may problem exists. However, a
baghouse with new bags or very low grain loading may have a differential pressure
of less than one (1). The following is a brief summary of items or condition to
check when a baghouse 1s not functioning as it should.

A. Excessive Pressure Drop

-Check the line connections at the differential pressure gauge and af the
baghouse.

-Clean out the lines by blowing compressed air through the hnes.
-Check the timer for proper operation/initiation of the cleaning cyclie(s).
-Check compressed air header for correct pressure (80 to 100 PSI)
-Check solenoid valves for function and sequencing
-Check for loose wiring
-Check for dirt in solenoid valve
-Check diaphragm valve for dirt or ruptured diaphragm
-Check for excessive moisture in the compressed air system or in the gas
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steam from condensation or ambient sources (rain or high humidity).
-Check the temperature of the baghouse. (Operating below the dew point of
the gas stream will cause condensation. )

B. Extremely Low Pressure Drop

-Check the line connections at the differential pressure gauge and at
the baghouse.

-Clean out the lines by blowing compressed air through the lines.

-Check the fan for proper operation and flow

-Check for leaks in the system, particularly on the clean airside.

-If the VE on the stack/exit point is in question or excessive, there may
be broken bag(s) in the unit or improperly installed bags.

(. Secondary Dusting (Dirty Exhaust Air/Visible Emissions)

-At nitial start up, if unit 1s not brought online by the prescribed procedure,
there may be secondary dusting for several hours after start up. This
condition will subside as the dust cake is established on the bags.

-Check bags for proper installation and or broken bags.

For additional measures, see Attachment | {Maintenance Troubleshooting).
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Attachment

Maintenance Troubleshooting
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LUBRTCATION

For convenience and to avoid oversights, a check list identifying
all points of lubrication and the lubricants to be used should be
prepared for all eguipment reguiring lubrication. The list should
also  include the procedures and seguences +to be followed,
Establish a lubrication schedule in accordance with <the
manufacturer’s recommendations and with experience gained from the
specific installation and application. The required information is
provided on the equipment itself or in the associated
documentation. Consult the factory representative if unusual
problems are encountersd.

AIR BEADER DRATNAGE

Periodically open the drain valve on the comprassed air header to
blow out accumulated moisture. The frequency regquired will vary
depending on the guality of the compressed air, but the amount of
water collected in the header should not be allowed to exceesd 1/4
of the volume of the header. It is not necessary to stop the
equipment because guantity of air lost over the timer interval
required will not reduce the cperating pressure sufficiently to
hinder operation. For ease of maintenance, it is desirable to
extend the pipe and valve down to grade of easy access to draining.

BAG WEAR

Bag wear is usually gradual and, depending on the application, the
1ife of a bag ranges from one to four years. Fremature bag failure
is usually attributable to either a chemical attack, degradation
due to high temperature or physical damage. Should such an event
occur, contact the factory for advice.

Abnormal wear can be caused by a number of factors. In some
instances, very abrasive materials can cause wear at the bottom of
. the bags. An increase in system volume can cause a higher veleccity
and thereby increase abrasion. Contact the factory for advice.

Gas temperatures exceeding the maximum allowed for a given fabric
will cause deterioration. The maximunm operating temperature for
polypropylene is 200°F; for polyester it is 275°F; for Nomex it is
400°F; for fiberglass it is 500°F. The dust collector should not
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be operated with broken bags. In addition to letting dust get
through to the atmosphere, operating with broken bags for a period
of time permits a quantity of dust to accumulate in the clean gas
pienum. The compressed air from the pulse valves drives this dust
into other bags, abrading them from the top, and hastening general
bag failure throughout the collector.

BAC RBFPATR

When a bag becomes worn in small areas it can be patched using part
of an old bag or a piece of new material of the same type. The
patch is made by cementing the material over the worn area using a
silicone rubber compound which is compatible with the temperature
of the operation and the chemical characteristics of the dust,

BAG REMOVAL AND REPLACEMENT

Access to the bags is through the top plenun door for top-access
units or on the side of the dust collector for bottom-access units,
aiter the dust collector system is shut down and the timer is
turned off.

TOP ACCESS BAG REMOVAL

Loosen the coupling nuts and remove the blowtubes above the bags
which must be removed. Lift the cage assemblies ocut of the bags
using care when handling to avoid bag damage. Grip the bag collar
with both hands and squeeze it into a kidney shape to release
tension and then pull up on the bag. Lift the bag out when the bag
collar is free of the hole in the tube sheet.

Replace the bags in the manner detailed in the paragrapn entitled
BAG INSTALLATION.

BOTTOM ACCESS BAG REMOVAL

Remove the clamp which securss the bag to the collar. The bag and
cage can now be removed from the collar and taken out of the
cecllector. Replacing bags is accomplished in the manner detailed
in the paragraph entitled BAG INSTALLATION.
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TIMER

The solid-state timer does not usually reguire any schedulegd
maintenance.

DIFFERENTIAL PRESSURE GAUGE

If the differential pressure reading is higher or lower than
normal, the connecting lines should be checked to be sure they ars
noet p7ugge@ with dust. A plugged line can alsoc be detected if the
gauge needle does not move when a row is being cleaned. If its
diaphragm or working parts are broken, replace the gauge according
to the instructions supplied.

DIFFERENTIAL PRESSURE SWITCH

Maintenance of the differential pressure switch is performed in
accordance with instructions provided by its manufacturer. In the
event of malfunction, verify that the lines are not obstructed and
that there are no leaks at any of the connections.

SOLENOID VAIVES

Maintenance on the solenocid valves for the pulse valves is to be
performed in accordance with instructions provided by the
manufacturer.

PULSE VAIVE

The pulse valve is a diaphragm valve in which the diaphragm and
spring are the only operating parts. To replace them, the high
pressure alr supply must be shut off and timer de- enerngQd before
attempting to service valves, Disconnect the air line between
diaphragm valve and scolenoid valve. Remove cap screws which secure
the bonnet to the body. Lift bonnet from body. A cross-section
drawing is provided for reference.

Reassembly the valve with a new diaphragm and spring, secure the

bonnet and connect the air line. Supply high pressure air,
energize the timer, and check valve operation.
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GENERAL
The following paragraphs identify the common indications of trouble

which may be encountered and serve as a guide for taking corrective
action.

L0SS CF VENTILATION

A complete loss of ventilation usually indicates that the fan is
not operating. Check for a motor overload condition or the loss of
main power.

EXCESSIVE PRESSURE DROP

An excessive pressure drop can cause a loss of wventilation
attributable to some condition at the dust collecteor. The probable
causes are that:

® A pulse valve is not operating.
® There is a timer malfunction
2 The air pressure is too low, thus causing insufficient

pulse cleaning.
s Moisture is blinding the filter bags.

® Gas flow is greater than systenm design.

LNOPERATIVE PULSE VALVE

The failure of a pulse valve to operate can have several causes,
If it is totally inactive, check the solenocid coil on the centrol
~valve, the timer, and related connections, Check the pressure
gauge at the compressed air header to see if air pressure is being
maintained at an adequate level or is under a constant, axcassive
drain. Low pressure at the header could indicate trouble in the
compressed air supply to the dust collector. A constant drain may
indicate a broken diaphragm, and this usually can be heard at the
faulty valve. However, the problem is usually attributable to the
orifices in the control wvalve having become plugged with dirt
coming through the compresszed air lines. In this case, the valve
will have to be disassembled and cleaned in the manner detailed in
the paragraph entitled PULSE VALVE.



DUST IN EYHAUST

Generally, dust in the exhaust is an indicatioen of broken bags.
Ingpect the bags in each row to locate fajilures. Replace broken
bags in accordance with the procedure defined in the installation
section. Continuous dust-laden exhaust can result from improper
bag seal allowing dust-laden air to seep between the bag and the
tube sheet into the clean air plenun. Refer to the BAG
INSTALLATION paragraph for instructions.

It is not uncommon to notice a slight haze in the filtered gas at
start-up, after new bags have been installed, or after a row hac
been cleaned. Some fabrics when new or freshly cleaned allow fine
dust particles to pass through for a brief period. This bleed-
through can sometimes be seen as a haze in the clean gas discharge.
The condition is momentary and regquires no corrective action.

HOISTURE INFITLTRATION

A dust collector is a dry collection device. Care must he taken to
prevent the entrance of moisture. Particularly dust ccllectors
which operate with negative static pressure, moisture will enter at
any point that is not sealed. If an area becomes suspect, it
should be cleaned and caulked with an epoxy or silicone rubber
building sealant. Moisture or condensation can also occur if the
gas temperature is allowed to drop below the dew point. This
condition should be avoided.

HIGH TEMPERATURE CONDITIONS

The operation of high temperature systems tends to be critical.
Usually, they involve filtering gases that are the products of
combustion and contain moisture and other vapors which could
condense on the bags under certain adverse conditions. When such
condensation occcurs, the bags can no longer filter the gas flow
stops, and the pressure differential increases drastically.
Contact Fuller-Kovako if such problems arise for recommendations,

In addition, the relationship between the fan and its operating
temperature, the static pressure, and the gas temperature require
special consideration. If imbalances or variations beyond those
expected occur, problems such as inadequate ventilation, excessive
pressure on the dust collector housing, or overloading of the bags
and fan motor are possibilities. Contact Fuller-Kovake if
deviaticons from the design conditions appear to be creating
problems in performance.
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SYMPTOM

No a-c power

No pulse ocutput

One row does
not clean

Erratic time
cycle

TROUBLESHOOTING GUIDE

PROBABLE CAUSE

Fuze blown

Control circuit open

Differential pressure

Timer beard has bad
triac

OFF TIME

Sclencid valve

Timer beoard

26

COERECTION

Replace the fuss

Control circuits
must be clossd

Jumper Pressure
switch terminals
un t i 1 Tt h e

differentialil
pressurs switch can
be replaced.

Replace timer board

Check resistance 0-1
maegohm

Without

disconnecting lead
to  solencid vwvalve
uge test light or
voltmeter to
determine if output
1s available.
CGutput should be 115
velis when turned on
and © volts when
turned off '

Apply 115 volts from
terminal Ll to
determine irf
solenoid valve is
working.

Move potentiometers
through complete
range several times.



Attachment 2

Facility Baghouse Listing
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Attachment 3

Baghouse Inspection Forms




Daily Baghouse Inspection

Date: Inspected By:
Emission| Solencid | Diaphragm | Material
Equip.| Delta P Point Valves * | Walves* | Discharge Fan
Baghoues Mo. | Reading VE OK QK OK Oper.

Finish Mill No. 1 {East} NO9

Finish Mill No. 2 {West) Mi2

Finish Mill No, 3 {Scuth) g1

Aeropol @ Homogenizing Sile E28

Homogenizing Silo Mo, 1 - inlet GO0y

Homogenizing Silo No. 2 - Qutlet HO8

Coal Mill No. 1 - North 517

Coal Mill No. 2 - South 517

Coal Mili No. 3 - East 521

Clinker Cooler Discharge Lg3

Clinker Silo - Inlet LG6

Lime/Gyp. Conveyor Discharge Mo8

Cement Silo inlst Ko. 1 (East) Q25

Cement Silo Inlet No. Z {West) Q26

Truck Load-Cut No.1 {(North) Q4

Truck Load-Out No.2 (South}) Q17

Railcar Load-Out G21

Packing Plant R1Z

Clinker-to Railcar/Truck Loadout  |M19-04

* - Spot check, not for each row of unit

During the inspection you must note required readings and verify the operation of the items listed and enter

check marks as appropriate. For any item not operating or functioning as it should enter "N¢" and follow up

with the area/shift supervisor so that appropriate action and/or repairs may be initiated.

Coal Mill baghouses discharge into the Clinker Cooler Stack

Notes:

File: BH Daily xls




Weekly Baghouse Inspection

Date: inspected By:
Air Water In Hopper Access
Equip. | Header | Filter/Trap | Filter/Trap | Bindicator | Doors
Baghouse No. PSi "Yes" or "No"| Emptied CK OK

Finish Mill Ne. 1 (East) NOY

Finish Mill No. 2 (West) N12

Finish Mill No. 3 (South) N91

Aeropol @ Homogenizing Silc E28

Homogenizing Silo No. 1 - Inlet GO7

Homogenizing Sifo No. 2 - Qutlet HO8

Coal Mill No. 1 - North S17

Coal Mill No. 2 - South S1i7

Coal Mill No. 3 - East $21

Clinker Cooler Discharge L03

Clinker Siio - inlet L06

Lime/Gyp. Conveyor Bischarge MO8

Cement 8Silo inlet No. 1 {(East} Q25

Cement Silo Inlet No. 2 {West) {26

Truck Load-Out No.1 (North) Q14

Truck Load-Out No.2 (South) Q17

Railcar Load-Qut Q21

Packing Plant R12

Clinker-to Railcar/Truck Loadout M15-04

During the inspection you must verify the operation of the items listed and enter check marks or Yes or

No; as appropriate. For any item not operating or functicning as it shouid enter "No" and follow up with

the area/shift supervisor so that appropriate action and/or repairs may be initiated.

Notes:

File; BH Weekly.xIs




Monthly Baghouse inspection

Date: inspected By:
Conveying
Rotary Screw Fiop Device
Eguip. | AlrLock | Conveyor Gate | Air Slide| Damper Covers
Baghouse No. "OK oK™ “OR” CK oK QK"

Finish Mill No. 1 (East} NOS

Finish Mill No. 2 {West)} Ni2

Finish Mill No. 3 {South) NGt

Asropol @ Homogenizing Silo E28

Homogenizing Silo No. 1 - Inlet Go7

Homeogenizing Silo No, 2 - Outiet HO8

Coal Mill No. 1 - North 517

Coal Mill No. 2 - Scuth 517

Coal Mill No. 3 - East 321

Clinker Cooler Discharge LO3

Clinker Silo - Inlet L6

Clinker Siio 2 - inlet L8

Lime/Gyp. Conveyor Discharge MG38

Cement Silo Inlet No. 1 (East) (25

Cement Siio inlet No. 2 (West) Q26

Truck Load-Out No.1 {North} Q4

Truck Load-Out No.2 {(South) Q17

Railcar Load-Out Q21

Packing Plant Ri2

Clinker-to Railcar/Truck Loadout M19-04

During the inspection you must verify the operation of the items listed and enter check marks or Yes or
MNo; as appropriate. For any item not operating or functioning as it shouid enter "No” and follow up with
the area/shifi supervisor so that appropriate action and/or repairs may be initiated. Enter "N/A”" for items

not a part of the unit.

Notes:

File: BH Monthly.xls
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Attachment 4

Baghouse Mapping Forms
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Baghouse Bag instaliation Maps - 1

installed By: Date:
Comp. Air Header

Q101 Q1010101 A 48 - Bag Unit No.
CTO0 0010101 B Aeropol @ Blend Silo E28-01
OO0 010101 C - Clinker Cooler Conv./Breaker LO3-01
1010100101 D18 Poldos HO&-01
10100100 E & Truck Load-out (N} Q14-01
Ololtololol O] F |~ Truck Load-out (S) 017-01
|l 010|006
1O 0O 10101 H

IRowNo. | + [ 21T a3l a] 57T 61

{

Installed By: Date:

Comp. Air Header

CroOo1 010101070101 A 64 - Bag Unit No.
1001010101010 B Clinker Silo No. 1 (M) L0B-01
101010100100 cC - Clinker Silo No. ($) 1.08-01
0101010101 01010 |1 D8 Limestone/Gyp Conveyor M08-01
1O 0101010 OO E §
QL0101 010101010 F
O 010 1O0O1TOT010O100 G
OO O1O0OLO]10OT0F0H

lRowNo.| 1 | 2| 3] alsis6i 718

£

“XK" out the bag({s) replaced and indicate the unit{s) in which the change took place
i bags in multiple units of the same size are changed on the same day, use a separate sheet for sach unit

File: Bag Replacement Maps-1.xls




Bag Replacement Maps - 2

Instafled By: Date:
Comp. Air Header
CITO| OO0 CIO1TOCTO!I OO A
CLTO 0010007010108 100 - Bags Unit
CTOT 00010000 C Finish Mill No. 3 (B} NS1-01
OO 0101000010101 D .
OO 0101000010107 E|Z
ololojolololololololr| &
olololololo]Jojolololel”
Q1O 01010101 0CHOLOT0H
1O 0001010101070 1
ClOl OO0 O0FOLOCLTO O J
RowNo | 1 | 2 1 31 41 5161 718189110
i
installed By: Daie:
Comp. Air Header
OO0 O01l 01001010 A 81 - Bags Unit
ClICHO 001010100 8 Railcar Loadout Q21-01
G101 00010010 C
OO0l 0| OO0 OFTOLTO | D
1010100010101 &8 1D
O 01010100001 F %
olo|lolololololole]S
1010101010701 01H
ClLO| O 010101010 1
Ol OO0 |00 0F0O
O
iRowNo. | 1 | 21 3] a5l 6] 718

X" out the bagls) replaced and indicate the unit(s) in which the change took place

if bags in multiple units of the same size are changed on the same day, use a separate sheet for each unit

File: Bag Replacement Maps-2.xls




Baghouse Bag Instaliation Maps - 3

installed By: Date:

168 - Bags Urnit No.

Cement Silo No. 1 {E) (2501

Cement Sio Mo, 7 (W) (26-01

Bagging Operation R 201

Comp. Air Header
CIHOoto01 070|101 01 07001010611
10,001 0100107070101 0142
10,061 010101 0101010010143
CrTO 0010101010701 01010 14
Q1Cl OO0 1010101010010 01s
OO OO0l 010101010101]10 s -
cojlolololololololojololo 7]g
CIO 0001070101010 1041018 %“'
Q1o | Cl1O 1010101010100 10 409
QIO O OO0 1010101010170 11
OO0 0 01 0HO 0101010103011
L0010l O T 001010101010 |12
OO0 0101000100010 0|13
Q101010100 0101001010114
[RowNo.| 1 1 2 1 31 4| sisel 71 8] 8110 11]12

X" out the bag(s) replaced and Indicate the unit(s} in which the change took place

File: Bag Replacement Maps-3.xis



Blend Silo Bag Map

Date:

instalied By:

Position

2

3

o

&

.

oo

o

10

i1

13

14
15
14

O

O

Unit No.

GO7-01

Homogenizing Silo, Inlet

224 - Bags

010

O

O
O

0101010

O

9,

01010606

O

0

0O

O

1010

010100101010

CILO0l1O01 010010

1010101010161 0

O

{

Comppressed Air Header

)

O

OJ0101010101070]| G

OlO0101GCG1010:01010

O

0O

O

010101010

O

OO0 010101010101 01010

016010

9,

O

Ol 0101010101010 10101010

Ol01 010101017010

0

1010010

01010

010

01010

010

1010101010610

QlO1O010 101010101010

O|lCI 010010101010 10C10G10]1010

Q|01 10101010

Ol 0010100 ]CI1O01010]10101010

0101010

OO0 0101010010101 01010 0G0

|0 OO0 1010 |O1GC10]1010]101010

010101606

1

X" out the bag(s) replaced and indicate the unit(s! in which the change tock place

File: Blend Silo Bag Map.xis



Coal Mill Baghouse Bag installation Map

installed By:

Unit No.
S21-01

Date
52 - Bag
Coal Mill No. 3 East

OIS0

LD G U

G
H

i

Comp. Air Header

COoOQO
ORCNGRORONGNS
ORONORORGNGRONS)
CRONONORGNGNS)
OOO0O0o000
QOCOOO0QO
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File: Coal Mill BH Bag Maps.xls



six depy DEg (S) 2 0N I usivg 81d

ON MOM

a1ed
FO-ZLN {N) Z "ON tity ysiad
ON YN sbeqg oo Ag pajleisu)
QelAEIGEIGEPLIECIZEI I 0E 1 6218C zlozicrivnlezizziiziozliaigl i Zi]aigiipticllzZy ol 818141916 biei )}
&QOOOOOQOOOOOOQOOOOOOOOOOOOOGOOQ&OOOOGO
QOGOQQOOOQOQOOOOOOOOG?OQOOOOOGOOOOOOOOO
EQQGQOOOO@QQOOOQOOOGOQOOOOOOGOOOOOOOOQO
ﬁ@@.QOOQQOOOGQOOOOGOOOOQOQOQQOOOOQOOQGOO
JOG@GOQOGOOOOGOOOOGGOOOOOOOGQQOGOOOOOOO
KQOOOOOOOQOGGQOOOQOOOQOOOQGOOGOOOOGOOOO
ﬂOGOQOOQOQOOGOOOOQOOOOOOOOOOOOGGQ&OOGOO
mMDOOOOQOOOOOQOGQOQOOGOQOOOOQQOOOQOOOQOQ
,%1.IOOOOGOOOQOOGOOO@QQOQOGOOOGQQOO@OOQDOQQ
@GQQ@OOGOGGOGOOGOOOOOOOODQQQOGOOO@OOQOO
HMGQQGOOOJOOOGQOOOQOOOOOQOOOOQGQOOOODOOO
mGOQQOGOGQOOQGOOQQOOQOGOOOGQOOOQOOOGOOO
QOOQQQOOOQQ@OGOOOOG@OOOOOOOG@OOQOOOOGOO
QQOOQOGOOOOGGOOOGOOOOGOOOGOQOGOOQGOOOOG
mOGOODOOOQOOOOQOOOGQOOOOQOOGOOOGODOOOOO
<OOQQOOOOQOOUGQOOGOQOOGOOQGOOOGQOGOOOOO
@pesy iy pesssiund

depy uopeyelsul Deg (S) 2 ON i Usiuld




soeid yoo1 abueys ay} yoiym ui (sjun sy ﬁmu_c_E pue pese|deu (s)Beqy ey} 0 X,

six-depy Beg (

IapeaH Iy passeidio)

>OOOOOOOOOOOOODOOOOOOOOOOOOOOOOOOOOUQQODOOGOOOOOOOOOOOOOOO
wOOOOOOOOOOOOOOOOOOODOOOOOOOOOOOOOOOUOQOOOOGGOOOOOOOOOOOOO
OGOGOOODOOOOOOOOOOOOOOGOOOOOOODGOOOOOOOGGOOOOOOOOOOOOOOGGO
DOOOOOOOOOOOOOOGOOOOOOOOOOOOOOOOOOOOOOOOODOOOOOOOOOOOOOOOO
E{C|O|0|CIO|C|OI0IQ[C(O(OICIO|O|C|0|OIC|0|Cio|(o|Rie|ojoio|iciciojoiocjec|oiololcio|cloioc(ojolalojalaloic|iolololc|olo
FICIO|O|10,0101Si0[O (0|00 |T|0|C| Qoo jo(Ccioic|oic|ciolocig|aiciclo|oioloiaivicioloicioc|ojcloloic|ololoio|olo
OOOOOOOOOOOOODOOOGOOOOOOOOOOOGOOOOOOOOOOOOOOOOOOOOOOOGOOOO
mIOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOGOOOOOOOOOO
”m_OOOOOOOOOOOOOOOOOOOOOOOGOOOOUOOOQOQOOOOGOOOOOOOOODOOOOOOO
an._OOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOO
KiC|OC OO0 j0jC|O(CIC(O00|Cio[o|0joiciciojoio|oicic|oloiolalciclclcioicioic|oloiciolololoinlciololoio(ololololn
rGOOOODQOOOOOOOOOOOOQOOOOOOOQOOOOOOOOOOOOOGOOOOGUOOOOOOOOO
EOOOOOOOOOOOOOOOOOOOGOOOOOOOOGOOOOOOOOOOOOOOOOOOOOOOOOOOOO_
ZOOOOOOOOOOOOOOOOOOOOOQGGOOOOOOOOQOOQGOOOOOOOOOOOOOOOOOOOOM
ODOOGOOOOOOQOOGOOOOOOOOOOOQOOOOOOOOOOOOOOOQOOOOOOOOOOOOOOOM
ﬂGOOOOOOOOOOOOOOOOOOOOOOOOOODOOOOOOOOOOOOOOOOOOOODOOOOOOOO,
QOOOGOODOOOSOOGGOOOOQOOOOOGOOOOOOOQOOOOUQOG&O_UOOGOOOOOOOOOA
B4[63|62) 671|601 50 BB 5756155541 53] 52| 51| 50440148147 [46145]441431 421411401301 38| 5371 36] 35{ 3433, 32| 311 3ol zeipai o7l ol 2604l palzol a1l on 19118117]116] 1561141 13[12]13{10{ 9 8
¥HHED 2O LG 09] 65,85 L5] 05| GG PS5 25 15| U5 67| 8F| Ly O S| PRI P 20] LY | OP|BEI9C] 28] 98| SR pe| S 2] LE] 0RiZ g2 LeionisziviczizzitzlozisLieLi 2LioiistivLici izl Liiotiel 8
CGOICIOO|CjOC|OICIO0|0{0 |00 |0|Ciclojo|0(cio|o|o|Cioioio|olololojocioloioinlnicioicicliciolo ololololoiclolololoicto
nwOOGOGOOOOOOOGOOOOOOOOOOOOOOGOODODOOOOOOOOOOOOQOQOOOOOOOOO
QOO ICIO(OIO|C{C|O(O|O[C|O|0iQ|O|C|O|O|C|ojC|Oioio|ojoioiolcio|cioic|oiololioip]loloio|olclololoiciololcloloiocloiolo
NICJOIOCIOIC|C|C(Oj0iOlo |0 (O|C|o(Cjojoio|ojuic|olojoiolacioicioic|olaicioioiciaclololcioiciolciclolololcicioialo
P00 |0 210, 0]0|0]|Q10(CIOlCio|0iCio|Cic|Cioiolo|Cloiaioiclojoicloiololololoijciciaiolciciolcioiciololaloloiciotolo
OO0 0000 CICIO|O|CICIC|QIOICIO|Cio|OioIoloi0ic|oicic|oicic|oolalcio|oloicloicioloiolnioloic|oloiolololololo
‘xOOOOOOOOOOOOOGOOOOOOOOOOOOGOOOOOOOOOOOOOOOOOQGOOOOOOOOOOO
mﬁOOOOOOOQGGOOOOOOOOOOOOOOOOOOOOOOOGOOOOOQOOOOOOOOOOOOOOOOO
.u.w"OOOOOOQOOOOOOOOOOOOOOOOOOOOOOGOOOOOOOOOOOOOOOOOOOOOOOOOOOA
%IOOOGOOOOOOOOOOOOOOOOOOOOOOOOOOOOGOOOOOOOOOOOOOOOOOOOOOOOOh
OOOOOOOOOOOOOOOOODOOOOOOOOOOOOOOOOODOOOOOOOGOOOOQOOOOOOOOOM
m0DOOOOOGOOOODOOOOOOOOOOOOOOOOQOOOOOOOOOOOOOOOOOOOOOOOOOOON
mOOGOOOOOOOOOOOOOOOOOOOOOGOOOGOOOQOOOOOOOOOOOOOODOOOOOOOOO@
QOOOOOOOOOOOOOOOOOOOOOGOOOOOOOOOOOOOOOOOOOGOOOOOOOOOOOOOOOA
QDI0[CJOICIO|CIOIOIO|CICICIS IO(Q|CIQICIQIO[Q(C|O[CiC|C{OIC|CiTC|O|oio|oiCioioio|0ICiOi0ICICio|OID|(O[QlDi0|oi0io|oio| T
mOOGOOOOOOOOQDOOOOOOOOOOOOOOOOODDO00OOOOOOOOOOOOOGOOGOOGOOM
<OOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOOGOOOOOOOGGOOOOOGOOOOOOOOO¥,
lapea Jiy passasduinn
LO"6ON (N} Z "ON HilN usiuig @eg
"ON HUn apis/eey’)L 'sbeg 921z

dey; uonejjeisu) Beg

L "ON 1A ysiutd




Attachment 5

Method 22 Visible Emission Forms (Pre-filled)




METHOD 22 VE INSTRUCTIONS
Subpart LLL-—Daily and Monthly Observations of Visible Emissions (VE)

Daily, 6-minute observations are required of the finish mill’s air sweep and separator baghouses
(NG9 and N12} during normal production periods. Monthly, 1-minute observations are required
of each baghouse’s vent; each conveyor-transfer point (unless completely enclosed); each
bagging system; and each truck- and railcar-loadout spout while the equipment is in operation.
Sites requiring I-minute observations are:

-(G07 (Blend-silo BH) -E28 {Acropol BH} ~-HO8 (Poldos BH)

-L.03 (CL. breaker BHj -521 (Coal-bin BH) -L06 (N. CL silo BH)

-L08 (5. Cl. silo BH) -MO8 (Gyp. conv. BH) -N91 (FM BH#3)

-(J25 (W, Cement silo BH) -(326 (E. Cement silo BH}  -Q14 (S, Truck L/O BH)
-Q17 (N. Truck L/O BH) -321 {Railcar L/O BH) -R12 (Bagging system BH)

-RO6 (Cement-bag-filling machine} -Q20 (Railcar L/O spout) -(316 (N. track L/O spout)
-M19-04 (Clinker-to-Railcar/Truck L/0 BH} -(313 (S. truck L/O spout)

Method 22—Instructions for Subpart LLL VE Determination

1. Select a position that enables a clear view of the potential emission point or of the
opemng of the building that contains the potential emission point. The position may be
from 15 feet to 1300 feet away. Sunlight must not shine directly into the observer’s eyes.
(Note: If a potential emission point s mside a building but the opening of the building is
used as the potential emission point, then each opening of that building must be observed
and a Method 22 form completed for each.)

. On the Method 22 form, sketch the potential emission point or building-opening that is
under observation; fill in name, date, weather, and other information at the form’s top.
For indoor observations, indicate the lighting intensity on the form.

3. Record the clock start time; observe the potential emssion point for one minute (monthly

VE check) or for six minutes (daily VE check of finish mill}.

4. At the end of the observation period, indicate on the form whether or not any visible

emission (excluding condensed water vapor) was seen. Check the form for completeness.

Place the finished Method 22 form into the “Subpart LLL VE Records™ notebook.

0. If a visible emission was seen, inform the maintenance and environmental managers

immediately. If a VE was seen, the following actions are required:

(a) Regarding the monthly VE, a 6-minute Method 9 observation must be made of the
emission point within one hour to see if opacity exceeds 10% limit of Subpart LLL.

(b} Regarding the daily VE of the finish mll, within one hour the corrective actions
identified in the O&M plan must be nitiated. Within 24 hours of the first Method 22
observation, a follow-up 6-minute observation must be made. If emissions are still
observed, a Method 9 observation must be conducted for 30 minufes.

[

Ly

File: Method 22 Instructions.doc



Florida Rock Industries, inc.~Thompson 5. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Faw Mill System (EU 002, EP 01) Date:

Source BEquipment No. & Description: E28--—-Aeropol baghouse exhaust

Sky Partly Partly Over-
Conditions: Clear _____g Sunny ] Cloudy m“i Cast rw
Precipitation: | Yes | | I Ne || Wind Speed ~MPH: ! |

[ Temperature | | Deg. F | iDirection To Source:. | W |
Layout Sketch:

Sketeh the process unit and indicate observer position relative 1o the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

T TR A T R g ee—t

L. '
’_\\ N
N T O O
£28 \ 4N
B.H.
?D“ﬁl’ M‘:ﬂ
gu;t-’-%;lﬂj
Blend
Sils
.;ﬁi?_’jﬁiaserver
/
Clock start time of 1-minute observation period: {indicate a.m. or p.m.)
Was equipment in normal operation? l Yes I | f No I [
Were visible emissions {except water vapor) observed? | Yes | I No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Florida Hock Industries, Inc.~-Thompson 8. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Raw Mill System (EU 002, EP 03) Date:

Source Equipment No. & Description: G07---Blend-silo baghouse exhaust

Sky Partly Partly | Over-
Conditions: Clear m_i Sunny _E Cloudy _§ Cast [Wm
|Precipitation: | Yes | | I Ne || Wind Speed ~MPH: | E
iTer;n;;;eratur@ | | Deg. F | IDirection ToSource: | N |
Layout Sketch:

sketch the process unit and indicate observer position relative t¢ the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

}

Herizon

G0F Blower
.\w_i
Tap Dic
Rlend Silo
Clock start time of 1-minute observation period: {Indicate a.m. or p.m.)
Was equipment in normatl operation? | Yes | I | No | !
Were visible emissions (except water vapor) observed? | Yes | I 1 No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Florida Rock Industries, Inc.~Thompson 5. Baker Cement Plant
Miethod 22 Visible Emissions Form

4

Process/Unit:  Raw Mill System (EU 002, EP 04) Date:

Source Bguipment No. & Description: H(8---Poldos baghouse sxhaust

Sky Partly Partly Over- ‘
Conditions:; Clear _E Sunny ——E Cloudy NME Cast [,..m._
[Precipitation:. | Yes | | | No || Wind Speed ~MPH: E |

[ Ternperature | | Deg. F | IDirection ToSource:. . | N |
Layout Skeich:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction,

Kiln Fepd i N ‘m In
i i Feed il
Ci—m‘gﬁ

Obgsrver :"f\?':
Clock start time of 1-minute observation period: {indicate a.m. or p.m.}
Was equipment in normal operation? | Yes | ] No | i
Were visible emissions (except water vapor) cbserved? | Yes | I ] Mo | i

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Florida Rock Industries, Inc.~-Thompson 8. Baker Cement Plant
Method 22 Visibie Emissions Form

Process/Unit:  Clinker Handling (EU 004, EP 01)

Source Eguipment No. & Description:

Date:

L 03---Clinker-cooler-discharge baghouse exhaust

Sky Partly Partly Over- "
Conditions: Clear "j Sunny | | Cloudy W“i ast ru
|Precipitation: | Yes | | | No | | Wind Speed ~MPH: | !
iTemperature | | Deg. F | IDirection To Source: | N |
Layout Skeich:

Skeich the process unit and indicate observer position relative 1o the source and the sun. Alsc,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

g

LO3
Bilywer

N
i Cﬁs‘n kee-
Covler E.S.F
Flasteie
Room. #5.

Clock start time of 1-minute observation period:

Was equipment in normal operation?

Were visible emissions {except water vapor) observed?
(Note: If emissions were observed, notify maintenance and environmental managers immediately. )

Signature of person completing 1-minute observation:

Printed name of person completing t-minute observation:

Fite: Method 22 Form.xis

{indicate a.m. or p.m.)

I Yeos

f !No

E

| Yes

t

| Mo

|
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Florida Rock Industries, Inc.~Thompson 5. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Clinker Handling (EU 004, EP 02) Date:

Source Equipment No. & Description: LO6-—Clinker silo #1 baghouse exhaust

Sky Partiy Parily Over-
Conditions: Clear “_*} Sunny ———ﬁ Cloudy wm? Cast E'—
Precipitation: | Yes | | | Mo | | 'Wind Spead ~MPH: | |

I Temperature | | Deg. F E [Direction To Source: | W |
Layout Sketch:

Sketch the process unit and indicate observer position relaiive to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

N

TDF g}f. C"{(hkeﬁ‘
Silp #R

_Herizon

Log =
iower (77

A ‘_
i / s

i Aimker

C_Dn\ﬁf‘!Dr

observer

Clock start time of 1-minute observation period: {Indicate a.m. or p.m.)
Was equipment in normal operation? E Yos | i E No f [
Were visible emissions (except water vapor) observed? | Yes | I | No i |

(Note: If emissions were observed, notify mainienance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Florida Rock Industries, Inc.~Thompson 5. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit: _Clinker Handiing (EU 004, EP 04) Diate:

Scurce Equipment No. & Description: LO8-—Clinker-silo #2 baghouse exhaust

Sky Farily Partly Over-
Conditions: Clear M—'E Sunny *] Cloudy M} Casi Eww
|Precipitation: | Yes | | | no | IWind Speed ~MPH: | E
| Temperature | |Deg F ! |Direction To Source: | SSE |
Layout Sketch:

Skedtch the process unit and indicate observer position relative fo the source and the sun. Also,
indicate the potentlai!&mua! emission point of the unit and draw an arrow showing wind {:ésr@c‘*mﬁ

AT NE

Blower ' ;wa . A fopserver
/ / Lo5
Ll ey

~ Top of clinker
| “, S:l“(} #2

e o
e
|
=
'3
gt
b=
E:I

}...______}I Canvtsfpr.
- Clock start time of 1-minute observation period: {Indicate a.m. or p.m.}
Was equipment in normal operation? | Yes | ] No | E
Were visible emissions (except water vapor) observed? | Yes | ol No | {

(Note: If emissions were observed, notify maintenance and environmental managers immediataly.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.ds



Florida Rock Industries, Inc.~Thompson 5. Baker Cement Plant
fethod 22 Visibie Emissions Form

Process/Unit:  Finish Grinding Operations (EU 005, EP 02)

Source Equipment No. & Description:

Date:

MOB---Gypsurn-conveyor baghouse exhaust

Sky Partly Fartly Over-
Conditions: Clear M——E Sunny m_,_! Cloudy mﬁi Cast
[Precipitation: | Yes | | O No | ] IWind Speed -MPH: | |
[ Temperaiure | | Deg. F E IDirection To Source: | E |
Layout Sketch:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

Clinker
Silo #2 rog
i B' i‘%v \!FS&M e
> Lony f\-fnf‘
g\!pwm
drop
Chad 4
o s
. Chinker MDB -
{ / Cuui&\;or B.A. Eldﬁ
..... .u.h,.‘,,y..,. e r . ] 4 g\%a( '
Vm Lhinker. Lorv® @ [huic]
ot \ | MoSg :
{ Blower : : g
i v
i obsETVET -

Clock start time of 1-minute observation period:

Was equipment in normal operation?

Were visible emissions (except water vapor) observed?

(Indicate a.m. or p.m.)

E Yas

i

| [ No

i

| Yes

i

| L No

{Mote: If emissions were observed, notify mainienance and environmental managers immediately.}

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xds




Florida Rock Industries, Inc.~Thompson S. Baker Cement Plant
Method 22 Visible Emissions Form-—Finish Mill

Process/Unit:  Finish Mill {(Emission Unit No. 005) Date:

Source Equipment No.: NOS & N12 (Mill air sweep and separator baghouses)

Sky Partly Partly Cver-
Conditions: Clear —E Sunny _—I Cloudy ] Cast i__
|Precipitation: | Yes | | | No || |Wind Speed ~MPH: | |
[Température ! | Deg. F | [Direction To Source: | ~ N.E. |
Layout Sketch:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission peint of the unit and draw an arrow showing wind direction.

gi & 2

Qbsﬁrve:ﬁi
H‘RJM\'—S‘ j:_ 14{: .
p
Clock start time of 6-minute observation period: (Indicate a.m. or p.m.)
Was finish mill in normal production? | Yes | | | No | |
Were visible emissions (except water vapor) observed? NO9: Yes No
N12: Yes: No

{Note: If emissions were observed, notify production and environmental managers immediately.)

" Signature of person completing 6-minute observation:

Printed name of person completing 6-minute observation:

File: Method 22 Form--Finish Mill.xds



Florida Rock Industries, Inc.~-Thompson . Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit.  Finish Grinding Operations (EU 005, EP 06) Date:

source Equipment Mo, & Description: NO1 ---Bucket-elevator baghouse exhaust

Sky Partly Farily Over-
Conditions: Clear Mmmi Sunny Mj Cloudy mw] (ast
|Precipitation: | Yes | | I No | | I'Wind Speed ~MPH: E i
{Ternperature | | Deg. F | [Direction To Source: | W |
Layout Skefch:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

—%N Al E.M.
@ E U;u:‘hj
Nyl
s % : : i
S ; : {pempresssr |
¥ A f . R[)ET’" ,,7:‘! '
Buiid T'&j ' !
‘ s . ., ) ?[
/i o .. Foxgemeni < 0%59“,';&%5’. .
o pho ' - Grass = o
Lompressor o T - ' : _%,:., o
Room 7| . , i ‘ ~ = i
: . o o ‘ Maintenancs
P - ‘ ' " Shop
Clock start time of 1-minute observation period: (Indicate a.m. or p.m.)
Was equipment in normal operation? i Yes | E I No | !
Were visible emissions (except water vapor} observed? | Yes | i | No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xds



Florida Fock Industries, Inc.~Thompson 5. Baker Cement Plant
WMethod 22 Visible Emissions Form

Process/Unit:  Finish Grinding Ops. (EU 005, EPs 08 & 07} Date:

Hource Equipment No, & Description: (25 &G26---E. and W. cement-silc baghouses

Sky Partly _ Parily Cver-
Conditions: Clear | | Sunny || Cloudy | | Cast | |
{Precipitation: | Yes | | | I No ] |Wind Speed ~MPH: | |

| Temperature | | Deg. F | *|Direction To Source: | ENE |
Layout Sketch:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potentiai/actual emission point of the unit and draw an arrow showing wind direction.

&1t

Biower

S Llhiaker
N, S Mote ! Observations made
Cimﬁ‘ﬂ% ﬁemeffi' = 'From '?‘af floor D{
Site Sile fawer of ehinker
sile #1.

Clock start time of 1-minute observation period: (Indicate a.m. or p.m.)
Was equipment in normal operation? [ Yes { ] i No [ 5
Were visible emissions {except water vapor) observed? | Yes | I | No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

Fila: Method 22 Form.xis



Florida Flock Industries, Inc.~Thompson 5. Baker Cement Plant
Miethod 22 Visible Emissions Form

ProcessiUnit: Cement Handling (EU 008, EF 01) Date:

Source BEquipment No. & Description:  E. exit of §. truck foadout (0114 baghouse and Q13 lsadouwt spout).

Sky Partly Partly - Over»
Conditions: Clear __._! Suriny __—'E Cloudy MW‘H Cast rmw
|Precipitation: | Yes | | | No | 1 IWind Spead ~MPH: | |

[ Temperature | I Deg. F | |Direction To Source: | S|
Layout Sketch:

Sketch the process unit and indicate observer position relative to the source and the sun, Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

P - Pad¥ing House

N r’s
E&Si
exit @
i i - -
Swfnjdi)wh ;
Platform .
e
Observer
i amiznn
L1 R .F“
N.E, Deenen
Note b Emistions feoo &-1H Site
T ardsauth bruck leadout T — — - — — —
Speut are moniored
at erteante and gyt of _/

South truck lpadeul,

Clock start time of t-minute observation period: (indicate a.m. or p.m.)
Was equipment in normal operation? i Yes § i L No i E
Were visible emissions (except water vapor} observed? | Yes | [ No | |

{Note: If emissions were observed, notify maintenance and environmental managers immediately. )

Signature of person compieting 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xis



Florida Bock Industries, Inc.~Thompson 8. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit: Cement Handling (EU 006, EP 01) Date:

Source Equipment No. & Description: W entrance of 5. ruck loadout (G114 baghouse and (013 loadout spout).

Sky Partly Partly Over-
Conditions: Clear | | Sunny i Cloudy E Cast | |
Precipitation: | Yes | | P oNo | 'Wind Speed ~MPH: | |

| Temperature | | Deg. £ ! |Direction ToSource: | S |
Lavout Sketoh:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind dirsction.
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ond e of south

_

e

druric teadpud.
Clock start fime of 1-minute observation period: (Indicate a.m. or p.m.}
Was equipment in normal operation? [ Yes [ | | No I E
Were visible emissions (except water vapor) observed? | Yes | I ] No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately. )

Signaiure of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls




Florida Rock Industries, Inc—~Thompson 8. Baker Cement Plant
Method 22 Visible Emizsions Form

Process/Unit:  Cement Handling (EU 008, EP 02) Date:

Source Equipment No. & Description: E. exit of M. truck loadout {17 baghouse and G186 loadout spoul).

Shoy Parily Parily Over-
Conditions: Clear “—-“E Sunny -—“i Cloudy “MME Cast
IPrecipftation: | Yes | | I No | EWiﬁ;:i Speed ~MPH: | !
I Temperature | | Deqg. F | [Direction To Source: | N |
Layout Sketeh:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

- I ik 1t HOET N
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G my i e mor e truck
j fond out.
Clock start time of 1-minute observation period: (Indicate a.m. or p.m.)
Was equipment in normal operation? | Yes | ] | _No | |
Were visible emissions (except water vapor) observed? | Yes | P Noo | |

{Mote: If emissions were observed, notify maintenance and environmental managers immediately.)

Signaiure of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Methed 22 Form.xls



Fiorida Rock Industries, Inc~Thompson S. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Cement Handling (EU 006, EP 02) Date:

Source Equipment No. & Description: W, entrance of N. truck loadout {17 baghouse and 016 loadout spowut).

Sky Partly Partly Over-
Condilions: Clear M_E Sunny h_i Cloudy mm%i Cast {m“m
|Precipitation: | Yes || | mno | Wind Speed ~MPH: | !
[Temperature | | Deg. F | IDirection To Saui;c:e: LN
Layout Skeich:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.
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Clock start time of 1-minute observation period: (Indicate a.m. or p.m.}
Was equipment in normal operation? | Yes | I | No | |
Were visible emissions (except water vapor) observed? | Yes | I | No | |

(Mote: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Florida Fock mgﬁm‘igée& inc.—~Thompson 5. Baker ﬁ%m@ni Flant
Method 22 Visible Emissions Form

Process/Unit:  Cement Handling (EU 006, EP 03) Dats:

Hource Eguipment No. & Descriptior: Ci21---Halicar-baghouse exhaust

Sky ' Partly Partly Over- ‘
Conditions: Clear M_] Sunny M_I Cloudy _.__§ Cast EMM
[Precipitation: | Yes | | | No | ] {Wind Speed ~MPH: | |

| Temperature | | Deg. F | [Direction To Source: | SSW |
Layout Sketch:

Skeich the process unit and indicate observer position relative io the source and the sun. Also,
Indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

Mo Ceroent
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 sveent
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Cemént

ARINEIRINEARELEIE
Raflawp‘ !i:a&“dfnj
Shation Moot
(lock start time of {-minute observation period: {(Indicate a.m. or p.m.}
Was equipment in normal operation? { Yes ! ! § Mo I !
Waere visible emissions (except water vapor) ocbserved? | Yes | || No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

Fite: Method 22 Form.xds



Florida Rock Industries, Inc.~Thompson S. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit: . Cement Handling (EU 006, EP 04) Diate:

Source Equipment No. & Description: R12---Bagging-machine baghouse

Haky Parily Partly Owver-
Conditions: Cloar M—ﬂ Sunny _—-E Cloudy Wm} Cast EWM
|[Precipitation. | Yes | | | Ne | ] Wind Speed ~MPH: | |

[ Temperature | | Deg. F | [Direction To Source: | E |
Layout Sketch:

Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow shiowing wind direction.
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Clock start time of 1-minute observation period: {indicate a.m. or p.m.)
Was equipment in normal operation? i Yes | t E No | E
Were visible emissions (except water vapor) observed? | Yes | i | No | }

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

Fite: Method 22 Form.xls



Florida Bock Indusiries, inc.~Thompson S, Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Cement Handling (EU 006) Date:

Source Eguipment No. & Desceription: Q20---Railcar loadout spout

Sky Parily | Parly Over-
Conditions: Clear E Sunny E Cloudy E Cast
|Precipitation: | Yes | | | mo | ] Wind Speed ~MPH: § !
[Temperature | | Deg. F | IDirection To Source: | NNW |

Layout Sketch:
Sketch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

1pz

Nl

(ewnert

f; '/ Site
Clock start time of 1-minute observation period: {(indicate a.m. or p.m.}
Was equipment in normal operation? i Yes ; | 5 No [ I
Were visible emissions (except water vapor) observed? [ Yes | | No | |

(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute cbservation:

File: Method 22 Form.xis




Fiorida FHock Industries, Inc.—~Thompson S. Baker Cement Plant
Method 22 Visible Emisslons Form

Process/Unit: Cement Bagging Operations (EU 008) Date:

source Eguipment No. & Description: B06--Fotary packer

Sky Partly Partly Over-
Conditions: Clear | | Sunny E Cloudy || Cast | |
[Precipitation: | Yes | | L MNo | IWind Speed ~MPH: | na |

i Temperature | | Deg. F | \Diraction To Source: | WRW |

Layout Sketch:

Sketch the process unit and indicate observer position relative 1o the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.
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Mote: 0

-5,
v "Observer l

b ion made indeors. Include
?Ejehl'—fv?i‘;é—nﬁi{'? [,’hﬂlux} with report.

Clock start time of 1-minute observation period:

(indicate a.m. or p.m.)

Was equipment in normal operation?

Were visible emissions (except water vapor) observed?

]Ye&! §

l

Ko

E E

| Yes

| | [ No_ ] |

(Mote: If emissions were observed, notify maintenance and environmental managers immediately.)

- Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls




Fiorida Rock industries, inc.—-Thompson 5. Baker Cement Plant
Method 22 Visible Emissions Form

Process/Unit:  Coal Handling and Grinding (EU 007, EP 02) Date:

Source BEquipment No. & Description:  521-—Pulverized-coal storage bin exhausi

Sky ' Partly Partly _ (ver- C
Londitions: Claar MWMT Suniny “_—”] Cloudy Mwﬂl {ast Em“
|Precipitation: | Yes | | P No | ] 'Wind Speed ~MPH: § ]

[ Temperature | | Deg. F | [Direction To Source: | N |
Layout Sketch:

Skatch the process unit and indicate observer position relative to the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

Note: Blower en north sids

= of S2i b&sfnouf»ﬁ. Z

S2i
i B’H

Clock start time of 1-minute observation period: (indicate a.m. or p.m.)
Was equipment in normal operation? | Yes | | | No | |
Were visible emissions (except water vapor) observed? | Yes | | | No | |

{(Note: If emissions were observed, notify maintenance and environmental managers immediately.)

Signature of person completing 1-minute observation:

Printed name of person completing 1-minute observation:

File: Methed 20 Form.xds



Florida Rock Industries, Inc.--Thompson 5. Baker Cement Plant
Method 22 Visible Emissions Form

Process/iUnit: Date:

Source Equipment No. & Description:

Sky Partly Partly Over-
Conditions: Clear | Sunny 1 Cloudy Cast
'Precipitation: | Yes | | | No | | |Wind Spesed ~MPH: |
| Temperature | | Deg. F | |Direction To Source: |

Layout Skeich:
Skeich the process unit and indicate observer position relative 1o the source and the sun. Also,
indicate the potential/actual emission point of the unit and draw an arrow showing wind direction.

Clock start time of 1-minute observation period: (indicate a.m. or p.m.)
Was equipment in normal operation? [ Yes [ I [ No I
Were visible emissions {except water vapor) cbserved? ] Yes [ J [ No [

{Note: If emissions were observed, notify maintenance and environmental managers immediately.}

Signature of person compieting 1-minute cbservation:

Printed name of person completing 1-minute observation:

File: Method 22 Form.xls



Attachment 6

Visible Hmission Form (Method 9)




Secden 17210 & April 1983

Vigible Ermission Observation Form

SOURCE NAME DBSERVATION DATE START TIME STOP TIME
ADDAESS SEC SEC
A o | 15| 30 | 45 ima o 15| 301 45
7 37
oIrY STATE 2P 2 32
3 3z
BHONE SOURCE 1D NUMBER
& 34
PROCESS FQUIPMENT OFPERATING BODE 5 25
CONTRGL EQUIPRMENT OPERATING MODE 5 38
7 37
DESCRIBE EMISSION POINT
START sroP 8 38
HEIGHT ABOVE GROUND LEVELIHEIGHT RELATIVE TOOBSERVER] o 39
STAAT STOF STAAT STOP s s
IHETANCE FROM OBSERVER | DIRECTION FROM OBSERVER
START sroF STAART STOFR ii 47
DESCRIBE EMISSIONS 1o T
START sTOR - i =
EMISSION COLOR PLUME TYPE CONTINUOUS O ! E
START STOP FUGITIVE ) INTERMITTENT D) | T4 4
WATER DROPLETS PRESENT | IF WATER DROPLET PLUME 5 5
nO QO YESD ATTACHED [0 DETACHED T - : o
POINT IN THE PLUAGE AT WHICH OPACITY WAS DE TERMINED
START sroe 17 <7
DESCRIBE BACKGROUND 18 48
el
START ST . P
BACKGROUND COLOR SKY CONDITIONS
START s70P START STOR <0 . 50
WAND SPEED WIND THRECTION e 51
STARY ITOP START s10P s ) pon
AMBIENT TEMP. WET BULE TEMP | RH.percent R R N
START STOP 23 83
24 £
Spurce Layout Skeich Draw Morth Arrow 25 - E&
Q 26 56
. . 27 57
¥ Emvissign Point L
78 53
28 55
Sun-(} Wing 30 4
Plume and Observers Position AVERAGE OPACITY FOR WUMBER DF READINGS AHOVE
Stack a0 HIGHEST PERION % WERE
—_ RANGE OF OPACITY READINGS
Swrr Location Late BAINIASUAS AIAXIBALIN
DESERVER S RAME (PRINT}
COMMENTS T OBSERVER'S SIGNATURE DATE
T T oRGanizaTON ;
! HAVE RECFIVED A COPY OF THESE OPACITY OBSERVATIONS | CERTIFIED BY DATE
SHeNATURE o
FIFi F far:- i a




Attachment 7

Record of Maintenance on Air-Pollution Control Device




Report of Maintenance on Air-Pollution Control Device
Subpart LLL (40 CFR 63.10) Recordkeeping--Florida Rock Industries, Inc., Baker Cement Plant

Date of Maintenance;

Equipment Type and 1D

{check onel

Baghouse(s}
Precipimmr(s) (name or {1} {name or [D) {name or ID)
intenance Type: Preventive
feheck one) Routine Repair

Unscheduied Repair

Description of Work:

I hereby certify that, to the best of my kuowlede, the data and comments on this page are true.

MName (print} Signature

Date

Notes regarding maintenance:
{. Replacement of an air-poliuiion control device (such as an enrire baghouse) requires notification of the regulatory
agency. Contuct the environmental manager [ such replacement is needed
2.1t is a vielation of the air permit fo circuwmvent (bypass) any air-pollution conirol device or to allow the emission of
air pallutants withow! the applicable air-pollution comirol device operating properiy.
3. Failures of air-pollution control devices caused by poor maintenance, careless operation, or preventable equip-
ment breakdown are not considered malfiunctions and are prohibited.

Ketain this original or 2 copy for {ive years from date of maintenance,

File: Report of Maintenance on APCD



