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Section 1
Intr9duction

= -

The performance test plan and protocol has been prepared for Ml Metals, Inc. (MI) facility located at 301 Commerce
Blvd., Oldsmar, Florida 34677. The plan is in accordance with the requirements of FDEP's F.A.C. Rule 62-
296.320(4)(a) and Rule 62-296.320(4)(b). The plan has been prepared based on the specific requirements in 40
CFR 63.1511, as well as the requirements set forth in 40 CFR 63.7(c) for a quality assurance and quality conrol
progran. =

This facility is classified as a Secondary Aluminum Production Facility with a pimary Standard Industrial
Classification Code (SIC) 3354 Aluminum Extruded Products, and secondary SIC 3365 Aluminum Foundries.

This facility operates a furnace with a dimensional capacity of 25 tons of aluminum and an actual holding capacity of
225 tons. The furnace processes scrap aluminum containing painted or unpainted material from any Grades or ISRI
Codes listed in Description of Scrap Aluminum (Appendix C), up to a maximum permitted process rate based on
operating cycle of 2.2 tons aluminum/hour, up to a maximum permitted reactive flux rate based on operating cycle of
0.885 pounds chlorine/ton aluminum charged (refer to Appendix E for chlorine emissions calculations), and fime feed
rate of 10.4 pounds/hour. Operating cycle is defined in accordance with 40 CFR 63.1503 as the period beginning
when the feed material is first charged and ending when the casting process is completed.

This facility is a non major area source, since the potential emissions are less than 10 tons per year of any hazardous
air pollutant (HAP), less than 25 tons per year of any combination of HAPs, and less than 100-tons per year of any
regulated air pollutant. As an area source it is required to comply with the USEPA’s MACT emission limit for
dioxins/ffurans (DF) only. This facility is not subject to the USEPA's MACT emission limits for particulate matter (PM)
and hydrogen chloride (HCL).

This performance test plan has been prepared to comply with FDEP's PM emission fimits in accordance with F.A.C.
Rule 62-296.320(4)(a) and FDEP's Visible Emissions (VE) limits in accordance with F.A.C. Rule 62-296.320(4)(b).
This test plan and protocol will provide the strategy and the basis for the furace compliance demonstrations with the
FDEP's PM standard of 3.59 x (2.2 tons Alhour)?$2 = 5.85 pounds PM/hour and 25.6 tons PM/year and as set forth
in F.A.C. Rule 62-296.320(4)(a) and FDEP’s VE standard maximum of less than 20 % opacity in accordance with
F.A.C. Rule 62-296.320(4)(b).

A separate Performance Test Protocol for Dioxins/Furans (DF) has also been prepared to comply with USEPA 40
CFR Part 63 Subpart RRR - National Emission Standards for Hazardous Air Pollutants for Secondary Aluminum
Production.

Itis Mi's intent to use results of this and future tests as documentation of compliance with FDEP's permit issued to
Facility 1030114 to allow operation of the fumnace with scrap aluminum listed in Description of Scrap Aluminum
(Appendix C) up to a combined maximum of 60% by weight Tutu plus Toto, up to a maximum permitted process rate
based on operating cycle of 2.2 tons aluminum/hour, up to & maximum permitied reactive flux rate based on
operating cycle of 0.885 pounds chlorine/ton aluminum charged, and iime feed rate of 10.4 pounds/hour. Permit
conditions and calculations are based on operating cycle. Operating cycle is defined in accordance with 40 CFR
63.1503 as the period beginning when the feed material is first charged and ending when the casting process is
completed.
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Section 2
Source Descriptions

2.1 Introduction

This section provides a description of the facility source subject to the FDEP's F.A.C. Rule 62-296.320(4) including
design specifications, operating information, and source-specific operating parameters to be monitored and recorded
during source cperation. Some of these parameters will be correlated to the regulated emissions and used to verify
compliance with the standard on an ongoing basis. Typical Operating Cycles for Charges are summarized in
Appendix D.

2.2 Remeit Furnace

This facility operates a fumace with a dimensional capacity of 25 tons of aluminum and an actual holding capacity of
22.5 tons. The fumace processes scrap aluminum containing painted or unpainted material from any Grades or ISR!
Codes listed in Description of Scrap Aluminum (Appendix C) up to a combined maximum of 60% by weight Tutu plus
Toto, up to a maximum permitted process rate based on operating cycle of 2.2 tons aluminum/hour, up to a
maximum permitted reactive flux rate based on operating cycle of 0.885 pounds chlorinefton aluminum charged (refer
to Appendix E for chiorine emissions calculations), and lime feed rate of 10.4 pounds/hour. The fumace is never
emptied during casting since there is always a heel left for the next charge. This heel accounts for the difference
between the actual holding capacity and the charge feed amount. Essentially, the fumace is continually alternating
between being charged and tapped and is never emptied. The funace also experiences holding phases during
which the level of molten aluminum is simply being maintained and aiuminum is neither being added nor removed.

This melting/holding furnace has no charging side wells and is classified as a Group 1 fumace because it processes
coated and non-coated aluminum. The fumace is equipped with a baghouse air pollution control device that includes
lime coated fabric fitters with an intermittent lime injection feeder. Lime addition will be monitored daily to ensure that
the lime feed rate is set at 10.4 poundsfhour and that a total count of five per day of fifty pound bags of lime is used.

The only fuel is natural gas that is fired through a set of two 10 mmBtu/hr bumers for a total of 20 mmBTU/hr.
Process and combustion emissions from the furnace are vented through a single flue stack. The fumace processes
coated and uncoated serap aluminum alloy listed in Description of Scrap Aluminum (Appendix C).

The furnaces operate as a continuous batch process, with aluminum scrap being placed on the deck of the charging
table by means of forklifts. There is a maximum of three charge periods during the course of the day. An alloying
metal may be added to the molten aluminum bath depending upon the type of product being manufactured. The
front door of the furmace is opened immediately before placing the charging table into position and is closed as soon
as the charging is finished.

Reactive chlorine flux is injected into the furnace motten metal bath with a degassing wand during a 15 minute period
just prior to casting. The fumace bath is fluxed as needed with a maximum of 3¢ pounds of Amlox 72F or
equivalent/21.6 tons aluminum or maximum 60 pounds of Amlox 72F or equivalent/day = typical 20 pounds of Amiox
72F or equivalent/charge x maximum 3 charges/day. This equates to a maximum 0.885 pounds chlorinefton
aluminum charged. The maximum potential stoichiometric amounts of Hazardous Air Pollutants (HAPS) produced
from these fluxes are 7.17 ton HClfyear and 7.17 ton total HAPS/year. Air Emission Calculations are presented in

Appendix E.
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Section 3
Test Objectives

The aluminum furnace is required to meet FDEP's limit of 5.85 pounds PM/hour and less than 20 percent opacity in
accordance with F.A.C. Rule 62-296.320(4)(a) and Rule 62-296.320(4)(b).

The emission test methodology is designed fo establish the highest levet of PM emissions possible from the fumace
under normal operating conditions from each source.
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Section4 _
Performance Test Conditions
and Furnace Operation

4.1 Introduction

This section provides the rationale used in establishing performance test conditions and for determining the number
of test runs to be performed. in addition, it defines operating parameters proposed for the funace during testing,
sampling and monitoring methods, and how the data gathered during the performance test wil define the fumace
operating limits and demonstrate ongoing compliance with the emission limit.

4.2 Testing Rationale

The performance test for PM wifl be conducted while operating within 10% of the highest permitted process rate
based on operating cycle of 2.2 tons aluminum/hour, within 10 % of the greatest permitted reactive flux rate based on
operating cycle of 0.885 pounds chlorine/ton aluminum charged, and at 60% by weight of ISR (Insfitute of Scrap and
Recycling Industries) Code Tutu (highest potential emission). Refer to Appendix F for summary of Operating Cycle
Comparison for PM/VE Testing. Daily operation at equal or lower operafion levels will ensure ongoing compliance
since performance test results would have passed regulatory standards. The performance test will be conducted as
much as possible during daylight hours to provide safe working conditions and to obtain accurate
measurements/readings.

If it is impractical to test PMAVE within 90-100% of the maximum permitied process rafe or reactive flux rate, this
emission unit may be tested at less than the maximum permitted process rate or reactive fiux rate; in this case,
subsequent emission unit operation is limited to 110% of the test rate until a new test is conducted. Once the unit is
so limited, operation at a higher rate is allowed for no more than 15 consecutive days for the purpose of additional
compliance testing to authorize operation at 110% of the higher test rate but not to exceed the maximum permitted
rate. ‘

There will be 3 separate PM performance test runs conducted during 3 different days. All PM test runs will be
approximately 7 hours in length fo cover entire PM test operating cycle. The highest potential emission of PM occurs
during the shorter 7 hour operating cycle. Refer to Appendix F for summary of Ope:éﬁng Cycle Comparison for
PM/VE Testing. Actual start/stop times and charge weights may vary depending on the process operations of the
day.

Concurrent with the first 1 hour (highest potential emission) of the first test run for PM sampling, a certified visible
emissions (VE) evaluator will conduct a FDEP's visible emission performance test in accordance with Reference
Method 8 for 1 hour readings to determine the level of opacity emitied from the baghouse discharge stack.
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The tons aluminum/hour of process rate based on operating cycle, pounds chlorinefton aluminum of re tlve @rate
based on operating cycle, % by weight of Tutu and pounds lime/hour will be calculated for all three PM p rma qe:
test runs base on the following recorded information:

¢ The total quantity (in tons) of scrap aluminum charged
» The total length (in hours) of operafing cycle

e The total quantity (in tons) of Tutu material charged

o The quantity {in pounds) of flux added to charge

¢ The quantity (in pounds) of lime added per day

A calibrated scale accurate to 1% or better will be used to weigh charge material. Equivalent potential amount of
chiorine from fluxes will be calculated from stoichiometric equations. Weight of fluxes and lime will be based on
manufacturer's pre-weighed packages.

4.3 Stack Parameters

Baghouse stack gas emission parameters will be measured using United States Environmental Protection Agency
(USEPA) Reference Methods for Sampling of Stationary Sources. Specifically, USEPA Reference Method 1 will be
used to esftablish the sample and velocity traverse points. USEPA Reference Method 2 will be used to determine the
stack gas differential pressure (from which the stack gas velocity can be calculated). USEPA Reference Method 3
will be used to determine the stack gas composition by assigning a value of 30.0 for dry molecular weight, in lieu of
actual measurements for processes buming natural gas, while USEPA Reference Method 4 will be used to measure
the stack gas moisture content. The baghouse vertical emission stack has a 4 feet diameter with a combination
permanent/temporary sampling platform in accordance with 62-297, F.A.C. (Refer to drawing in Appendix B).

4.4 Particulate/Opacity Testing

Baghouse stack gas emissions will also be sampled and analyzed for PM utilizing USEPA Reference Method 9
sampling train. As noted previously, the remelt fumace operates as a continuous batch process. Therefore, the
performance test for each batch process will consist of three separate PM test runs for approximately 7 hours each in
order to sample the entire test operating cycle. 12 sample points will be sampled per port for PM. Each traverse point
will be sampled for 17.5 minutes as probe is started all the way out and pushed all the way into stack (total 210
minutes per port). One sample port will be tested at a time. A diagram showing the testing port locations is included
as Appendix B. Concurrent with the first 1 hour run for PM sampling, a certified visible emissions (VE) evaluator will
conduct a USEPA Reference Method 9 test for 1 hour readings to determine the level of opacity emitted from the
baghouse discharge stack. Operating cycle is defined in accordance with 40 CFR 63.1503 as the period beginning
when the feed material is first charged and ending when the casting process is completed.
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4.5  Baghouse Operating Conditions L
Baghouse inlet temperature will be recorded to establish the 3-hour block average, lime addition will be recorded,

and baghouse pressure drop will be monitored in accordance with the Operation Monitoring and Maintenance

(OM&M) Pian.

4.6 Ongoing Compliance Demonstration

Following demonstrated compliance with F.A.C. Rule 62-296.320(4)(a} and Rule 62-296.320(4)(b) emission limits of
5.85 pounds PMhour and less than 20 percent opacity, the process rate of up to 2.2 tons aluminum/hour based on
operating cycle, the reactive flux rate of up to 0.885 pounds chlorine/ton aluminum charged based on operating cycle,
and 60% combined weight of ISRt Code Tutu or Toto will become the furnace maximum operating limits in
accordance with FDEP permit issued to Facility 1030114. The OM&M Plan will establish monitoring parameters and
record keeping requirements to demonstrate ongoing compliance.
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Section 5
Compliance Test Summary and Schedule

A summary of the compliance testing purpose and a proposed schedule are as follows:

«  Testing is being performed to satisfy requirements of FDEP's F.A.C. Rule 62-296.320(4)(a) and Rule 62-
296.320{4)(b).

»  Testing is being conducted to demonstrate compliance with the PM and VE limits specified for the remelt
furnaces.

« This testing program will be conducted in accordance with FDEP's permit issued to Facility 1030114, A daily
schedule is provided in Table 1, FDEP and PDEM will receive notification from M! of actual test dates at least 15
days before test begins.

« Testresults will be submitted by M to the FDEP and PDEM within 45 days of last test completion.

Table1
Proposed Compliance Testing Schedule

Preparation day Arrive on the site, set up equipment, and prepare for Test Run #1.
First Week ~ First Day Perform DF Test Run #1 on the fumace.
First Week ~ Second Day Process Test Run #1 sample and prepare for Test Run #2.
Recovery day Operate production without conducling fest.
First Week — Third Day Perform DF Test Run #2 on the furnace.
First Week — Fourth Day Process Test Run #2 sample and prepare for Test Run #3.
Recovery day Operate production without conducting test.
First Week — Fifth Day Perform DF Test Run #3 on the furnace.
Second Week - First Day Perform PM Test Run #1 and VE Test on the furnace.
Second Week - Second Day Perform PM Test Run #2.
Second Week — Third Day Perform PM Test Run #3.

Dismantle equipment, pack, and depart.

Note: In the event of a malfunction or mishap, variance fo the above schedule may be granted at the discretion of the EPA,
FDEP, or PDEM.
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Section 6
Quality Assurance

W

6.1 Internal Quality Assurance

internal quality procedures will be used to review and control data gathered by MI personne! and contractors during
the testing events. These procedures will cover such information as emission tests, data parameters for process and
emission control units, raw material samples, record keeping, and reporfing. Specific quality control (QC) procedures
will be followed to ensure the continuous production of valid data throughout the course of this test program. The QC
checks and procedures described in this section represent an integral part of the overall sampling and analytical
scheme. Strict adherence to prescribed procedures is quite often the most applicable QC check. A discussion of
both the sampling and analytical QC checks that will be utifized during this program is presented below.

6.1.1  Chain-of-Custody Procedure

The environmental testing firm's field personnel will be responsible for labeling each individual sample and
completing a chain-of-custody sheet fo track samples through the analysis process.

6.1.2  Source Test Preparation
MI will provide or, as required, make fhe necessary facilifies available as follows:
» Sampling ports located as required by the regulations for the applicable test methods
» Safe sampling platform(s) '
¢ Safe access to sampling platform(s)
o Utilities for sampling and testing equipment

6.1.3  Source Test Analysis

Al source testing analyses will be completed per the requirements of the referenced test methods. The
applicable test methods are identified in Section 4.

6.1.4  Leak Check Procedures
All leak check procedures will be completed per the requirements of the referenced test methods.

6.1.5  Equipment Calibration
All process equipment calibration will be completed in accordance with the OM&M Pian.

6.1.6  Analytical Instrumentation
All analytical instrumentation will be as identified in the requirements of the referenced test methods.
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6.1.7  Methods Validation
All method validation will be completed per the requirements of the referenced test methods.

6.1.8  Record Keeping
Ali record keeping will be done in compliance with the OM&M Plan.

6.1.9  Reporting

All reporting will be done in compliance with FDEP's permit issued to Facility 1030114. The “Initial
Notification of Compliance Status Report” will be submitted 60 days following the compliance date for the
affected source. This report will summarize all of the collected data and establish the monitoring
parameters values that will be tracked to demonstrate continuous compliance with the standard.

6.2 External Quality Assurance

External quality assurance (QA) procedures will be those established and used by outside testing firms and
laboratories. All contractors will comply with the requirements of their QA programs during the testing event. The
environmental testing firm will follow the QA methods published in the Quality Assurance Handbook for Air Pollution
Measurement Systems, Volume Ill (EPA 600/4-77-0276). Data quality will be verified by including sample blanks and
spikes as required by the applicable method's requirements.

Information or data generated by outside testing firms or faboratories will be handled and maintained at a minimum
per the previously described internal quality procedures.

6.3 Data Quality Objectives

The test plan is to identify data quality objectives that are associated with the monitoring of process parameters, the
measurements of direct process emissions, and other process observations that are made to demonstrate
compliance with the NESHAPs.

Operation of the remelt furnace requires that specific operating parameters be monitored during the performance
test. The data collected must be evaluated to address the data quality objectives that are associated with the
measurement, collection, and data processing acfivities. '
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6.3.1  Continuous Monitoring Systems

The systems that are operated to collect and monitor the affected source or emission unit to demonstrate
compliance are classified as continuous monitoring systems (CMSs). A CMS s defined as a

comprehensive term that may incorporate, but is not limited fo, continuous emission monitoring instruments,.

continuous opacity monitoring systems, continuous parametric monitoring systems, or other manual or
automatic monitoring devices that are used to demonstrate compliance with an applicable regulation on a
continuous basis, as defined by the regulation. The following CMSs will be operated to demonstrate
compliance with the NESHAPs operational requirements for the M facility.

Charge feed amount will be recorded on the Fumace Charge Log (Appendix G).

 Baghouse iniet temperature will be recorded every 15 minutes and the averaged temperature over
a 3-hour period will be calculated.

o Lime addition monitoring procedures will include reading the lime feed rate setting and counting the
total number of fifty pound bags of fime that have been used per day. Results of ime addition wil
be recorded on the Lime Feed Inspection/Maintenance Completion Log {Appendix G).

e Baghouse pressure drop will be recorded on the Baghouse Inspection/Maintenance Completion
Log {Appendix G).

« Reactive flux feed rate will be recorded on the Daily Operation Log - Reactive Flux Feed Rate
(Appendix G).

The operating parameters for this aluminum fumnace based on the Performance Tests results will be
established in the Operation, Maintenance, and Monitoring plan.
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Appendix A
CMS Performance Evaluation Test Plan
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CMS Performance Evaluation Test Plan_

Facilities that are subject to a NESHAPs that have operational requirements that must be monitored using CMSs are
required to prepare this additional plan. The CMSs associated with this plan are as follows:

o Furnace charge feed amount

« Baghouse inlet temperature

s Baghouse lime addition rate

= Baghouse pressure drop

¢ Reactive flux feed rate
The operating parameters for this aluminum fumace based on the Performance Tests results will be established in
the Operation, Maintenance, and Monitoring pian.

Scope of the Plan as Specified by 40 CFR Part 63.8(e).

This plan covers the performance evaluation of the multiple CMSs as specified for this source in the NESHAPs for
Secondary Aluminum Production (40 CFR 63 Subpart RRR). The types of systems installed to address these CMSs
have been listed above.

The issues that affect the evaluation of the CMS devices will be observed and recorded as specifically identified in
this plan. USEPA guidance documents (e.g., Compliance Assurance Monitoring (CAM) Technica! Guidance) and the
manufacturers’ specifications of the selected monitoring devices are being used to establish this plan.

General Operation Description

Furnace Charge Log, Lime Feed Inspection/Maintenance Completion Log, Baghouse Inspection/Maintenance
Completion Log, and the Daily Operation Log - Reactive Flux Feed Rate (Appendix H) are to be completed in
accordance with the OM&M Plan.

CMS Evaluation Program Objectives

The PM performance test process rates based on operating cycle are to be within 10 % up to a maximum permitted
process rafe of 2.2 tons aluminumthour, the reactive flux feed rates based on operating cycle are fo be within 10 %
up to a maximum permitted reactive flux feed rate of 0.885 pounds chlorine/ton aluminum, and the lime feed rate is to
be 10.4 poundsfhour during the CMS evaluation program.

CMS Evaluation Program Summary
The CMS systems will be checked and/or calibrated as required semiannually in accordance with the OM&M Plan.
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CMS Data Quality Objectives

The observations that result from this plan will be recorded assigning each record with the name of the device being
monitored, the time of the observation, the inifials of the individual making the observation, and a description of the
observation (numeric readings will be accompanied with appropriate units).

If applicable, regulatory personnel will be offered a briefing of the critical system location and the planned schedule of
events on the day of the actual performance testing.

The environmental testing contractor will be provided all relevant information regarding the monitoring devices during
the setup period for the performance test.
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Appendix B
Stack Test Port /Platform Diagram
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Appendix C
Description of Scrap Aluminum
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MI METALS — OLDSMAR
DESCRIPTION OF SCRAP ALUMINUM
revised 7/18/08

Grades

Aluminum Extrusions (includes bales, bin, bag, shreds and butt ends) — shall consist of
clean aluminum extrusions including window & door frames. Must be free of iron inserts,

screw, plastic, rubber or other foreign materials.

Low Copper Aluminum — shall consist of clean, uncoated aluminum plate, may include
clips or punching. ISRI grade Taboo may be included in this grade.

New Beverage Can Stock — shall consist of new clean pre-consumer aluminum can stock
(printed or unprinted) and may include clips or punching skeletons, & cans in various
states of production but may not include whole cans from packaging lines. Equivalent to
ISRI code Take.

Remelt Aluminum Ingot — shall consist of remelted aluminum scrap from a sweat furnace
operation & poured into a uniform pigs or ingot blocks with a minimum weight of 25
pounds, and a maximum weight of 75 pounds. Must be free of slag or dross materials and
prepared in a uniform material handleable form. Similar to ISRI code Throb.

Remelt Aluminum Sows — shall consist of remelted aluminum scrap from a sweat furnace
operation & poured into a uniform slabs or sow blocks with a minimum weight of 500
pounds, and a maximum weight of 2200 pounds. Must be free of slag or dross materials
and prepared in a uniform material handleable form. Similar to ISRI code Throb.

Bare Aluminum Wire — shall consist of clean aluminum wire free of iron or insulation.
ISRI code Tassel, Taste, Talon, and Tann may be included in this grade.

Aluminum Nodules — shall consist of clean aluminum wire recovered from a chopping
operation and must be free of iron, copper, & brass wire, aluminum hair wires and free of
dirt, oil, and foreign materials. Equivalent to ISRI code Tall.

ISRI (Institute of Scrap and Recycling Industries) Codes

Taint/Tabor - Clean Mixed Old Alloy Sheet Aluminum - shall consist of clean old alloy
aluminum sheet of two or more alloys, free of foil, venetian blinds, castings, hair wire,
screen wire, food, or beverage containers, radiator shells, airplane sheet, bottle caps,
plastic, dirt, and other non-metallic items. Oil and grease not to total more than 1%. Up to
10% Tale permitted.



Take - New Aluminum Can Stock — shall consist of new low copper aluminum can stock
and clippings, clean, lithographed or not lithographed, and coated with clear lacquer but
free of lids with sealers, iron, dirt and other foreign contamination. Oil not to exceed 1%.

Tall - E. C. Aluminum Nodules - shall consist of clean E. C. aluminum, chopped or
shredded, free of screening, hair-wire, iron, copper, insulation, and other non-metallic
items. Must be free of minus 20 mesh material. Must contain 99.45% aluminum content.

Talon - New Pure Aluminum Wire & Cable — shall consist of new, clean, unalloyed
aluminum wire or cable free from hair wire, ACSR, wire screen, iron, insulation and
other non-metallic items. '

Tann - New Mixed Aluminum Wire & Cable — shall consist of new, clean, unalloyed
aluminum wire or cable which may contain up to 10% 6000 series wire and cable free
from hair wire, wire screen, iron, insulation and other non-metallic items.

Tata - New Production Aluminum Extrusions — shall consist of one alloy (typically
6063). Material (includes bales, bin, bag, and shreds) may contain “butt ends” from the
extrusion process but must be free of any foreign contamination. Anodized material is
acceptable. Painted material or alloys other than 6063 must be agreed upon by buyer and
seller.

Toto — Aluminum Extrusions “10/10” — shall consist of new production and old/used
6063 extrusions (includes bales, bin, bag, and shreds) that may contain up to (but not
exceed) 10 % painted extrusions and 10% 6061 alloy extrusions. Must not contain other
alloys of aluminum. Material should be free of zinc corners, iron attachments, felt,
plastic, paper, cardboard, thermo break, and dirt and other contaminants.

Tutu — Aluminum Extrusion Dealer Grade — shall consist of old extruded aluminum of
typically alloy 6063, 6061, or 7075 that contain more than 10 % painted extrusions
(includes bales, bin, bag, and shreds). Material must be free of iron, thermo break, saw
chips, zinc corners, dirt, paper, cardboard, and other foreign contamination.
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MIMETALS - OLDSMAR

PERMIT 1030114

EU ID 001

DAILY OPERATION LOG — OPERATING CYCLE PROCESS RATE revised 1/22/2010

month/year

max allowed 1.35 tons Al processed/hour based on operating cycle will be increased to 2.2 ton Al/hour after successful subsequent PM/VE performance test

first charge

second char

ge

optional third charge

total/day

day

tons Al
process

cycle
begin
am_pm

cycle
end
am pm

cycle
hours

tons Al
hr

tons Al
process

cycle
end
am pm

cycle
begin
am_pm

cycle
hours

tons Al
hr

tons Al
process

cycle
begin
am_pm

cycle | cycle
end hours
am_pm

tons Al
r

Amlox
max

60 1b

sign

Conversion factor: 1 Ib Amlox 72F = (.655 lbs HCI

hours

tons Al

Ibs Amlox 72F

tons HCl

tons HAPS

tons PM

tons D/F

month

NA

NA

NA

NA

12 month

max timit

8760

19,272

NA

(R

717

25.6

289107




MI METALS - OLDSMAR

PERMIT 1030114
FURNAGE-CHARGE-LOGrevised-1/22/2010

Weight
Pounds Al Painted Tutu

Bale
Painted Toto

Mill Finish

Ingot
Primary ingot

EUID 001

Billet Butt

Tote Bin/Bag
Painted Tutu | Painted Toto

Batch #I:l

Mill Finish

O 0NN B W N R

[ g
o

oy
=

[y
%)

[y
23]

e
S

-
{n

[
(2]

ey
~d

50y
]

=
(=]

N
Q

N
ey

N
[

N
w

[\
=

N
U

Total Tons Al |

I I

Tons Al Charge Feed Amount Based on Operating Cycle

[ ]

Max Allowed Charge Feed Amount Based on Operating Cycle = 21.6 tons Al

]

% Tutu + Toto

Totat Hours Operating Cycle

|

Tons Al/Hour Process Rate Based on Operating Cycle

Max Allowed Tutu + Toto = 60%

]

Max Allowed Process Rate Based on Operating Cycle = 1.35 Tons Al/Hour
will be increased to 2.2 Tons Al/Hour after successful subsequent PM/VE performance test

Sign




PERMIT 1030114

MIMETALS - OLDSMAR
EUID 001

DAILY OPERATION LOG - REACTIVE FLUX FEED RATE revised 1/22/2010

month/year

Amlox72F or equivalent is reactive chlorine flux injected over 15 minule period;
max allowed 0.815 ibs Clton Al will be increased to 0.885 1bs Cl/ton Al after successful subsequent PM/VE performance test

conversion factor 0.637 lbs Cl/Ib Amlox72F;

am pm

am pm

am pm

first charge

cast beging when flux ends

am pm

am pm

second charge

am pin

cast begins when flux ends

date

charge
begin

flux
begin

flux end
cast begin

Ibs Amiox
15 min

Ibs C1
x 0.637

tous Al

Ibs Cl
ton Al

charge
begin

flux
begin

flux end
cast begin

Ibs_Amlox
15 min

Ihs Cl
% 0.637

tons Al

lbs Cl
ton Al

sign:

10

1

12

14

i5

16

17

18

19

20

21

22

23

24

25

26

27

28

29

30

31




MI METALS - OLDSMAR
PERMIT 1030114 EU ID 001

DAILY OPERATION LOG — REACTIVE FLUX FEED RATE revised 1/22/2010

month/year

Amlox72F or equivalent is reactive chlorine flux injected over 15 minute period;  conversion factor 0.637 lbs Cl/lb Amlox72F;
max allowed 0.815 [bs Cliton Al will be increased to 0.885 Ihs Cliton Al after successful subsequent PM/VE performance test

optional third charge
ampm  ampin__ ampm cast begins when flux ends

date | charge flux flux end |Jbs Amlox] 1bsCl | tons Al | lbsCl
begin begin_fcastbegin| 15 min | x0.637 ton Al

sign

1

10

11

12

13

14

15

16

17

8

19

20

21

22

23

24

25

26

27

28

29

30

31




month/year

MI METALS - OLDSMAR

PERMIT 1030114
TIME FEED INSPECTION/MAINTENANCE COMPLETION-EOGrevised-10/31/08 - ——

EUID 001

monitor setting/inspect feeder at beginning of each shift

morning

afternoon

night

bags used
50 Ibs/bag

total lime
used

comments - inspect every 4 hours
for 3 days after blockage

date
limit

Ths/hr
10.4

free flow

sign

Ibs/hr
10.4

free flow

sign

Tbs/hr
10.4

free flow

sign-

bags/day
5

Ibs/day
250

deviation/blockage causc
comrective action taken

i ] W™

~)| O

10

11

12

13

14

15

16

17

18

19

20

21

22

23

24

25

26

27

28

29

30

31




MIMETALS - OLDSMAR
PERMIT 1030114 EUID 001

TIME FEED INSPECTION atter BLOCKAGE COMPLETION LOG Tevised 1730709

Date blockage occurred monitor setting/inspect feeder every 4 hours for 3 days after blockage

Day 0 Day 1 Day 2 Day 3

sign

time | Ibsthr | free flow sign Ibs/hr | free flow sign Ibs/hr | free flow sign Ibs/hr | free flow
10.4 10.4 10.4 10.4

12 am

4 am

8 am

12 pm

4 pin

8 pm




MI METALS - OLDSMAR

PERMIT 1030114

EUID 001

PROCESS-INSPECTION/MAINTENANCE COMPLETION LOG revised 10/31/08

month/year

sign after work completed

daily

weekly

monthly

date

check/refill
water

check
Al/gas leaks

emissions

check visible jadd algaecide;

fscale chem

check
refractory

clean air filter] cleanup area

Temove
sludge/dross

grease motor/
pumps

unit
labeling

sign

10

11

12

i3

14

15

16

17

18

19

20

21

22

23

24

25

26

27

28

29

30

31




MI METALS - OLDSMAR
PERMIT 1030114 EUID 001

BAGHOUSE-INSPECTION/MAINTENANCE-COMPLETION LOG revised 1/22/2010

month/year éign after work completed per OM&M Plan

daily monthly annual 3 year

date

pressure < 8"W.C. teraperature < 217°F mal- | equip |buildup/| i/ |detector/] bag | shaker | fan/ | replace
function joperation| leaks | grease | alarm cond housing |wom bags

sign

co| =3 &} th]| &

10

i1

12

13

14

15

16

17

I8

19

20

21

22

23

24

25

26

27

28

29

30

31




