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PERMIT TO OPERATE

NCU 037-12

LOUISIANA-PACIFIC SAMOA
SAMOA, CA

JUNE 19, 2000

NORTH COAST UNIFIED
AIR QUALITY
MANAGEMENT DISTRICT

2300 MYRTLE AVENUE PHONE (707) 443-3093
EUREKA, CALIFORNIA 95501 FAX (707) 443-3099




JAUALH:
k,

Whereas a timely application for a Permit to Operate has been made by Louisiana-Pacific Samoa,
Inc.{hereinafter called the Permiltes) pursuant 1o Regulation 5 (implementation of federal Title V operating
permits) of the Rules and Regulations of the North Coast Unified Air Quality Management District
(hereinafter called the District), and said appiication has been reviewed and found cemplete by the Air
Potlution Control Officer of said District (hereinafter referred 1o as the Control Qfficer or NCUAGMD).

Unless otherwise noted, all requirements in this PERMIT are federally enforceable.

This is your Permit 1o Operate (hereinafter called PERMIT) subject 1o the following terms and conditicns.
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PERMIT UNITS

(1) Permit Number - NP-O72(Pulp Mill )

Name - Recovery Boiler

I. BASIC EQUIPMENT - The peimities operaies an A. Ahlstrom Corporation 3 mitlion pounds per day of
black liguor solids recovery fuimace ior recovary of puld il process chemicals and generation of sieain
for mill processes. The Turnace Duwins black liquor at approximaiely 70% solids content. The iurmace also

has starip and lead carrying buiners ihat combust naivral gas. The siarun bumers are raed at 144
million Btu/hr heat input while the tvo 1oad canying low-NOx bumners are rated at 288 million Biu/hir heat
Nt

I, CONTROL EQUIPMENT - Particulaie matier s conuollad with an 2leciosialic precipitaior
nanufaciured by Environmenial Eleiments. Tha unit has two parallel chambars with thiee fields in each
chamber and a oial plata aies of 153.648 sc.fi. Plates are cleaned by mechanical rapping and gravity feed
i discharge hoppers. The matarial in the hoppers 1S mechanically conveyad 1o the sali cake mix tank,
The conirol of suliur dioxide is accomplished by high black liguor solids firing at normal liguor flows
which susiain normal smelt bed height and temperaiures.  Nitrogen oxides are controlled while firing
nawural gas with the use of the Low-NOx burners while combustion conwols are utilized while firing blacx
liGuer.

I EMISSIONS LIMITATIONS
A. Particulate Matter
1. Particulate loading - The permities shall not discharge into the atmospheare
particulaie maiter in excess of 0.025 grains per standard cubic foot of exhaust gas
corrected o 8 parcent oxygen|This is a sirzamlinad permit condiiion which accounts for
District SIP Rule 420(c) approvad 10/31/80. MSPS 40 CFiR 80.282 and Distiict Authority 1o
consiruct dated 1/22/1].
2. Visible emissions - The parmitiee shall not discharge into the aimosphers paiticuiate
matigr which exhibits an gpacity of 20 percent of giealer O @ Six minuis average
hasis|This is a sweamlined permit condition which accounis for Disuict SiP Rule 410(a)
approved T0/31/80, NSPS 40 TFR 60.282 and District Authority 1o consiruct dated 1/22/91).
a. This liimiation does not apply during perods of staru) or shudowi, or during a
braaxdown condition.  Startuen and shuidown shall be definad for this ernissicn
limiiation a5 those neriods of tme when Dlack liquor s not being fired in the
ivimace[Regulation 1, Rule 410(d)].
B. Total Reduced Sulfur - The permiittes shall not discharge into the arnosphere wial reduced
sulivr(calculaiad as H2S5) in excass of 3 pomv correcled 10 8% orygen and reporiad as two 12-
O averacss per 24 howe period|This is @ sureamiined Darmit condition which accounis for
Disirict SIP Rule 57 approved $/22/72. NSPS 40 CFR 80.283 and Disuict Authority 1© consiilct
caied 1/22/91].
a. This limiiation does now apply duving pariods of staitup or shuidown, or during @
bregxcown condition.  Siariup and shuidowin shall he defined for this emission
limitation as ing 12-hour peried ollowing the intreduciion of black liguor inic the
boiler|Regulation 1. Rule 240(ci)].
C. Sulfur Dioxide -
1. The permiiize shall not discharge into the atrnosphare sulfur dioxids in excess of 50
ppmy correcied o 8% oxyyen and reported as wo 12-hr averages per 24 hour
period[Disirict Authority 1o consiruct dated 1/22/91].
a. This limitaticn does not apply during periods of ow liguor llow oF smelt bad
height Gue o @ planinad shuidown or starup, o during a fumace or mill breakdown
condition which would craatz low liguor ilow or smelt bed height conditions.
Liquor flows of less than 180 gpm shall be considerad low flows for the purpcse of
this section|Regulation 1. Rule 240(d)].
2. Genaral Provisions section L4{SIP rule adopied 8/2/761,
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D. Carbon Monoxide - The permitiee shall not discharge into the atmosphere carbon monoxide
in excess of 250 ppmv coriected 1o 8% oxygen and reported as two 12-Nr averages per 24 hour
period|Authority 1o construct. dated 1/22/41].

a. This limitation does not apply during periods of startup or shuidown, or during a
breakdown condition,  Startup and shutdown shall be defined for this emission
limitation as the 12-hour pericd following the inroduction of black Liquor iNto the
boiler|[Regulation 1, Rule 240{(d)|.

E. Nitrogen Oxides - The permitiee shall not discharge into the aimosphere nirogen oxides

(calculated as nitrogen dioxide) in excess of[EPA PSD permit issued April 12, 1989

1. Under normal operating conditions.
a. When firing black liquor solids exclusively or in combination with natural gas,
78 ppmy corracled 10 8% oxygen and reported as two 12-Nr averages per 24 hour
period,
. wWhen firing natural gas exclusively, 82 ppmv coirected 10 8% oxygen and
reported as two 12-hr averages per 24 hour period.

2. Transient mode{natural gas onty), 40 Ibs/hi on a 3 hr average.

For the purposes section &, Nitrogen Oxides, transient mode is defined as the pericd of time

immediately following a boiler startup of shutdown that 1s reguired o perform safety and

operational tests necessary 10 ensure proper performance of the furnace. This timeframe shall not
exceed 24 hours and does not include penicds of time when black liquor solids are being fired in

the furnace EPA PSD permit dated April 12, 1999].

V. COMPLIANCE MONITORING
A, The following methods shall be used for determining compliance with the above emissions
limitations:
1. Particulate Matter - CARB Method 5. The permitiee shall be required t© have
particutate matter from the furnace tested once per calendar year. If the compliance test
result 1s less than one-half the permitted limit, then the next year compliance est may be
waived by the District[Regulation 1, Rule 240(h)].
2. Visible Emissions - The permitiee shall operate and maintain a continuous opacity
mMonNitoring system({COomMS) {40 CFR 80.48b{(a)].
a. 40 CFR 80, Appendix B. Performance Specification 1 shall be the basis for the
operation of the COMSIA0 CFR 60.486(B)].
D, A hot stack zero and alignment of the COMS shall be conducied during startups
which occur after planned shutdowns while the furnace 15 being fired on natural
gas prior 1o the introduction of black liquor inte the furnacelRegulation 7, Rule
240(d)].
3. Total Reduced Sulfur, Sulfur Dioxide, Carbon Monoxide, Nitrogen Oxides -
The permittee shall  operate, maintain and calibrate daily @ coninuous emissions
monitoring system(CEMS) for the determination of ctal reduced sulfur, sulfur dioxide,
carbon monoxide, and nitrogen oxides from the fuinace. The CEMS shall be operated in
conformance with 40 CFR, Part 60, Appendix B, Performance Specifications. and RATA
requirements of Appendix F. Quality Assurance Procedures]JAuthority 1o construct, dated
1/22191 and for NOx specifically, EPA PSD permit dated April 12, 1298,
B. All CEMS and COMS shall be in full cperation while either natural gas and/or black liguor is
being fired in the furnace[Regulation 1. Rule 240(d)]
C. The permiltee shall mainmain and operate instrumentation 1o measure black liguor and natural
gas flows into the furnace[EPA PSD permit daied April 12, 1999,
D. For all gaseous ernissions, i any 12 hr period contains missing CEMS data, the 12-hr block
average shall be calculated using all avallable CEMS data points. averaged over the time period
represented by those datalRegulation 1, Rule 2410{(d); EPA PSD permit dated April 12, 1929

V. REPORTING AND RECORDKEEPING - se¢ General Provisions. section F.
A. The permiuee shall maintain data on the operation of the furnace which shall include the black
liquor solids firing rate. steam flow. steam lemperature, natural gas firing rate. and hours in
ransient mode|Regulation 1, Rule 240(d)|.
B. The permittee shall report all occurrences of excess emissions from the furnace to the District
in accordance with the uming requirements of Regulation 1. Rule 540, Equipment
Breakdown|Regulation 1, Rule 240(d}).
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C. For NOx emissions only, the permittee shall notify the EPA, Region IX, Director of the Air
Division within 48 hours following any failure of air pollution conirol equipment, process
gquipment. or of a process e operate i a normal manner which results In an increase in
emissions above any allowable emissions limit stated in section ULE for this parmit unit A follgw-
up report shall be made to the Director within 15 days of any such failure.  This notification shall
include & description of the malfunctioning equipment or abnormal operation. the date of the initial
failure. the period of time over which emissions were increased due 10 the failure, the cause of the
failure. the estimaied resultant ernissions in excess of those allowed, and the methods utilized 0
restore normal cperations|EPA PSD permit dated April 12, 1999).
D. A quarterly report related 1o NOx emissions only shall be subimitied 1o the EPA, Region X for
every calendar quarter. This report shall include the followinglEPA PSD permit dated April 12,
1959
1. The magnitude of excess emissions compuied in accordance with 40 CFR 80.13(h), and
cenversion factors used, and the date and time of commencement and completion of ach
time period of excess emissions.
2. Specific identification of each period of excess emissions that occurs during startups.
shutdowns, and malfunctions of the furnace systems.  The nature and cause of any
malfunction (if known) and the corrective action taken cr preventive measures adopted
shall also be reported.
3. The date and time identifying each period during which the continuous monitoring
system was inoperative, repaired. or adjusied.  Such information shall be stated in the
report.
1. Wien no excess emissions have occurred or e continuous manitoning system has not
been inoperative. repaired. or adjusied. such information shall be stated in the report.
5. Excess emissions shall be defined as any 12 howr period during which the average
emissions of NOx. as measured by the CEMS. exceeds the emission limits set forth in
section I1.E for this permit unit.
6. The report shall include a summary report form in accordance with 40 CFR 80.7(d).
The monthly report submitted o the District will be deemed equivalent for the purpose of a
guarterly report submittal to the District.
E. The permiitee shall demonstrate compliance with Section {ILE.1.b. for this permit unit by
submitting o the EPA, Region (X within 80 days after an annual startup, CEMS data which
demonstrates compliance with the emission limitfEPA PSD permit dated Aoril 12, 1889].

VI. OPERATING CONDITIONS - see General Provisions, section C.
A. The furnace shall not be operated at a firing rate which exceeds a calendar monthly average of
3,000,0C0 pounds per day of black liquar solids|Authority 1o construct dated 1/22/91].
B. While the furmace is firing liquor, the permittee shall continuously operate and maintain the
control equipment described in section Il of this permit unit in a condition which can be assured (o
control perticulate matter emissions to within permitted  limits|Authority o construct  dated
1/22i91].
C. At all times, including periods of startup, shutdown, and malfunction, the permittee shall
maintain  and operate the furnace (including associated air pollution control  equipment:
glectrostatic precipitator. overfire air sysiems. low NOx burners systems) in a manner consistent
with good air pollution control practices for minimizing emissions|ERPA PSD permit dated April 12,
1999: Regulation 1. Rule 240(d)] :
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(2) Permit Number - NP-O73(Pulp Mill)

Name - Lime Kiln

[. BASIC EQUIPMENT - The permittee operates a rotary lime kiln manufaciured by Traylor Engineering
and Manufacturing Company. The kiln mgasures 10 feat in diameter by 270 feet in lzngth. The following
lime mud impurity reduclion systems are a part of the lime production procaess (1) A green liquor filiration
system consisting of a Green Liquor Filter{X-filter) and a dregs precoat filier. {2) Mud washing for removal
of sulfide impurities from the mud: and (3) Mud piraccai filtration for reduciion of mud moisture contert
and impurities prior 1o introduction of the mud (calcium carbonate) into the kiln.

(I. CONTROL EQUIPMENT - Particulate matter is controlled with @ venturi scrubber manufactured by
Chemical Construction Corporation.

[t EMISSIONS LIMITATIONS
A Particulate Matter
1. Particulate loading - The permittee shall noi discharge into the atmosphere
particutate matter in excess of 0.20 grains per standard cubic foot of exhaust gas corrected
10 10 percent oxygen or 1.0 pounds per ton of kraft pulp mill production, whichever is the
more restrictive condition|This is a streamlined permit condition which accounts for District
SIP Rule 420(d) approved 10/31/80, and District Regulation 1, Rule 420(d)(2) adopted on
1/19/681.
2. Visible emissions - see General Provisions, section L.
B. Total Reduced Sulfur - The permittee shall not discharge into the atmosphere TRSicalcutaied
as Hz25) in excess of 20 ppmv of 0.10 pounds of TRS per ton of kraft pulp production as a daily
arithmetic average, whichever is the more restrictive condition. The 0.1C pounds of TRS per ton of
pulp portion of this limiation is only applicable when the following applies  Pulp production, TCF
> 550 adipd. UBK »600 adipd and mud flow 1o precoats > 210 gpm[This is a streamitinad perimit
condition which accounts for District SIP Rule 57 approved 9/22/72. and District Regulation 1. Rule
450(b)).
C. Sulfur Dioxide - The permittee shall not discharge im0 the aunosphere sulfur dioxide in
excess of 12.3 pounds per hour, average of three one-hour averages from both the lime kiln and
incineraior | Authority to Construct issued 10/18/G3 and subsequent revisions|.

V. COMPLIANCE MONITORING

AL The following methods shall be used for determining compliance with the above emissions

fimitatons:
1. Particulate Matter - CARE Method 5 or other EPA approved method.
The permittee shall be reqguired (o have partculate maier from the xiln tested once per
calendar year. If the compliance test result 15 less than ong-half the permitied limit, then
ihe next year compliance test may be waived by the District. Testing is to be dong during
normal operating conditions where normal means: pulp producuon, TCF » 550 adipd, UBK
> 500 adipd and mud flow (o precoats > 210 gom|Regqulation 1. Rule 240(d)).
2. Visible Emissions - No periedic moniioring is required of this source(Regulation 1,
Rule 240(d}].
3. Total Reduced Sulfur - Federal Mathod 16B. YWhile the kiln is processing mud. the
permittee shall oparaie and maintain & continuous emissions monitoring sysiem(CEMS) for
the determination of towal reduced sulfur from the xiln.  The CEMS shall be operated in
conformance with 40 CFR, Part 80. Appendix B, Performance Specifications, and RATA
requirermnents of Appendix F, Quality Assurance Procedures. A modification to Method 168
is allowed using an ultraviolet fluorescance sulfur analyzer|Regulation 1. Rule 240{d)].
4. Sulfur Dioxide - No compliance iesung is recuired of this source|Regulation 1. Rule
240(d)]

V. REPORTING AND RECORDKEEPRING - see General Provisions, section F.
A, The permitiee shall continuously record and maintain data on the operation of the kiln which
shall include the firing temperature, mud flow, scrubbing liquid flow and natural gas
flow[Regulation 1, Rule 240(d)].
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B. The permitee shall maintain records of the hourly. daily and rnonthly averages {or total
reduced suliur from the xiln|Regulation 1. Ruie 240{d)].

C. The permittee shall report all occurrences of excess emissions from the kiln 1o the District in
accordance with  the tming requirements of Regulation 1. Rule 540, Equipment
Breakdown[Regulation 1. Rule 240{d)|.

. OPERATING CONDITIONS - see General Provisions, section C.

A The permitige shall continuously operate and maintain a venturi scrubber on the exhaust of the
kiln while the kiin is in operation|Regulation 1, Rule 240(d)}.
B. The venturi scrubber flow shall be maintained at a minimum flow of 120 gpm. three hour

average(Regulation 1. Rule 240{(d)].
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(3) Permit Number - NP-O74(Pulp Mill)

Name - Smelt Dissolver

. BASIC EQUIPMENT - A 50,000 gallon tank manufactured by A. Ahlstrom used to dissolve recovery
furnace smelt in watar 1o form green liquor.

I CONTROL EQUIPMENT - Wet scrubber containing a five fool section of structured packing and
followd by a six inch chevron demister section. Spray nozzles are locatad downstream of the packing
which provides a continuous spray of weak wash down upon the packing.  An additional set of nozzles
locaied upstream sprays watar into the demister seciion for cleaning periodically. The alkaling weakx wash
sofution is used o aid in the control of otal reduced suifur.

I EMISSIONS LIMITATIONS
A, Particulate Matter
1. Particulate loading - The permitiee shall not discharge N the atimosphere
pariiculate matier in excess 0.20 pounds per won of black liquor solids|This 15 a streamlinad
permit condition which accounts for Disirict SIP Rule 420(d) aporoved 10/31/30. NSPS 40
CFR 60.282 and District Authority to consiruct daied 1/22/97].
2. Visible emissions - See General Provisions seciion L.
B. Total Reduced Sulfur - The permitiee shall not discharge inio the atmosphere otal reduced
sulfur(calculated as H2S) in excess of 0.0168 pounds per ton of black liquor solids calculated on a
dry basis|This is a streamlined permit condition which accounts for District SIP Rule 57 approved
G/22172. NSPS 40 CFR $0.283 and District Authority to constiuct dated 1/22/91].

V. COMPLIANCE MONITORING

A. The following methods shall be used for determining compliance with the above amissions

limigations:
1. Particulate Matter - CARB Method 5. The parmittee shall be required ¢ have
particulaie matter froin the dissolver tested once per calendar year. | the compliance test
resuli is less than ons-half the permited limit, then the next year compliance test may be
waived Dy the DistricijRegulation 1. Rule 240(1)].
2. Visible Emissicns - No periodic monitoring s recuired of this source|Regulation 1,
Rule 240(d)).
3. Total Reduced Sulfur - Fedeial Meithod 168, A maodification to this mathod is
allowed for the use of a ITT Barion Titraior or an ulraviclet fluorescence suliur analyzer in
accordance with NCASI Technical Bulletin # 89|District Regulation 1. Appendix B adopted
on 12/5/84]. The permitee shall be required o have TRS from ihe dissolver {esiad once
per calendar year, If the comolianca 1est result s less ihan ona-half the parmitied mit,
ihan the next year compliance tesit may be waived by the District [Reguiation 1. Rufe
240(d)].

V. REPORTING AND RECORDKEEPING - sea General Provisions. section F.
A Flow rates from the spray nozzles for the structwrad packing shall be recorded
continuously[Regulation 1. Rule 240(d)].

VI OPERATING CONDITIONS - see General Provisions, section C,
A. The permittee shall mainiain  te following  scrubber  opeérating  parameters  as
specified(Regulation 1, Rule 240(q)]:
1. Weak wash liquid io ihe spray nozzles located in the scrubber for ihe structuraed packing
section - 560 gpm minimur three nour 5asis;
2. Demister section sprays shall be sei o operaie at least every eight hours.
B. Al smelt dissolving iank emissions shall be directed through the scrubber at or above
minimum scrubber flow raies except when necessary for the maintenance of scrubber spray
nozzles, scrubiing liquid pumps or other scrubber related equipment iiems provided such
mainienance doss not exceed 3 howrs in lengih. Any mainienance reguiring a ionger length of
time shall be reported to the Distiict in accordance with Rule 540{Regulation 1, Rule 240(d)].
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(4) Permit Number - NP-075(Pulp Mill)

Name - Noncondensible Gas Systern

BASIC EQUIPMENT - The permiites operates a Kraft pulp milt with the following mill processes:

Noncondensible Gas (NCG) System Consisting of:

AL High Volume Low Concentration(HVLC) System which handles noncondensible gases from the
following sources:
1. Brown stock washer spill tanx..
2. Brown stock washer filirate tanks.
3. LTV evaporator process sewer manhaie #7,
B. Low Volume High Concentration(LVHC) Sysiem which handles noncondensible gases from the
following sources:
1. Digester and digester flash tanks.
2. Digester blow tank.
3. Multiple effect evaporator and evaporator seal tank.
4. Turpenting decanter.
5. Black liguor concentrator and concentiator seal tank.
6. Foul condensate siorage tank.
/. Foul Condenstate Steam Stripper Sysiem consisting of:
a. Stearn Stripper Colurmin,
0. Foul Condensate Storage Tank.
Stripped Condensate IHeat Exchanger.
. Steam Generator,
Trim Condenser.
Foul Condensate Preheater.
g. Turpentine Decanter.

moeo

CONTROL EQUIPMENT

Noncondensible Incineration System - The NCG systerm consists of two separata closed-vent piping
networks which capture, ransport. and condition the NCGs for incineration.  The incineralion systems
consist of the following:

A Noncondensible gas incinerator.
1. wWat scrubber which utlizes an alkaling solution of sodium hydroxide as a scrubbing
Hiquid for the conral of sulfur dioxide.
2. The incinerator 1s operated at high temperatures for the oxidation of organic
compounds including but not limited 1o wtal reduced sulfur and methanol.
B. Lime Kiin - The high temperature environimant of the lime kiln is sufficient 10 oxidize organic
compounds including but not limited to wtal reduced suifur and methanol. The lime developed in
the kiln also provices an environment for the chemical scrubbing of any sulfur dioxide resulting .
frorm the TRS oxidation.
C. Backup flare - The flare burns natural gas and is used in case both the NCG incinerator and lime
kiln are down dug 1o malfuncition conditions.

EMISSIONS LIMITATIONS
A, Emissions limitations as a result of this parmit are as follows:
1. Sulfur dioxide - 12.3 pounds per hour, average of inreg one-hour averages total from
both the lime kiln and incinerator[Authority 1o Construct issued 10/18/93 and subsequent
revisions|.
2. Total reduced sulfur(as Fl,S)
a. Incinerator - 5 ppmy, average of thres one-hour averages(Regulation 1, Rule
A50{(d)].
b Lime kiln - 20 pprv, daily 24-hi. average[Regulation 1, Rule A50(5)].

B. AllHVLC and LVHC processes as indicated in section 1. Basic Equipment, shalt be enclosed and
vented at all times 10 the control system as described in section I, Control Equipment[40CFR
63.443(c)].  Venting may only be allowed during stariup, shutdown or as a malfunction
condition when details are furnisned to the District as explained in Section V.A. and Rulg 540
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of Regulation 1. and the condition gualifies as a malfuncuon in accordance with District
preakdown/malfunction policy.
C. Cendensates from the equipment items in section | Basic Equipment. shall be treated
according to one of the following options (40 CFR 63.446(c)|
1. Treat the entire volume of condensates or,
2. Treat condensates from the digester, turpentine recovery and weak liquor evaporators
that in total contain at least 65% of the total HAP mass. plus the condensates from the
HYLC and LVHC collection systems or,
3. Treat condensates from all equipment items in section | that in (otal contain a MAP mass
of 11.1 pounds per ton of oven dried bleached pulp and 7.2 pounds per ton of oven dried
unbleached pulp.
The condensates shall be reated by either recycling to a controlled piecels) of process equipment
in section |, or by stean swipping. .
D. Steam stripping shall meet one of the following requirements |40 CFR 63.446(¢)
1. Reduce the total HAPS by at least 82 percent or more or,
2. Remove 6.6 pounds of HAPS per ton of oven dried pulp during unbleached pulping
operations and 10.2 pounds of HAPS per ton of oven dried pulp during bleached pulping
operations.
Periods of treatment that do not meet either of these requirements shall not be a violation
providaed that the ume of noncompliance {including periods of startup. shutdown, or
malfunction) divided by the iotal siripper operating time in a semi-annual reporting period
does not excesd 10 percent|40 CFR 63.415(g).
E. The foul condensate storage tank used in the closed callection sysiem shall be: {1) designed
and operated with no cetectable leaks as indicated by an instrument reading of less than 500 parts
per million above background and (2) vented Lo the control equipment|[40 CFR 63.446(d)(2)].

V. COMPLIANCE MONITORING
The following methods shall be used for determining compliance with the emissions limitations cantained
in section {1
A, The permittee shall be required 10 have sulfur diexide from the incinerator tested once per
permit term using CARB Method 1C0 utilizing a UV florescence analyzer o an equivalent EPA
Method |Regulation 1, Rule 240(d)].
B. The permittee shall be required to have total reduced sulfur from the incinerator tested once per
permit term using CARB Method 100 modified for SO, analysis utilizing a scrubber for sutfur
dioxide removal, an oxidation oven operated at 800 °C or higher and a UV fluorescence analyzer or
an equivalent EPA MethodiRegulation 1, Rule 24C(d)].
C. The closad-vent system specified in section Il. Control Equiprment shall meet the following
requirements:
1. For each closed-vent system which vents a process equipment emission point that is
beng collected for incineration, the permitiee shall operaie and maintain a computer
controlled system wiich will record the pressure and temperaiure in the closed-vent
system|Requlation 1, Rule 240(d)].
2. For each duct which allows the bypass of exhausi gases t0 the atmosphere, the
permitiee shall operate and mamnitain a computer controlled system which will monitor and
record exhaust gas flow in the bypass duct in accordance with section V.B.4 and VI.G[410
CFR 63.450(d)(1)].
3. Each enclosure and closed-vent system and each condensate closed collection system
shall be visually inspected by the permittee every 30 days and at other times as requested
Dy the District or Administrator - The visual inspection shall include inspection of ductwork,
piping. enclosures, and connesctions to covers for visible evidence of defects[40 CFR
63.453(k)(2) and 40 CFR 63.453(1)].
a. For condensate drain systems, the permittee shall inspect the individual drain
system in accordange with the requirements of 40 CFR 63.964(a)(1) of subpart
RR[40 CFR 83 453(1)].
D. The permites shall calibrate. certify and continuously operate a monitoring and recording
system which measures the steam stripper foul condensate feed rate, steam feed rate and foul
condensate column feed temperature(40 CFR 63.453{g)|.
E. The permittee shall manitor every 30 days the foul condensate storage tank and strippar system
for leaks in accordance with 40 CFR 63.457{c)[40 CFR 63.446{d) (2)(D].
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V. REPORTING AND RECORDKEEPING
A. Reporting Requirements

6/19/00

1. Startup, Shutdown, and Malfuncuion Reporting - The Permitee shall notfy the District
regarding malfunction conditions such as follows in accordance with District Regufation 1,
Rule 540
a. Venting of noncondensible gases to the atmosphere frem any noncondensible
gas handling system not specifically identified elsewhere in this secticn.
b. Failure of both primary incinaration systems(incinerator and lime kiln) which
requires the venting of noncondensible gases ¢ the backup flare in excess of the
allowances provided in section VILN. of this permit.
¢ Faiture of all incineration systems(incinerator. hme kiln, and backup flare) which
requires the venting of uncontrolled noncondansible gases to the atmosphere.
¢. Failure of the sulfur dioxide wet scrubber on the incinerator which includes
inadequate scrubbing liquid Mow, low pH values not within the limits of this permit,
or pH contreller problems.
e. Incineration of all HVLC and LVHC gases in the lime kiln, or incineration of these
gases under an operating scenano differing from "normal” as defined by this
permit. shall require approval by the District prior o incingration. Incineration
under conditions other than "normal” gperation that is due 10 an equipment
malfunction does not require prior approval|Reguiation 1. Rule 240(d)].
f. If an inspection required under section IV.C (1) identifies visible defects in
duciwork. piping, enclosures or connections to cavers; or (2) if enclesure openings
are not maintained at negative pressure; or (3) If monitoring as required by section
IV.E detects a level of gas greater than allowed by section H1L.E or Vi.D. then (I} an
effort 1o repair or correct the problem shall be made as soon as practicatle but no
later than & calendar days after the probiem is identified. (i) the repair or corrective
action shall be completed no later than 15 calendar days after the problem is
identified. Delays in corrective action or repairs beyond 15 calendar days are
allowed as authorized by the District where the corrective aclions or repairs are
technically infeasible without a process unit shutdown or where the emissions
resulting from immediate repair would be greater than the emissions likely to result
from delaying the repair[40 CFR 83.453(k)&{N].
g. Operation of the steam stripper outside of the parameters contained in section
VI.C except as allowad by section NIL.D shall be reported to the District|Regulation 1.
Rule 240(d)].
h.  The parmittee shall report all cccurrencas of excess amissions Lo the District in
accordance with the timing requirements of Regulation 1, Rule 540, Equipment
Breakdown[Regulation 1. Rule 240(d)].
i. Venting from P/V venis that meet the following conditions shall be reported in
accardance with Regulation 1. Ruie 510|Regulation 1. Rule 240(d)]
a. LVHC systam venting more than 2 minutes iotal per day determined
from the 24 hour pericd of midnight to midnight.
b HVLC systemn venung more than 15 minutes total per day determined
from the 24 hour pericd of midnight to midmight,
Venting for periods less than the above shall be recorded and maintainad but are
not required 10 be reportad o the District in accordance with Regulation 1, Rule
540.
2. Startup, Shutdown. and Malfunction Plan - The permittee shall maintain current, and
implement & written plan that describes in detail the procedures for operating and
maintaining the basic and control equipment in this permit unit during periods of startup,
shutdown, and malfunction.  The plan will also provide for correciive action for
malfuncticning basic and control equipment in this permit unit. The plan must be re-
approved by the District upon any changes(410 CFR 63.6(e){3]].
3. Any actions taken by the permittes during a startup, shutdown or malfunction {including
actions taken to correct a malfunction) that are not consistent with the precedures specified
in the "Plan”, shall be reported 1o the District by telephone within 2 working days after such
actions followed by written confirmation within 7 working days of such actions.  The
written confirmation shall explain the circumstances of the event and reasons for not
following the procedures in the "Plan™[40 CFRB2.10(d)(5)).
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B. Recordkeeping Requirements

1. The combustion temperature 1in the incinerator shall be continuously recorded in a
format which will allow for identification of date, time and temperature|Regulation 1, Rule
240(d)]. .
2. The phl flow and level of the scrubbing liquid in the scrubber controlling the sulfur
dioxide from the incinerator shall be monitored and recorded continuously|Regulation 1,
Rule 240(d)].
3. Alarms associated with the venting to the atmosphere of noncondensible gases from
the Noncondensible Gas System shall be recorded and all data maintained on site for
inspection|Regulation 1, Rule 240(d)].
4. For each enclosure opening associated with the basic equipment. closed-vent system.
and condensate closed collection system. the permittee shall prepare and maintain an
inspection plan including a drawing or schematic of the componeants of the sysitems and
shall record the following infermation for each inspection[40 CFR 63 154({b)]"

a. Date of inspecticn,

b The equipment type and identification;

¢. The nature of the defact or leak and the method of detection:

d The date of each attempt 1o repair the defect or leak,

e Repair methods applied in each atternpt 10 repair the defect or leak;

f. The reason for the delay if the defect or leak is nat repaired within 15 days afier

discovery.

g. The expected date of successful repair of the defect or ieak if the repair is not

completed within 15 days;

h. The date of successful repair of the defect or leak: and

i. The duration of opening of bypass line valves.

V1. OPERATING CONDITIONS
A. The closed-vent system portion which 15 operated under pressure prior to the incineration
device shall be operated with no detectable leaks|10 CFR 63.450(c)).
B. Any condensates from the basic equipment listed in this permit shall beé conveyed in a
“condensate closed collection system”[63 446(d}].
1. The closed collection systerm shall meet the individual drain system requirements
specified in 40 CFR 83.960. 40 CFR 63.967, and 40 CFR £3.962 of subpart RR[40 CFR
63.446(d)(1}).
2. Each opening n the foul condensate storage tank shall be maintained in a closed,
sealed position at all times that the tank contains pulping process condensates except
when it is necessary to use the opening for sampling, removal, or for equipment
inspection. maintenance, or repair[40 CFR 63.446(d){(2)|
C. Operaticn of the steam stripper within the following operating parameters snall be deemed ©
provide compliance with section 111.D f this permit unit/40 CFR 63.453(0)]
1. A steam flow 1o condensaie flow rato {Ibs/Ibs) of 18% or greater as a dally average
shall be required during unbleachad pulping operations.
2. A steam fiow to condensate flow ratio (Ibs/lbs) of 22% or greater as a dally average
shall be required during bleachad pulping operations. This ratio will be revised 10 21%
provided the permitize supplies additional methanol input rates est data during
bleacned pulping cperations which shows that input rates are at least 1600 mg/|.
The condensate feed temperature will be continuousty monitored and the parmittee will tperate a
heat exchanger to maintain normal condensate feed temperatures. All rates are o be datermined
on a daily average basis.
D. No spillage, sterage. wansport or handling of foul condensate shatl be permitted which would
allow the vapors from the condensate to vent to the ambient air.  Any overflow from the foul
condensate storage tank shail be directed to a sealed sewer or weak liquor tank{Regulation 1, Rule
240(d)).
E. Should both the lime kiln and incinerator becorne incapable of combusting the gases from the
stripper according 1o design then the suipper shall be automatically shutdown by eliminating
steam and foul condensate to the stripper[Regqulation 1, Rule 240(d)]
F.  The following condition shall define "normal” combustion of the HVLC and LVHC
gases{Reguiation 1, Rule 240(d)]:
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a. Following collection and moisture removal. the HVYLC and LVHC gases shall be
combusted in the lime Kiln or in the iNcinerator at an how'ly average temperature greater
than 1675 °F, and
D. The majority of the stripper exhaust gases arg being combusiad in the incineratar
G. Bypass vents shall be monitored by a controller and if any vent opans, an alarm will note which
vent IS open so that appropriate corrective action €an taxke place 10 close the pressure/ vacuum
vent|Regulation 1. Rule 240(d)].
H. Gases from the HVLE, and LVHC will bé combusted in either the incinerator. lime kiln or
both[Regulation 1, Rule 240(d)].
[, FMourly average combustion temperatures in the lime kiln and incinerator shalt be at least 1675°F
while combusting noncondansible gases|Regulation 1. Rule 240(d)].
J. The incinerator wet scrubber used for the control of sulfur dioxide emissions shall be in
operation at all times during the combustion of noncondensible gases. The scrubbing hguid shall
consist of a solution of sodium hydroxide with the piH of the recircutated scrubbing liquid from the
ouilet of the scrubber maintained no lower than 8.75 as a 3-hour average|Regulation 1, Rule
240(ch)).
K. The lime kiln shall be fully operational and processing calcium carbonate at normal rates and
emperatures prior o the combustion of any noncondensibie gases|Regulation 1, Rule 240(d)).
L. Turpantine from mill processes may be combusted in the lime kilnfRegulation 1, Rule 240(d)].
M. Should either the lime kiln or the incinerator become incapable of combusting the HVLC or
LVHC gases then the backup flare shall be placed in a standby mode with burners on low fire
preheat. The backup flare shall be maintained in this mode until both the lime kiln and incinerator
systems are in operation and combusting noncendensible gases[Regulation 1. Rule 240(d)].
N. Shguld both the lime kiln and incinerator become incapable of combusiing the HVLC or LVHC
gases then the LVHC gases will be vented through the fully operating backup flare for combustion
prior to release o the main stack, the HVLC gases will be exhausted 1o the atmosphere, and the
Foul Condensate Steam Stripper system shall be shutdown. The use of the backup flare is allowed
for a total ime of no more than 12 hours in any one day while both the lime kiln and incinerator are
out of service for repair. Once the backup flare operation combusting NCGs has reached 12
cumulative hours time in a day. immediate shutdown of mill nrocesses which produce
noncondensible gases shall be reguired. HVLC gasas are allowed to be vented to the aimosphers
in excess of the allowances provided in Section ILB. only while the backup flare is in use and the
time kiln and incinerator are non-operational|Regulation 1. Rule 240(d)].
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(5) Permit Number - NP-O76(Pulp Mill)

Name - HVLC Other Sources

I BASIC EQUIPMENT
A. Pulping Processes

1. Two brovn siock washers,

TwO secondary KNolers,

One decker system including the decker hood and decker filrate tank:
One unscreenad stock chest,

One oxygen delignification blow tank.

[ TSN PO N

B. Liquor Storage Processes

1. Thres weax blacs Hquor storage @anxs;
One intermeadiate black liquor siorage tank.
Tw0 strong biack liguor storage 1anks:

. Onz black liguor spil collection iank,

. One 70% black liquor storage tank.

= Lo P

1

[Sal

C. Recovery Processes

1. Ong salt cake mix @ank.

1. CONTROL EQUIPMENT

All exhaust vents from the above processes are collecied and transported in a closed-vent system o the
tertiary combustion air inlet of the recovery furnace for incineration.  Duciwork is stainlass sigel and a
water cocled condenser provides for moisture removal prior to incineration[40 CFR 83.443(d)(4). The
recovery furnace conirol sysiem may be bypassad 10 the main stack for periods of time as allowed by this
permit in section 1.

N EMISSIONS LIMITATIONS
A, All Pulping Processes, Liquor Storage Processes, and Recovery Processes as indicated in
section |, Basic Equipmeni. shall be enclosed and vented at all iimes to the control system as
described in section Il. Control Equiprent with the following excentionsi40 CFR 83.443(a)(1)] & 10
CFRA3.443(cd)(4)].
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1. The bypass vent 1o the main stack from the recovery furnace ray be utilized(excluding
periods of startup, shutdown, of malfunciion) for a period of time expressed as a
percemage of the total recovery fuinace operating time in a semi-annual reparting period
of not more than one percent. Ventng in excess of the one parcent requirement shall not
be considered as a violaiion provided the permitiee prepares a Quality Improvement
Pran(QIP) for approval by the District which specifies the meaasuras 10 be taken to bring the
veiting back o within the allowable ong oercent maximum|Ragulation 1, Rule 230(d)].
2. The bypass veni 10 the main siack from the recovery furnace may be utilized{exciuding
periods of stariup. shuidown, or maliunction) for & pariod of iime expressed as a
percentage of ihe total recovery furnace operating time in a sermi-annual reporiing period
of not more than four percent. Venting in excess of ihe four parcent requiramsant as well
as. it the approved QIP is not aciively pursued or implemented. shall be a viclation|410 CFR
63.443{e}(2)].
3. Venting from safety reliel venis on the liquor storage anks described in Section 1B
Liquor Storage Processes. shall be allowed as follows: [Regulation 1, Rule 240{d);.
a. Venting shall be limited to no more than 1% of the ol recovery fuimnace
operating tume in a semi-annual reporting period.  Venting in excess of the one
percent requireingnt shall not be considerad as a violation provided the permittee
prepares a Quality Impravement Plan{QIP) for approval by the District which
specifies the measures 10 be taken Lo Hring ihe vaniing back 1o within the allowable
cine percent maximum|Regulation 1, Rule 230(d)).
b, Ventng shall be limiied to no more than 4% of the total recovery furnace
operating time in & semi-annual reporting period.  Venting in excess of the four
percent requiremant as well as, it the approved QIP Is not actively pursued or
implemenied. shall be a violation.




Venting in excass of these allowances may only be allowed during a startup. shutdown or
as a malfunction condition, and the conditon qualifies as a maifunction in accardance with
District breakdown/malfunction policy and is reported as required by section V.F.
B. Condensates from the HVLC collection & handling system for equipment items in section |,
Basic Equipment, shall be treated by either recycling to a controlled piece(s) of process equipment
in section |, or by steam stripping[40 CFR 63.446(c)|.

V. COMPLIANCE MONITORING
A. Tre closed-vent system specified in section I, Control Equipment shall meet the following
requirements.
1. The permittee shall demonstrate that negative pressure is present at each enclosure or
hood which vents a process eguipment emission point that is being collected for
incineration[40 CFR 63.450(b)|. This test shall be performed at least every 36 days.
2. The closed-vent system shali have a continuous monitoring system (CMS} installed
which will detect and determine the amount of time any bypass occurs of the control
eguipment 1o the main stack[40 CFR 63 450].
3. The pressure/vacuum venis on the liquor tanks shall have indicating devices and time
accumulators which indicate when gases are venting (o the aimosphere. Any venting to
the atmosphere shall be togged by tank and by venting duration|Regulation 1, Rule 240(df}].
4. Each enclosure and closad-vent system and each condensate closed collection system
shall be visually ingpected by the permittae every 30 days and at other times as reguested
by the District or Administrater. The visual inspection shall include inspection of ductwaork,
piping, enclosures, and connections to covers for visible evidence of defects[40 CFR
63.453(k) and 40 CFR 62 453(1}].
a. For condensate drain systems, the permittee shall inspact the individual drain
system in accordance with the requirements of 40 CFR 63.964(a)(1) of subpart
RR[40 CFR 63.453(1)].

V. REPORTING AND RECORDKEERING - see General Provisions. section F.

A, If an inspection required under section IV A 4 identifies visible defects in ductwork, piping,
enclosures or connections to covers, or if negative pressures are nct maintained. then (1) an effort
{0 repair or correct the problem shall be made as soon as practicable but no later than 5 calendar
days after the problem is identified. {ii} the repair or corrective action shall be completad no later
than 15 calendar days after the problem is identified. Delays in corrective action or repairs beyond
15 calendar days are allowed as authorized by the District where the corrective actions or repairs
are technically infeasible without a process unit shutdown or where the emissions resulting from
immediate repair would be greater than the emissions likely 1o result from delaying the repair(40
CFR 83.153{K)&{D].
B. For each enclosure opening associated with the basic equipment, closed-vent system, and
condensate closed collection system. the permittee shall maintain an inspection plan inciuding a
drawing or schematic of the components of the systems and shall record the following information
for each inspeaction[40 CFR 63.454(b)]

1. Date of inspection;

2. The equipment type and idenuficauon,

3. Alog shall be kept and mainiained for the purpose of recording the information required

by Section IV.A1. The log shall indicaie the date. time, initials of person performing the

test, results of the negative pressure test, and method used 1o determine the pressure;

4. The nature of the defect of leak and the method of detection,

5. The date of each attempt 1o repair the defect or (eak,

6. Repair methods applied in each attermpt Lo repair the defect or leak;

7. The reason for the delay if the defect or leak is not repaired within 15 days after

discovery,

8. The expected date of successful repair of the defect or leak if the repair is not completed

within 75 days:

9. The date of successful repair of the defect or leak, and

10. The duration of opening of bypass line valves.
C. The permittea shall report (o the District in accordance with Rule 540, Equipment Breakdown,
any period of time when the recovery furnace controt system is bypassed and vent gases are
directed to the main stack in excess of allowances in section Il A[Regulation 1, Rule 240(d)].
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D.  Starwep. Shutdown. and Malfunction Plan - The permitiee shall maintain current, and
implement a written plan that describes in detail the procedures for operating and maintaining the
basic and control equipment in this permit unit during periods of startup. shutdown. and
malfunction. The plan will also provide for corrective action for malfunctioning basic and cantrol
equipment in this permit unit. The plan must be re-approved by the District upon any changes(40
CFR83.6(e)(3)].

E.  Any actions taken by the permittee during a startup. shuidown or malfunction (including
actions taken 1o correct a malfunction) that are not consistent with the procedures specified in the
"Plan”, shall be reported to the District by telephone within 2 working days after such actions
followed by written confirmation within 7 working days of such actions. The written confirmation
shall explain the circumstances of the event and reaseons for not following the procedures in the
"Plan”[40 CFR 83.10(d)(5)].

F. The permitiee shall provide in the monthly monitoring report as descrwbed in General Provisions
section F.4. the number of minutes per day of venting from each of the liguor storage tanks
identified in the Basic Equipment as well as any details concerning plant operaticns which may
have contributed to such venting{Regulation 1, Rule 240(d}).

G. The permittee shall provide in the monthly monitoring report as described in General
Provisions section F.4 the total minutes per month that the Recovery Boiler controb eguipment is
bypassed to the main stack{Regulation 1, Rule 240(d)]

VI, OPERATING CONDITIONS - see General Provisions, section C.

A, The closed-vent system specified in section Il Control Equipment shall meet the following

reguirements:
1. Each enclosure or hood which vents a process equipment emission point that 1s being
collected for incineration shall be maintained at negative pressure Guring operation of the
equipment except as provided in Secticn Il [40 CFR 63.450(b)).

B. Any condensates from the basic equipment listed in this permit shall be conveyed n a8

‘condensate closed collection system”[4C CFR 63.446(d)].
1. The closed collection system shall meet the individual drain system requirements
specifiied in 10 CFR parts £3.960, 63.961, and 63.962 of subpart RR[4C CFR 63.448(cd)(1)}.
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E. Exempt Equipment

Equipment and gperations not specifically identified in this permit are not subject (0 specific federatly-
enforgeable operating conditions or emission limitations.  Such egquipment and operations are subject 1o

applicable Gengral Provisions of this permit.
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GENERAL PROVISIONS

These general provisions apply o all facilities or sources owned or operated by the permitlee as detailed

in this permit.

A. Fee Payment - The Permittee shall pay an annual permit fee and other fees as required in accordance
with Regulation 1. Rule 300 of the District. Failure 1o pay these fees will resuli in forfeiture of this
Permit 1o Operate. Operation without a permit subjects the source 10 potential enforcement action
by the District and the US EPA pursuant to section 502(a) of the Clean Alr Act as amended in
199040 CFR 70.6(a)(7): Regulation 5. Rule 670.

B. Inspection and Entry - Upon presentation of credentials and other documents as may be required by
law, the parmittee shall allow the District. CARB, EPA of an authorized representative to perform
the following:

1. Enter upon the permittee’s premises where a requlaied facility or emissions-related activity is
located or conductad, or where records must be kept under the conditions of this permit.

2. Have access to and copy. at reasonable times, any records that must be kept under the
conditions of this permit.

3. Inspect at reasonable times any facilities, equipment (including menitoring and air pollution
control equipment), practices. or operations regulated or required under this permit.

4. Sample or monitor ai reasonable imes subsiances or parameters for the purpese of assuring
compliance with the conditions of this permit.
[40 CFR 70.6(c)(2). Regulation 5, Rule 610(g)]

C. Facilities Operation

1. Operation undar this permit must be conducted in compliance with all data and specifications
included in the application which attest 1o the operator's ability to comply with District Rules and
Reguiaticns|Requlation 1. Rule 240(d)].

2. All nonexempt equipment of tis parmit shal! at all imes be maintained in good working order
and be operated as efficiently as possible 1o assure compliance with all applicable emission
limits|Regulation 1, Rule 210{d)].

3. Operational Limit - This permi is valid for a maximum of 365 days per year at 24 howrs per
day|Requlation 1, Rule 240{d)].

D Compliance

1. The permittee must comply with all conditions of this permit.  Any permit noncompliance
constitutes a violation of the Federal Clean Air Act and is grounds for enforcement action{including
monetary civil penalties); for permit terminalion, revocation and reissuance, or modification; or for
denial of an application for reissuance of the permitj4C CFR 70.6(a)(6). Regulation 5, Rule 610(g)].

2. The need to halt or reduce aciivity is not a defense. It shall not be a defense for a permittee in
an enforcement action that it would be necessary to halt or reduce the permitted activity in order to
maintain compliance with the conditions of this permit(40 CFR 70.6(a)(G): Regulation 5. Rule
610(g)l.

3. A pending permit action or notification of anticipated noncompliance does Not stay ary permit
condition[Regulation 5. Rule 610(g)(5)I.

4. The permittee shall furnish to the District. within a reasonabla time, any information that the
District may request in writing 1o determing whether cause exists for modifying. revoking and
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refssuing. or wrminating this permit or 1o detarming compliance with this permit. Upon reqguest.
the permitiee shall also furnish 10 the District copies of records required ¢ be kept by this
permit[40 CFR 70.6(a){(6)].

5. The permittee shall provide @ the Disinct on an annual basis a completed "Compliance
Certification” form which certifies the compliance status of the facility. and on a semi-annual basis
a monitoring certification form which provides certification of the monthly monitorng reports. The
compliance certification and monitoring certification forms must be signed by a responsible
company official and coniain a statement that the informaticn contained in the report is true.
accurate, and complete. A semi-annual compliance certification report shall be submitted 0
docurment the compliance schedule of any source out of compliancal40 CER 70.6(c); Regulation 5.
Rules 460 and 610(g)|

6. Emergency evenis which occur at the permittee’s plant which affect compliance with the terms
of this permit must be reported o the District w1 accerdance with Regulation 1. Rule 540.
Emergency events are normally outside influences over which the permittee has no
control[Regulation 5. Rule 460].

E. Severability - If any term or condition of this permit shail for any reason be adjudged by a court of
competent jurisdiction to ke invalid, such judgment shall not affect or invalidate the remainder of
this permit[40 CFR 70.6(a){5). Regulation 5, Rute 610(h)|.

F. Recordkeeping and Reporting

1. The permittee shall maintain files and retain records of all required measurements including
continuous and nor-continuous Monitoring data and support information including the date. place,
time and resulis of any sampling or analysis. the operating conditions at the time of sampling for a
period of at least five (5) years from the date of the monitoring sample, measurement. report, or
application.  Support informaticn includes all CEM or monitoring device calibration checks:
moniter adjustments and maintenance performed: total annual hours of operation. performance
and all other information required by 40 CFR 60, Appendix B, and the applicable Parformance
Specificaton; and records and copies ¢f all reports required by this permit|40 CFR 70.6(a)(3)(ii){B):
Regulation 5. Rule 455. EPA PSD permit dated April 12, 1899; Regulation 1, Rule 240id)} |.

2. The permittee shall report to the District any deviations from these permit requirements.
including those attributable o maifunction conditions. the probabile cause of the deviations, and
any corrective actions or preventive measures taken. Procedures of Requlation 1, Rule 510 shall
be followed in the reporting of such deviations. A malfunction log shall bs maintained for
recordkeeping purpases(40 CFR 70.6{a)(3){iii)(B). Regulation 5. Rule 160: Regulation 1. Rule 510].

3. The permitiee shall maintain records for @ pericd of five yvears of any startup or shutdown, any
basis equipment or control equipment malfunctions. any emergency evenis, and any periods
during which a CEMS, COMS, or CMS is inoperative. Two years of records must be readily
accessible [4C CFR 60.7(b)].

4. A monihly monitoring report shali be submitted to the District which provides the following:

{a) a summary of breakdowns that cccurred during the month with date. time and period of
EXCess emissions:
{b) a summary of the number of minutes per day of venting from the PV venis of the black
hquor storage tanks represented in the Basic Equipment of permit unit NP-076;
{c) asummary of the number of minutes and percent of recovery bailer operating time per
month that the Control Equipment for permit unit NP-076 was bypassed Lo the main stack;
(d) Tha minutes of venting per day for safety relief valves contained in the NCG LVHC
systermn and NCG HVLC system for permit unit NP-075,
(e) a summary of recovery furnace startups, shutdowns and transient mode operating day &
nours including NOx Ibs/hr 3-hr averages.
() a summary of emergency events:
{q) a summary of CEMS or COMS malfunctions.
{h) a summary of emissions exceedances.
(i) a summary of reporting or recerdkeeping deviations reguired by this permit,
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(i) lime kiln daily and monthly TRS averages. ]

(k) recovery furnace daity 12-hr and monthly averages for TRS. SOz, CO. NOx, and O2: and
(I black liquor solids fired par monih.

The report shail be due no later than the fifteenth day of the following month|District
Authority to construct dated 1/22/21 Regulation 1. Rule 240(d}

5. The Permittee shall submit certification reports as follows:
(a) Compliance Certification - January 31%
(b) Monitoring Certification - January 31% and July 15%
These reports are for complying with General Provisions section D.5.

G. Transfer of Ownership - In the avent of any changes in conurol or ownership of these facilities. this
permit together with its terms and conditions shall be binding on all subseguent owners and
operatgrs. The permittee shall notify the succeeding owner and operator of the existence of this
permit and its conditions by letter, & copy of which shall be forwarded 1o the District]Requlation 1,
Rule 240())]. ‘

H. Recpening for Cause

1. This permit may be modified. revoked, reopened. reissued. or terminated for the following

reasons:
a.  Additional reguirements under the federal Clean Air ACl become applicable 10 the
facility for which three or more years remain on the original term of the permit. Such a
reopening shall be completed not later than 18 months after promulgation of the applicabla
requirement. No such reopening i1s required If the effective date of the requirement is later
than the date on which the permitis to expire,
b. The District or EPA determines that the permit contains a material mistake made N
establishing the emissions standards or limitaucns, or other requirements of the permit.
¢. The District or EPA determinas that the permit must be revised or revoked to assure
compliance with the applicable requirements. |40 CFR 70.7(f): Regulation 5. Rule570]

2 The respening of this permit for a change to be implemented for a specific permit unit will be
allowad without the need to reopen the entire permit and all permit units. Should a general
condition be changed. alt the associated permit units affected would be reopened(Regulation 1.
Rule 210(d}].

3. The filing of a request by the permiitee for a permit modification. revocation and reissuance, or
termination. or of a notfication of planned changes or anticipated noncompliance does not stay
any permit condition[40 CFR 70.8(a)(6)].

|, Property Rights - This permit does not convey any property rights of any sort, or any exclusive
privilegef10 CFR 70.6(a)(6)].

J. Permit Renewal and Expiration - This permit is effective on the date of issuance ang will expire in
five years and must be renewed every five years thereafter. Permil expiration terminates the
permittee’s right to operate unless a timely and complete renawal application is submitted. For
rengwal of a permit, the designated representative shall submit a complete District agplication no
earlier than 18 months and no later than 6 monihs before the expiration date of the current
permit{40 CFR 70.5{a). Regulation 5, Rule 405(b)].

K. Permit Modification - The permittee shall submit an application for a minor or significant permit
modification in accordance with District Regulation 5[40 CFR 70.5(a). Regulaticn 5, Rule 105].

L. Prohibitions - These limitations apply 10 all emissions sources at the permittee’s facility unless more
specific and limiung requirements are listed for a indiviciual permitted emissions unit in this permit.

1. Public Nuisance - The permitiee shall not discharge such quantities of air contaminants or
other material which cause injury, detriment, nuisance or annoyance 1o any considerable number
of persons or to the public or which endanger the comfort, repose. health or safety of any such
persons or the public or which cause ¢r have an natural tendency to cause injury or damage (o
business or property[H&S 41700].
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2. Visible Emissions - The permittee shall not discharge into the atmosphere from any source
whatsoever any air contaminant for a period or periods aggregatng more than three (3) minutes in
any one hour which is as dark or darker in shade as that designated as No. 2 on the Ringlemann
Chart. as published by the United States Bureau of Mines: or of such opacity as to obscure an
observer's view 10 a degree equal 0 or greater than Ringlemarnn 2 or forty (40) percent
opacity[Regulation 1, Rule 410(a)).

3. Fugitive Dust Emissions - The handling. transporting, or open storage of material in such a
manner which aflow unnecessary amounts of particulate matter (0 become airborne, shall not be
permitted. Reasonable precautions shall be taken to prevent particulate matter from becoming
airbornefRegulation 1, Rule 430].

4. Sulfur Oxide Emissions - The permittee shall not discharge into the atmosphere from any
single source of emissions whatsoever sulfur oxides, calculated as sulfur dioxide (SO2) in excess
of 1,000 ppm[Regulation 1, Rule 140].

5. Circumvention - The permitiee shall not construct, erect. modify, operate. or use any
equipment which conceals an air contaminant emission. which would otherwise constitute a
viglation of the limitations of this permit, unless the operation or use of said equipment results in a
significant reduction in the total emission of air contaminants[Regulaton 1, Rule 400()].

6. Regulation 2, Open Burning Procedures - The permittee shall not ignite or cause (o be
ignited or suffer, allow or mainain any open outdoor fire for the disposal of rubber, petroleum or
plastic wastes, demolition debris, tres, tar paper, wood waste, asphalt shingles, jinoleum. cloth,
household garbage or other combustible refuse: or for metal salvage or burning of motor vehicle
bodies except as provided in Rule 2-102, Exemptions|(Reguiation 2].

7. Title VI, Stratospheric Ozone Protection - The permittee shall comply with the standards
for recycling and emissions reduction pursuant to 40 CFR Part 82, Subpart F. and 40 CFR Part 82,
Subpart B, Servicing of Motor Vehicle Air Conditioners.

8. National Emission Standard for Asbestos - The permitteg shall comply with the standards

of 40 CFR Part 61 Subpart M which regulates demolition and renovation activities as pertaining o
asbestos materials.
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This permit does not authorize the emission of air contaminants in excess of those allowed by the Health
and Safety Code of the State of California or the Rules and Requlations of the North Coast Unified Air
Quality Managernent District as stated in this permit. Any requlation cr rule not cited in this permit which
may be applicable to a particular emission unit will not be enforceabile. This permit cannot be considered
as permission 1o violate existing laws, ordinances. requlation or statutes of other governmental agencies.
The violation of any of these terms and conditions shall be grounds for revocation of this permit, and shall
be a violation of District Rules and Regulations.

NORTH COAST UNIFIED
AIR QUALITY
MANAGEMENT DISTRICT

2300 MYRTLE AVENUE PHONE (707} 443-3093
EUREKA, CALIFORNIA 95501 FAX (707) 443-3099

DATE: BY:

WAYNE MORGAN,
AIR POLLUTION CONTROL OFFICER

Permit Seal

sermits/ LPPULPSPTO
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SECTIONONE Executive Summary

11 BACKGROUND

The Weyerhaeuser Plymouth Pulp Mill facility is an integrated kraft pulp and paper
manufacturer with an existing production capacity of 2,050 tons per day of bone dry virgin pulp.
The facility is planning a maintenance project for the existing No. 5 black liquor Recovery Boiler
(originally installed 1975) to improve the safety and reliability of the boiler’s lower furnace and
superheats. This project is scheduled to comumence in 2001 and will include replacement of the
lower furnace and superheats. The increased reliability will result in lower maintenance
downtime and the ability to potentially increase the burning of black liquor solids on a short-term
basis to 130 tons per hour (1,138,800 tons of BLS per year).

This report constitutes 2 major New Source Review (NSR) application and a request for
authority to commence the recovery boiler maintenance project in accordance with the North
Carolina regulations governing the Prevention of Significant Deterioration (PSD) of Air Quality,
and other applicable State apd Federal regulations. A major NSR review is required because the
project will result in emission increases of sulfur dioxide (SO-), nitrogen oxides (NOx), carbon
monoxide (CO), and sulfuric acid mist (H>SO; mist) that exceed the PSD Significant Emission
Rates as defined in 40 CFR 52.21.

The proposed maintenance project is reviewed with regard to the applicability and -
demonstrations required under the PSD regulations. The following four requirerpents have been
addressed with respect to the proposed maintenance project.

1. A demonstration that Best Available Control Technology (BACT) will be applied to the
recovery boiler for each compound subject 1o PSD review. A BACT analysis was performed
for the project based on the "top down" approach recommended by EPA and based on the
February 19, 1999 pre-application meeting with the North Carolina Division of Air Quality
(NCDAQ). The selected BACTSs represent the most stringent technically feasible control’
technologtes considering costs, energy, and environmental mmpacts.

2 A demonstration that neither the Natiopal Ambient Air Quality Standards (NAAQS) nor the
PSD increments for each subject compound will be exceeded as a result of this project.
Since the modeled SO, NO,, CO and H,SO, mist concentration increases are below the
respective PSD Ambient Significance Levels (ASLs), no NAAQS or increment modeling
was performed.

3. A demonstration that the proposed project will not adversely affect the Awr Quality Related
Values (AQRVSs) in Class I areas. A Class I area analysis was performed based on previous
discussions with the NCDAQ and their discussions with the United States Fish and Wildhife
Service. Based on the results of those analyses, there will be no adverse impact at the nearest
Class 1 area (Swanquarter National Wildlife Refuge).

4. An analysis that the proposed project will not adversely impact soils, vegetation, or visibility.
As part of the PSD review, an additional impact analysis was conducted to determine the
impact on economic growth and the impact on soils, vegetation and visibility in the area.

. ,  DOCE-JN-OMBEOS00SRAL 1=
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SECTIONONE Executive Summary

1.2 PERMIT REQUEST

Weyerhaeuser is committed to demonstrating compliance with all Federal and North Carolina air
quality protection requirements. Based on previous discussions and the February 19, 1999 pre-
application meeting with the NCDAQ regarding the PSD permitting methodology and
requirempents, this PSD permit application demonstrates compliance with both Federal and North
Carolina PSD permitting requirements, as well as North Carolina Air Toxics regulations.
Therefore, Weyerhaeuser requests that authority to perform the maintenance project be granted
under the PSD provisions and that a Permit to Construct and Operate under the North Carolina Air
Quality Regulations be issued. .

With this application, Weyerhaeuser specifically requests permission 1o conduct 2 maintenance
project in May of 2001 which will enable the No. 5 Recovery Boiler to potentially process up to 130
tons of black liquor solids per hour. This application also includes the request to construct and
operaie a new No. 2 low sulfur fucl oil tank. The elements of this maintenance project primaaly
include replacing the bottom fifty feet of the boiler-fumace apd replacing the superheaters.

However, the project also mvolves:

1. Replacing the screens;

Replacing the steam drum internals;

Installing additional sootblowers;

Replacing the existing liquor guns/barrels and installing additional new ones;

Replacing the entire No. 6 oil delivery and firing system with 2 new No. 2 low sulfur oil system;

[

& oW

Replacing the air system and windbox;

Replacing the smelt spouts;

Replacing or installing additional auxiliary pumps, valves, control systems, wiring, motors,
piping, dampers, port rodders, and duct work; and

9. Possibly upgrading the existing electrostatic precipitator’s T-R and rapper controls and gas flow
bafflcs.

The following information is included in this application as required under NCAC 2Q.0305 for the
PEITlit IEVIEw:

1. Completed Title V permit application forms for No. 5 Recovery Boiler maintenance project,
including forms for the new No. 2 fuel oil tank (Appendix A);

. A consistency detemﬁnaxig% as required under 2Q.0304(b)(1) (Appendix B);
. An application fee of $12,3%+ as required under 2Q.0200;
. A modeling protocol, protocol checklist and NCDAQ approval letter (Appendix C);

Revised permit application forms and text for June 1999 Title V permit application for the
. Weyerhaeuser Plymouth facility (Appendix K). These pages are to be directly nserted as
replacement pages into appropriate volumes of the June 1999 application.

% N o W
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SECTIONONE. Execitive Summary

Shouid the NCDAQ have any questions or comments regarding this application, please contact Ms.
o Diane Hardison of Weyerhaeuser at (252) 793-8611 or Mr. Randy Taylor of URS Greiner
Woodward Clyde at (919) 850-9311.
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SECTIONTWO Site and Process Description

2.1 INTRODUCTION

Weyerhaeuser Company operates a pulp and paper manufacturing facility in Martin County near
Plymouth, North Carolina. The primary products of the mill are fine paper, linerboard,
corrugated medium and bleached fluff pulp. Production operations at the site include wood
pulping, pulp bleaching and papermaking. In addition, other on-site processes that directly
support the manufacture of pulp and paper include black liquor recovery, lime production,
wastewater treatment and power/steam generation. The facility falls under the Standard
Industrial Classification (SIC) codes of 2611 for pulp mills and 2621 for paper mills.

Weyerhaeuser Plymouth proposes to perform a major maintenance project on the No. 5 Recovery
Boiler. The remainder of this air quality permit application is divided into the following five
sections:

Section 3.0:  Applicable Federal and State Regulations,
Section 4.0:  Best Available Control Technology (BACT).
Section 5.0:  Air Quality Impact Analysis.

Section 6.0:  Additional Impacts Analysis (including the impact on economic growth and thre
impact on soils, vegetation, and visibility in the area).

Section 7.0:  References.

Various tables, figures, and appendices are also included. Fora detailed listing of each refer to
the table of contents.

2.2  SITELOCATION

The Weyerhacuser Plymouth facility is located near Plymouth, North Carolina in Martin County,
which is located in eastern North Carolina. The facility is located on approximately 2,400 acres
just west of Plymouth, North Carolina along the Roanoke River. The approximate Universal
Transverse Mercator (UTM) coordinates are Zone 18, 340.5 km east and 3,968.55 km north at an
elevation of approximately 10 feet above mean sea level.

The nearest large city is Greenville, North Carolina. Plymouth is approximately 64 km northeast
of Greenville and 165 km east of Raleigh, North Carolina. Figure 5-1 displays the plant site
location and Figure 5-2 displays the plant site and surrounding terrain with respect to UTM
coordinates.

221 Class | Areas

The only Class I area within 200 km of the Weyerhaeuser Plymouth site is the Swanquarter
National Wildlife Refuge. Swanquarter is located approximately 56 km southeast of the site.

RS Greiner Woadwam W@ A SONEE100.COPROECT REPORTSEC TIONTSEC TWORZ Coei23-DEC-0FAE0500MRAL 2.~ |
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SECTIONTWO Site and Process Description

' 222 Topography

Plymouth is located in the coastal area of North Carolina. The terrain surrounding the site is
predominantly flat, coastal plain swampland with terrain elevations changing only a few feet within
a few kilometers of the plant site.

2.2.3 Climatology and Meteorology

The site lies within a general climatic region known as Humid Subtropical. Temperatures are
moderate with long summers and brief winters. An extended summer drought may result from
dominance of the Bermuda bigh pressure off the east coast. Warm, moist air from the tropics
dominates summer conditions while cooler, drier continental polar air controls winter weather.

Daily mean air temperatures over most of eastern North Carolina range between 5°C and 10°C 1
January, the coldest month, and between 24°C and 27°C in July, the warmest month. Annual
precipitation averages about 127 cr/year throughout the basin.

2.3 OVERVIEW OF THE NO. 5 RECOVERY BOILER PROCESS

The No. 5 Recovery Boiler was originally constructed in 1975 with 2 maximum design -

throughput rate for concentrated black liquor solids of 121 tons per hour (121 TBLS/hr). The

planned maintenance project, scheduled for May 2001, will allow the boiler t¢ potentially

, increase capacity to 130 tons of black liquor solids per hour (130 TBLS/kr). Fuel oil is used

e primarily for start-up and shut-down of the boiler and malfunction of the black liquor-generating
process. ‘

In the recovery boiler, combustion air is staged to promote the reduction of sodium sulfate in the

liquor to sodium sulfide, which then forms a smelt with sodium carbonate at the bottom of the

furnace. The smelt goes to a separate smelt dissolving tank where it is dissolved in water. The

boiler is equipped with oxygen meters, 2 CO meter and an opacity monitor. Additionally, P
Weyerhaeuser is in the process of installing a TRS/O, continuous monitoring system onthe S
Recovery Boiler exhaust. Particulate emissions are controlled by two electrostatic precipitators  ~ . e
used in parallel. The exhaust from the Recovery Boiler is combined with the exhaust from the < '
No.1 Hog Fuel Boiler and vented through a common stack. Figure 2-1 presents the process flow B
diagram for the Recovery Boiler. -

URS Greiner Woodward Gyde $41999455100,CPROVEC T\REPORTISEC TICNZ\SEC TWORZ d0c28.066-SME0S00BRAL  2-2
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- Appticable Regulations and Proposed
SECTIONTHREE Compliance Demeonstration Frocedures

This section summarizes all federally-enforceable and state-enforceable regulations that will be
applicable to the No. 5 Recovery Boiler and the new No. 2 fuel oil tank following
irnplementation of the proposed maintenance project. Proposed compliance demonstration
procedures are also discussed. Discussions pertaining to applicable regulatory requirenents are
separated into two categories: 1) Federal Air Quality Regulations and 2) North Carolina Air
Quality Regulations. PSD applicability calculations can be found in Appendix E.

34 FEDERAL AIR QUALITY REGULATIONS

The federal regulations applicable to the proposed project are the Prevention of Significant
Deterioration (PSD) regulation in 40 CFR 52.21; Title V Opcrating Permit regulations in 40 CFR
70; the National Emission Standard for Hazardous Air Pollutants {(NESHAP) for the pulp and
paper industry in 40 CFR 63; and the New Source Performance Standard (NSPS) regulations for
Kraft Pulp Mills and Volatile Organic Liquid Storage Vessels in 40 CFR 60. These requirements
are codificd in the North Carolina regulations under 15A NCAC 2D .0530, 2Q.0500, 2D .1111
and 2D 0524, respectively. A discussion of the applicable regulations, as well as key non-
applicablc NSPSs, is provided in this section.

3.1.1 Prevention of Significant Deterloration Applicabliity

The PSD regulations apply to major modifications at major stationary sources, which are
considered those sources belonging to any one of the 28 source categories listed in the
regulations that has the potential to emit more than 100 tons per year of any PSD-regulated
compound, or any other source which has the potantial to emit more than 250 tons per year of
any PSD compound. A major modification is defined as “any changeto 2 major stationary
source that would result in a significant emissions increase of any pollutant subject to regulation
under the Act.” Major modifications are subject to review under the PSD regulations and must
meet certain pre-construction review and permiiting requirements.

The Weyerhasuser Plymouth facility belongs to one of the 28 listed categories and emits greater
than 100 tons per year of a PSD-regulated air compound. Thus, the Plymouth facility is a major
source. A PSD applicability analysis was performed for the proposed maintenance project to
determine which regulated compounds would be subject to PSD review. The emission increases '
for the project were determined for each compound based on the ditference between the proposed
potential emissions associated with the maintenance project and the average actyal emissions for
the previous two-year period (1997-1998). Furthermore, debottlenecking emission increases
were quantified for the following areas: woodyard, fiberlines, bleach plant, chemical recovery
and recausticizing, papermaking and LVHC and HVLC incineration. For selected compounds,
creditable, contemporaneous emission increases and decreases within seven years (1994-2001)
were also included in the applicability analysis. Tables 1 through 19 of Appendix E present the
project emission increase calculations and the contemporaneous emission increases and
decreases for the pulp mill and wood products facility. Facility-wide optirization projects and
continuing efforts to improve process reliability and reduce equipment downtime as included in
the facility’s fiture S-year plan could potentially enable the mill to utilize the emission increases
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Anplicabile Regulations and Propesed
SECTIBNTHREE compliance Demonstration Procedures

indicated by this debottlenecking evaluation. Specifically, paper machine production coutd
increase proportionally and has been accounted for in this analysis.

Based on the applicability analysis, the proposed project is classified as a major modification
because it will result in potential emission increases of 8O., NO,, CO and H,SQ, raist that
exceed the respective PSD Significant Emission Rates for these compounds. A summary of all
PSD compound emission increases (recovery boiler project and associated debottlenecking
increases) and comparison of these increases against the respective PSD Significant Emission
Rates is presented in Table 3-1.

PSD applications typically must include an ambient air quality analysis (See Section 5 of this
report); an additional impact abalysis of economic growth, soil, vegetation, and vasibility
(Section 6); and a Class I Area Impact Analysis (Section 6). Permirting authorities must also
provide the opportunity for public participation (i.¢., comment) on proposed PSD projects.

In addjtion to stringent environmental impact anatyses required prior to permiting, the PSD
regulations require major Stationary sources to apply Best Available Control Technology
(BACT) to new and modified emission sources emitting compounds subject to PSD review. For
this project, the operating permit for the Recovery Boiler will include BACT emission limits for
S0,, NO,, CO and H,SO, mist for firing black liquor solids and for firing No. 2 fuel oil during-
start-up, shut-down and malfimctions of the Recovery Boiler. Proposed BACT limits and
proposed compliance demonstration procedures are described in Section 3.3. The detailed
BACT evaluation for each compound subject to PSD review is presented in Section 4.

3.1.2 Title V Operating Permits

Weyerhacuser Plymouth submits this application as 2 supplement io the Title V operating permit
application (Volumes I — VIII) for the facility currently on file with the DAQ, which was
otiginally submitted in August, 1996 and revised in June, 1999. Updates to the previous
volumes of the application are provided in Appendix K and include revisions to the text, tables
and application forms.

3.1.3 New Source Perforrnance Standards Applicability

Fossil-Fuel-Fired Steam Generators (40 CFR 60, Subpart D)

The standards of performance for fossil-fuel-fired steam generators apply 10 fossil-fuel-fired
units with a heat input rate of greater than 250 MM Btuwhr, which commenced construction or
modification after August 17, 1971. According to EPA guidance provided in a memorandum
dated June 15, 1990 (see Appendix D), this standard is not applicable to kraft recovery boilers
which only combust fuel oil for proper black liquor combustion (e.g., start-up and shut-down)
and which maintain an annual fossil fuel capacity factor of less thap 10 percent Since fuel oil is
primarily fired in the No. 5 Recovery Boiler for start-ups, shut-downs and malfonctions and
usage chiring normal operations will not exceed the 10 percent fuel capacity factor, this standard
is not applicable to the Recovery Boiler.

URS Greiner Wmm SA1909155100.00PROJECTIRE PORTISECTIONASEC THREERR, Socib-WAN-00BEDS0BRAL -2
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SECTIONFOUR Best Availatile Control Technology

4.1 INTRODUCTION

PSD regulations [(40 CFR 51.166 and North Carolina State regulations (NCAC 2D .0530)]
require that Best Available Control Technology (BACT) be used to minimize the emissions of
compounds from a new major source or a major modification of an existing major source. This
section presents the BACT evaluation for the Recovery Boiler No. 5. This source is subject to
BACT review for each of the compounds exceeding the PSD significant emission rates as a
result of the proposed maintenance project. Emissions increases of sulfur dioxide (SO,), nitrogen
oxides (NOy), carbon monoxide (CO) and sulfuric acid mist (H,SO,) exceed their respective
thresholds. Therefore, BACT is addressed for these compounds. Section 4.2 presents an
overview of the top-down BACT approach used in this application, and the BACT
determinations for SO,, NO,, CO and H,SO, mist are discussed in Scctions 4.3 through 4.6. A
summary of the resulting BACT emission limits is provided in Table 4-1.

4.2 TOP-DOWN BACT APPROACH

BACT is defined in the Clean Air Act as "an emissions limit based on the maximum degree of
emissions reduction for each pollutant...which the permitting authority determines, on a case by
case basis, taking into account energy, environmental, and economic impacts and other costs,
achievable for such facility through the application of production processes and available
methods, systems, and techniques...". Four key aspects of the definition are worthy of notice:

- BACT is an "emission limitation" based on a control technology - not the control
technology itself: or, if technological or economic limitations on the application of
measurement methodology to an emissions unit would not be feasible, a design,
equipment, work practice, operation standard, or combination thereof may be
prescribed.

« BACT is based on the "maximum degree of ernissions lirnitation achievable”- costs,
economics, environmental, and epergy impacts are taken in to account, but equal
emphasis is also placed on the words "maximum" and "achievable.”

o BACT includes and, in fact, focuses on "production processes” along with add-on
controls.

+ BACT was intended to be a case-by-case evaluation, implying individual case
evaluations and decisions, not rigid, pre-set guidelines. |

The top-down BACT approach starts with the most stringent (or top) technology that has been
applied to the same unit at other similar emission source types and provides a basis for rejecting
the technology in favor of the next most stringent technology or proposing 1t as BACT.
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SECTIONFOUR Best Available Control Technology

The first step is to define the spectrum of process and/or add-on control alternatives potentially
applicable to the subject emissions unit. The following categories of technologies are addressed
in identifying candidate control alternatives:

« Demonstrated add-on control technologies applied to the same emissions unit at
other similar source types;

«  Add-on controls not demonstrated for the source category in question but transferred
from other source catégories with similar emission stream characteristics;

«  Process controls such as combustion or alternate production processes;
«  Add-on control devices serving multiple emissions units in parallel; and

+  Ecquipment or work practices, especially for fugitive or area emission sources where
add-on controls are not feasible.

A review of the BACT/LAER Clearinghouse is usually the first step in this process. -

The second step in the top-down approach is 1o evaluate the techmical feasibility of the
alternatives identified in the first step and to reject those that can be demonstrated as infeasible
based on an engineering evaluation or on chemical or physical principles. The following criteria
are considered in determining technical feasibility: previous commercial-scale demonstrations,
precedents based on permits, requirements for similar sources, and technology transfer.

The third step is an assessment and documentation of the emissions limit achievable with each
technically feasible alternative considering the specific operating constraints of the emission
units undergoing review. Afier detenmining what control efficiency 1s achievable with each
alternative, the alternatives are rank-ordered into a control hierarchy from most to least stringent.

The fourth step is to evaluate the cost/economic, environmental, and energy impacts of the top or
most stringent alterpative. To reject the top alternative, it must be demonstrated that this control
alternative is infeasible based on the impacts analysis resuits. If a control technology 13
determined to be technically infeasible or infeasible based on high cost effectiveness, or to cause
adverse energy or environmental impacts, the control technology is rejected as BACT and the
impact analysis is performed on the next most stringent control alternative. The following
presents the top-down BACT analyses for SO,, NO,, CO and H,SO, mist.
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SECTIONFOUR Best Available Control Technology

4.3 NO. 5 RECOVERY BOILER

431 Sulfur Dioxide (SO)

Kraft black liquor contains relatively large quantities of sulfur and alkal: metal salts when
compared to conventional fuels. SO, emissions from firing black liquor solids in a recovery
boiler are typically low due to an extremely large recovery of sulfur as sodium sulfide in the
stnelt and capture of alkali sulfates in the particulate control device. When black liquor is bumned
in a recovery boiler, sulfur gases in the form of both SO, and reduced sulfur compounds (TRS)
are released. As air is added to the secondary and tertiary air ports of the recovery boiler, TRS
gases are oxidized to SO,. Sulfur dioxide emission from recovery boilers are variable from
boiler to boiler and depend on several key parameters, including properties of the black liquor
solids (i.e. sulfur to sodium ratio, chloride content, black liquor solids concentration), properties
of the combustion air (1.e. air distribution, percent excess oXygen, air moisture content), furnace
loading and liquor spray pattern.

Additional SO, emissions resuit from the use of fuel oil during recovery boiler start-up, shut-
down and malfunctions. During oil combustion the sulfur contained in the fuel is oxidized,
predominately to SO,. -

4.3.1.1 Controf Technologies Evaluated

Table 4-2 summarizes previous RACT/BACT/LAER Clearinghouse (RBLC) determinations for
SO, control for recovery boilers. State agencies and vendors of SO, control equipment provided
addidonal information. This table does not include the BACT determination for Kirby Forest
Industries in Bon Wier, Texas, which is referenced in the Texas Natural Resources Conservation
Comrmussion (TNRCC) BACT determination. According to state officials, this facility never
constructed the permitted pulp mill. Additionally, the scrubber permitted for James River
Corporation in the state of Washington is primarily for heat recovery versus SO, control. The

' EPAls BACT/LAER Clearinghouse search indicated the following control technologies for
control of SO, emissions from a recavery boiler: a heat recovery scrubber, fuel specification,
proper boiler design and good combustion practices.

Potential technologies currently available for SO, control are as follows:
. Wet Scrubber — black liquor solids combustion
= Use of Low Sulfur Fuel - fuel oil combustion _
* Proper Design and Good Combustion Control — black liquor solids combustion

The use of low sulfur fuel, installation of a wet scrubber and proper design and good combustion
control are all technically feasible control technologies for SO, control. The Plymouth facility is
committed to the conversion to low sulfur fuel for SO, control from fuel oil combustion and
implementation of proper design and good combustion practices for black liquor solids-.

\-_,/ ~
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combustion as BACT. Both of these are discussed in more detail below. Additionally, an
impacts evaluation for the installation of 2 wet scrubber is presented.

4.3.1.2 Evaluation of Technically Feasible Conftrol Alfematives

Fuel Oil Combustion

The Weyerhaeuser Plymouth facility currently uses No. 6 fuel for recovery boiler start-ups, shut-
downs and malfimetions, but as part of this maintenance project is proposing as BACT use of

' No. 2 low sulfur (0.05% weight) fuel oil, which will reduce SO, emissions from the combustion .
of fuel oil in the recovery boiler by approximately 98%. The facility will maintain fuel analyses
and vendor certifications verifying the use of 0.05% sulfur fuel.

Black Liquor Solids Combustion
Wet Scrubber
Technical Evaluation

A wet scrubber removes gaseous contamipants from a gas stream through intimate contact with
suitable absorbing or wetting liquor, such as caustic. The Dynawave® Engineered Scrubbing
System, available from Monsanto Enviro-Chem Systems, was cons] dered in of this evaluation.
o In this system, the gas stream enters a gas-to-liquid contactor, called a Reverse Jet, where it

e collides with limestone reagent scrubbing shurry. A wave of highly turbulent flow, called the
“froth 2one” is created at the point where the liquid is reversed by the gas. In this zore, SO,
removal is accomplished as the gas is cooled to its adiabatic saturation temperature. The cleaned
gas then passes through a two-stage demister for final gas/liquid separation.

Economc Impacts

Table 4-7 presents the capital and annual cost evaluation for installation of the Dynawave®
scrubbing system, Capital costs are based on a complete serubbing system consisting of two
parallel scrubbing trains, a common limestone reagent slury system for delivery and storage of
reagent to the scrubbers and a common effluent rotary drum vacuum filter for dewatering the
calcium sulfate by-product. Other associated costs were obtained from EPA’s Control Cost
Manual.! The proposed scrubbing system is designed to treat 177 tpy of SO, at 2 74.5%
destruction efficiency. The capital cost of this system is $10,200,000, annual cost is
$2,796,250/yr and the cost effectiveness is $15,764/ton of SO, removed.

Energy Impacts
No negative energy impacis are associated with the wet scrubber option.

Environmental Impacts

Slight environmental impacts are associated with the wet scrubber option due 10 the disposal of
gypsum (calcium sulfate) generated from the SO, reaction with the limestone. However, this

Ry =
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.  waste does not have any special disposal requirements and could be disposed of in 2 RCRA

Subtitle D landfiil.

Conclusion

The wet scrubber option is rejected as BACT due to a prohibitively high cost effectiveness.

Proper Design and Good Combustion Control

The RBLC search indicates that proper boiler design and good combustion practices are the most
widely utilized control technologies for control of SO, emissions from recovery boilers during
black liquor solids combustion. The proposed BACT limit when firing black liquor solids (alone
or with No. 2 fuel oil) of 54.55 Ib SO»/hr is well within the range of previous determinations
provided in the RBLC: This limit was derived from the maximum SO, emissions stack test data
for the Weyerhaeuser Plymouth Recovery Boiler, scaled to a production rate of 130 TBLS/hr,
and then increased by two standard deviations of the test data to account for the variability of the
sulfur content of black liquor solids. A sumumary of the stack test data is provided in Table 4-6.
Compliance will be demonstrated through conducting one performance test during the permit
term using EPA. Reference Methods 6, 6A., 6B or 6C in 40 CFR 60 Appendix A or other
approved method described per 40 CFR 60.8(b).

432 Nitrogen Oxides (NOx)

 Nitrogen oxide (NO,) emissions are generated from the combustion process due to both thermal
“.s’ and fuel-bound NO,. Thermal NO, is produced by the dissociation of nitrogen in combustion air
and its subsequent reaction with available oxygen. Emissions of thermal generated NO, from
black liquor solids firing are low due to characteristically low furnace temperatures and air
staging in the fumace. Fuel-bound NO, is generated from the oxidation of nitrogen-containing
compounds in fuel oi} and black liquor solids. '

4.3.2.1 Control Technologies Evaluated

Information from EPA’s RACT/BACT/LAER Clearinghouse (RBLC) is summarized in Table 4-
3. Previous BACT determinations for NO, control from recovery boilers included only two
control technologies: (1) the use of proper boiler design and good combustion practices, and (2)
the use of low NO, burners for natural gas firing, Table 4-3 does not include the BACT
determination for Kirby Forest Industries in Bon Wier, Texas, referenced in the Texas Natural
Resources Conservation Commission (TNRCC) BACT determination. According to state
officials, Kirby Forest Industries never constructed the referenced pulp mill. In developing the
potential alternatives for BACT for black liquor solids firing and fuel ol firing, control
technologies used by other industries to control similar emissions were identified. The following
technologies were considered as potential BACT:

e Selective Catalytic Reduction (SCR)
o Selective Non-Catalytic Reduction (SNCR)

UnRS Ereiner Wm\m:wtmm.MOEcmemmmnmmmm 4.5
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e Use of Low Sulfur Fuel — fuel 0il combustion
» Low NO, Burners — fuel oil combustion
» Proper Design and Good Combustion Control — black liguor solids combustion

Each of these technologies is discussed below.

4.3.2.2 Technically Infeasible/Undemonstrated Control Alternatives

Though SCR and SNCR are effective NO, reduction technologies in various industries, they are
ot applicable to recovery boilers and are rejected as BACT based on technical infeasibility.
Reasons why these technologies are not considered feasible are provided below.

Selective Catalvtic Reduction

Selective Catalytic Reduction (SCR) is a post-combustion gas treatment applied for the reduction
of nitrogen oxides (NO,) to molecular nitrogen (N,), water and oxygen. The SCR technology
employs agueous or anhydrous ammonia as a reducing agent that is injected into the gas stream
pear the economizer and upstream of the catalyst bed. The catalyst lowers the activation energy
of the NO, decomposition reaction. An ammonium salt intermediate is formed at the catalyst
surface and subsequently decomposes to elemental nitrogen and water. Depending on the overell
ammonia-to-NO, ratio, control efficiencies for NO, greater than 90% can be achieved.

Catalyst poisoning from the sulfur in the black liquor solids is a significant impediment to use of
this technology in recovery boilers. According to Englehard Corporation and Monsanto Enviro-

‘Chem Systems, two vendors of catalyst technologies, to successfully employ SCR technology in

5 Z a recovery boiler would require cost-prohibitive pretreatment of the flue gas stream via wet

scrubbing for sulfur control, followed by mist eliminators and an additional preheater to reach
the minimum SCR operating temperature of 450 °F. Furthermore, SCR technology has not been
demonstrated on recovery beiler and, therefore, Englehard Corporation and Monsanto Enviro-
Chem are unable to guarantee SCR system performance for such an application.

Another concern with the use of SCR technology in recovery boilers is that the boiler exhaust
temperature is below the optimum range for effectiveness. SCR can be applied at flue gas
temperatures from 450 — 1150 °F, but is most frequently applied at flue gas temperatures from
450 - 800 °F. Recovery Boiler No. 5 exhaust is approximately 350 °F and, therefore would
fequire reheating prior to a SCR system, even if additional scrubbing were not required.

Additional environmental and safety considerations arise from the disposal of the spent catalyst,
the transportation, storage and handling of large quantities of ammonia and potential “ammonia™
slip through the SCR catalyst bed.

Based on the technical obstacles and potential negative environmental impacts associated with
the application of SCR technology to recovery boilers, this technology is rejected from further
consideration. | '
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e Ujse of Low Sulfur Fuel — fuel oil combustion

» Low NO_Burners — fuel oil combustion

e Proper Design and Good Combustion Control — black liquor solids combustion
Each of these technologies is discussed below.

4.3.2.2 Technically Infeasible/Undemonstrated Control Alfernatives

Though SCR and SNCR are effective NO, reduction technologies in various industries, they are
not applicable to recovery boilers and are rejected as BACT based on technical infeasibility.
Reasons why these technologies are not considered feasible are provided below.

Selective Catalytic Reduction

Selective Catalytic Reduction (SCR) is a post-combustion gas treatment applied for the reduction
of nitrogen oxides (NO,) to molecular nitrogen (N,), water and oxygen. The SCR technology
employs aqueous or anhydrous ammonia as a reducing agent that is injected into the gas stream
pear the economizer and upstream of the catalyst bed. The catalyst lowers the activation energy
of the NO, decomposition reaction. An ammonium salt intermediate is formed at the catalyst
surface and subsequently decomposes to elemental nitrogen and water. Depending on the overall
ammonia-to-NO, ratio, control efficiencies for NO, greater than 90% can be achieved.

Catalyst poisoning from the sulfur in the black liquor solids is a significant impediment to use of
this technology in recovery boilers. According to Englehard Corporation and Monsanto Enviro-
‘Chem Systems, two vendors of catalyst technologies, to successfully employ SCR technology in
Z:cr:“covery boiler would require cost-prohibitive pretreatment of the flue gas stream via wet

Scrubbing for sulfur control, followed by mist eliminators and an additional preheater to reach
the minimoum SCR operating temperature of 450 °F. Furthermore, SCR technology has not been
demonstrated on recovery boiler and, therefore, Englehard Corporation and Monsanto Enviro-
Chem are upable to guarantee SCR system performance for such an application.

Another concern with the use of SCR technology in recovery boilers is that the boiler exhaust
temperature is below the optimum range for effectiveness. SCR can be applied at flue gas
temperatures from 450 — 1150 °F, but is most frequently applied at flue gas temperatures from
450 - 800 °F. Recovery Boiler No. 5 exhaust is approximately 350 °F and, therefore would
require reheating prior to a SCR system, even if additional scrubbing were not required.

Additional environmental and safety considerations arise {from the disposal of the spent catalyst,
the transportation, storage and handling of large quantities of ammoaia and potential “ammonia”
slip through the SCR catalyst bed.

Based on the technical obstacles and potential negative environmental impacts associated with
the application of SCR technology to recovery boilers, this technology is rejected from further
consideration. '
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Selective Non

Selective Non-Catalytic Reduction (SNCR) involves the non-catalytic decomposition of NO, in
the flue gas to nitrogen and water using amnonia or w2 as reducing agents. These agents are
injected into the flue gas at a location near the furnace exit to provide the optimum reaction
temperature and residence time. Although SNCR is an effective NO, reduction technology, it is
critically temperature dependent, requiring flue gas temperatures between 1600 and 2200 °F.
Below the optimum temperature range, ammonia is formed. Recovery Boiler No. 5 exhaust is
well below the optimum temperature range. Additionally, there are si gnificant safety concerns
associated with the injection of liquids into a recovery beoiler.

There are no known applications of SNCR for recovery boilers in the Unuted States and there are
technical feasibility issues that prevent this technology from being readily applied.
Consequently, the use of SNCR technology is not considered technically feasible and is
eliminated from further BACT consideration.

4.3.2.3 Evaluation of Technically Feasible Control Altemnatives

Weyerhacuscr Plymouth has choscn to implement several technologies to control NO_emissions
from No. 2 fuel oil and black liquor solids firing. For fuel oil combustion, the conversiog to low
sulfur fucl and use of low NO, burners for the load burners will serve as the most effective
techniques for NO, control. For black liquor solids combustion, proper boiler design and good
combustion control will provide effective control of NO, emissions. Details of each proposed
BACT are discussed below.

Fuel Oif Combustion

The Weverhaeuser Plymouth facility currently uses No. 6 fuel for recovery boiler start-ups, shut-
downs and malfunctions, but as part of this maintenance project is converting the recovery boiler
to use No. 2 low sulfur (0.05%) fuel for SO, control. It is estimated that this conversion will also
reduce NO, emissions from the combustion of fuel oil in the recovery boiler by 50%.

Low NOx Borners

Low NO, burners reduce NO, formation by controlling the mixing of fuel and combustion air
both to create lower combustion temperatures, thereby reducing thermal NO, formation, and to
create chemical reduction zones within the flamme. Low NO_burner technology for fuel oil
combustion typically reduces NO, emissions by 30-50%.

Weyerhaeuser Plymouth proposes as BACT to install low NO, burners for the load burners for
fuel oil combustion. Low NO_ burner technology does not exist for start-up bumers, therefore,
only the load burners will be equipped with low NO, burners. Corresponding BACT emission
limits are not proposed due to the impracticability of conducting performance testing during fuel
oil combustion alone as a compliance demonstration.
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Black Liquor Solids Combustion

Proper Desion and Good Combustion Control

The RBLC search indicates that proper boiler design and good combustion practices are the most
widely applied control technologies for control of NO, emissions from recovery boilers. In
Recovery Boiler No. 5, as in most modern recovery boilers, combustion air is staged to create
reducing conditions at the bottom of the boiler in order to promote the reduction of sodium
sulfate to sodium sulfide. Utilization of staged combustion minimizes thermal NO, formation.

The proposed BACT limit when firing black fiquor solids (alone or with No. 2 fuel oil) is 375.94
Ib NO /hr. This limit is derived from the maximum stack test data for Recovery Boiler No. 5
plus two standard deviations of the test data, and scaled to the proposed production rate of 130
TBLS/br. A summary of this data is provided in Table 4-6. Compliance with this limit will be
demonstrated through conducting one performance test during the permit term using Method 7,
7A or 7E in 40 CFR 60 Appendix A or other EPA-approved method as provided in 40 CFR
60.8(b).

4.3.3 CARBON MONOXIDE (CO)

The combustion process occurring in the recovery boiler produces CO. Poor gas mixing and ~
insufficient excess air are the contributing factors to CO formation.

“_/  4.3.3.1 Control Technologies Evaluated

Table 4-4 summarizes previous RACT/BACT/LAER Clearinghouse (RBLC) determinations
with supplementary information from state agencies for CO control at recovery boilers. Table 4-4
does not include a BACT determination for Kirby Forest Industries in Bon Wier, Texas because
this facility was never constructed according to TNRCC officials. As presented in Table 4-4, the
only BACT control technologies applied for CO control are proper design and good combustion

. practices. Catalytic oxidation is an identified transfer technology for control of CO emissions;
however, it is technically infeasible as discussed below.

4.3.3.2 Technically Infeasible/Undemonstrated Control Alternatives
Catalvtic Oxidation

Catalytic oxidation is a flue gas treatment control which completes the oxidation of CO to CO,.
With this technology, the gas stream is passed over a noble metal catalyst bed, commonly
platinum or palladium, which increases the combustion reaction rate.

Based on discussions with Monsanto Enviro-Chem Systems, a leading supplier of catalyst
technologies, utilization of catalytic oxidation would require significant pretreatment of the gas
stream due to the high sulfur levels and the low amount of H,SO, present in the black liquor

. combustion exhaust. Significant sulfur concentrations are known to poison (i.e. deactivate) the
catalyst and although sulfur-resistant catalysts have been developed. they have not been
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commercially applied to recovery boilers or applications of this size. Furthermore, even use of
sulfur-resistant catalyst would require pretreatment of the gas stream and would require the
instaliation of a wet scrubber for sulfur removal and a mist eliminator for controlling aerosols
such as H,S0,. Additionally, increases in emissions of criteria pollutants would result from the
need to reheat the gas stream (to at least 400° F) after a pretreatment scrubber and mist eliminator
to ensure effectiveness of the catalyst. Consequently, the nature of the kraft recovery process
makes it unsuitable for use of catalytic oxidation.

Therefore, based on the technical infeasibility associated with this technology, it is rejected from
further consideration in the BACT analysis.

4.3.3.3 Evaluation of Technically Feasible Control Altematives

Proper Desisn and Gooed Combustion Contrel

The RBLC search indicates that proper design and good combustion control (i.e., a sufficient
amount of excess oxygen) is the recommended technology for CO control from recovery boilers.
Weyerhaeuser Plymouth proposes a BACT limit for CO control of 1496 ppsas (3-hour average),
to be applied whether firing fuel oil, black liquor solids, or both. This limit was derived using
one year of CEMS data and applying two standard deviations to the maximum 3-hour ayerage
recorded during this period. A, summary of this data is provided in Table 4-6.

4.3.4 Sulfuric Acid Mist (H2804)

Sulfumic acid mist (H,SO,) is generated when sulfur trioxide present in fuel oil and black Jiquor
solids combustion exhaust combines with water vapor at a temperature below the dew point of
H,S0,.

4.3.4.1 Control Technologies Evaluated

As provided in Table 4-5, proper boiler design is the only BACT determination for IS0,
control from recovery boilers included in the RBLC, therefore, control options were developed
based on engineering knowledge of applicable control technologies and control efficiencies. The
only H,SO, wansfer control technology identified as being potentially applicable to recovery
boilers is a high-energy venturi scrubber.

4.3.4.2 Evaluation of Technically Feasible Control Alternatives

High-Energy Venturi Scrubber
Technical Evaluation

A venturi scrubber consists of a ventunt tube with converging and diverging sections where flue
gas encounters low pressure water added at the throat. The turbulence created in the venturi
throat promotes atomization of the water. The atomized water impacts and absorbs particles
from the gas stream, which agglomerate and are collected in a separator, suchas a demister.
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Although wet serubbing is a technically feasible control option for H,SO,, H,80, is present in
the exhaust stream as a fine aerosol (0.1 pm) and even moderate removal efficiencies require
high pressure drops; thus, the scrubber syster is expensive 10 operate.’

Econornic Impacts

Table 4-8 presents an annual cost evaluation for operating a wet scrubbing system to reduce
H,SO, emissions. This evaluation does not include capital costs and, therefore, annual cost
estimates are conservatively low. As indicated, the expense associated with just increased
electrical usage makes this option cost prohibitive. Using estimation methods obtained from
EPA’s Cost Control Manual, the annual electricity usage from the operation of a venturi scrubber
at a 30-inch pressure drop is 27,113,076 kWh/yr at a cost of $1,355,654/yr. The proposed
scrubbing system is designed to treat 9 tpy of H,S0, at a 20% removal efficiency. The cost
effectiveness is $152,321/ton of H,SO, removed.

Enercv Impacts

As discussed above, significant energy impacts ate associated with the use of a venturi scrubber.
The increased electrical usage would result in increased emissions of criteria pollutants and other
toxics associated with combustion.

Environmental Impacts

No negative environmental impacts are associated with the venturi scrubber option.

rConclusiOn
The venturi scrubber option is rejected as BACT due to a prohibitively high cost effecaveness.

Proper Boiler Desion

Proper boiler design is the proposed control technology for H,SO, mist emissions from Recovery
Boiler No. 5 with a BACT limit of 10.16 Ib/hr during black liquor solids firing. To demonstrate

compliance with this limit, one performance test will be conducted during the permit term using

EPA Reference Method 8, or other approved test methods per 40 CFR 60.3(b).

4.4 REFERENCES

1. Table 4.11-1. EPA Handbook: Control Technologies for Hazardous Air Pollutants, EPA-
v 625/6-91/014.
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TABLE 4-7
LIMESTONE SLURRY SCRUBBING SYSTEM FOR $0, EMISSIONS REDUCTION
WEYERHAEUSER PLYMOUTH MILL
URS GREINER WOODWARD CLYDE PROJECT NO, 5510000
DESIGN CONDITIONS
Floe Gzt Volunt (scfin) 47,000
Gat Stweann Temperanre (deg F) 3%
HyQ (vl 2%4) 2
N, badarce
O (vol %) 6
30y (Ivha) 34.50
DIRECT COSTS Cost Ew Basit (or Estimate’”
Total Equipment Costs 54,901,000
Dymawave Reverse Jes (3}
Cras/Liquid Sep. & Oxidarion Vessels (3)
Entrinmeant Separaeat (6)
TD Fans (3
Créndation Pamps (3)
Agintion/Efiuent Pasp (3)
Ontidarsoa Air Blower (3)
Resgent Sharry Sysem (1)
Totd Insizilaticn Costs S5,30.000
Seming Magor Equipment
Soll Propatation md Foundaticar
Souanrd Stoct avd Pladformas
Piping and Vilves
Intercomectiog Ductwork
Elecxical
Coatrol Rooa
Total Capital Cott . 560,200,000 Moomnto Eaviro-Chem Estimas
DIRECT ANNUAL OPERATING COSTS
Hlectricity Cost $504,804  Elec, Cost (UKWHY, 10.050 -
Flec. Usage (kW 358
o] el wiage sy
Feago Comt 56,741  Limemooe cost (MIb): $3.0057
Usage vate (ol w08
Operating Labor Moesano hrntsane csDmmaes)
Opexxoe $5,04C  SI6.00 petbr Bais; 20
) brw/shift *
i shift/$ bee *
8760 NES/YT
Sapervizor 3,256 15% 15% of
Operasor
Labor
Mainetrace Labor S1927 HLITéd per e 1.0 befshulk =
shift’8 kg3 *
£760 hrfyr
Mainterames Matrrials S193T1 100 pocensof
maintenaoce
leboe
INDIRECT ANNUAL COSTS
Overbesd 7308 06 *c C = openating
labar +
L
cons
Adminbuaion STR00 I Ri=o]
Property Taxes SH2000 1% TCcC
Isermoe SN2 % 1cc
D Capnral Recovery $1.660,580 61618 10 yeuss, 10
Q@ e
interess
TOTAL ANNUAL COSTS 52,796,250
SULFUR DIOXIDE EMISSIONS/COST EFFECTIVENESS
Totl Uncoegolied SO, Enrsons 238 weshr
Coprrel Efficiency TI5% %
Emision Reduttion T was
Cost/ton of SOy Removal (COST EFFECTIVENESS) $14,764 Sion
Nows: 1) Monsmaw Eoviro-Lhem Sysiems - Serubbes Equipment and [nmaflauon Costs
2) Control Tachmologies for Hamrdows Air Pollubmz, EPASISA-D1414;
Operating and maimmunce babor cstimisss biscd on EPA defaub for veorurt scnabbers.
3) Soeme direct aperating costt are 0ot indludsd in this eptimate.  These intlude witr wmige, waste disposs] and wastewsicr
disposal.
SATPWRS S 00 D moro A REAL TCOSTRIGO_War This page does NGl GONRIN Arry enforoeabie peImMit Conditiorn La2Pd 1T
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Fach pollutant subject to a Prevention of Significant Deterioration (PSD) review must meet the
criteria of “Best Available Control Techoology™ (BACT) which refers to the maximum amount
of emission currently possible with respect to technical application and economic, energy and
environmental considerations. BACT must, therefore, be determined on a case by case basis. In
most cases, BACT may be defined through an emission limitation.

As a result of the EPA remand involving the North County Resource Recovery project in Region
I¥, the effects of non-regulated PSD pollutants, such as toxic air pollutants, are to be accounted
for in determining if the BACT otherwise being prescribed for a regulated pollutani(s) still

' represents an appropriate level and type of control. There is no specific formula for making PSD
decisions for unregutated poliutants. BACT determination must take into account the latest
technology and other data as of today.

To assist in bringing consistency to the BACT process, the USEPA is requiring all PSD
applicants to use the “top down” approach to BACT determination. This approach consists of
five steps: |

1. The comprehensive listing of control technologies for each applicable pollutant.

2. Demonstration of technical feasibility to insure that each technology was appropriate
for use with the gas stream to be treated.

3. Ranking of those control technologies demonstrated to be feasible by control
effectiveness, including pollutant control efficiency, expected emission rate, expected
emission reduction, economic impacts (cost effectiveness), environmental impacts
(including air toxics) and energy tmpacts (benefits or disadvantages).

4. Case-by-case evaluation of energy, environmental and economic impacts.
5. Selection of the most effective option as BACT.

In addition to demonstrating compliance with all applicable PSD regulations, a PSD review must
also include demonstration that any increase in North Carolina SIP toxic air pollutant emissions
resulting from the modification triggering the PSD review would be in compliance with the
respective TAP regulations.

5.1  Proposed BACT Determinations

Only those sources undergoing major modification must be evaluated for BACT. This
would be the No. 5 Recovery Furnace.

5-1
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| Unit Pollutant Control‘Technology Emission Limitations |
No. 5 Recovery | SO, 54.55 Ib/hr
Boiler -combusting BLS proper design and good
combustion control
~combusting fuel oil | low sulfur (0.05%8S)
No. 2 fuel oil
NOy - 375.94 Ib/hr
-combusting BLS proper design and good
combustion control
-combusting fuel oil | low NOx fuel oil
burners
co proper design and good | 1496 ppmw (3 hour
combustion control average)
H,S0, proper design 10.16 Ib/hr
-combusting BLS
5.1.a. No. 5 Recovery Furnace
5.1.a.1. Sulfur Dioxide
5.1.a.1.a. Identification of available control technology
| o} design and combustion control
0 wet scrubbing
5.1.a.Lb. Technically Infeasible Control Tec r

Historically, Kraft recovery furnaces are designed to maximize sulfur recovery as
smelt while minimizing sulfur losses as air emissions. This 1s done primarily by
operating an overall reducing atmosphere in the combustion zone, producing
sodium sulfide from the sulfate present rather than sulfur dioxide. Only one
facility listed in the BACT/LAER Clearinghouse data referenced (1987-1999)
proposed wet scrubbing as BACT for sulfur dioxide emission reduction, This was
installed primarily for heat recovery, with sulfur dioxide reduction secondary.

5-2
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A cost analysis of a wet scrubber system was conducted for a system to handle
177 tpy SO2 at 74.5% reduction efficiency. The cost effectiveness was $15, 764
per ton of H2S04 removed. This is too costly.

BACT isand S
Proposed BACT for sulfur dioxide from Recovery Furnace No. 7 when

combusting black liquor solids is no control, with an emission limit of 54.55
1b/hr.

Nitrogen Oxides

Identification of Available Coniro] Technologies

o Low NOx fuel oil burners

o Selective Non-Catalytic Reduction (SNCR)

o Selective Catalytic Reduction (SCR)

o Combustion Control

Technically Infeasible Conirol Technologies

The SNCR process uses direct gas stream injection of ammonia or urea, which
reacts with the NOy, present in the furnace exhaust and produces N, and water.
Ammonia injection has an extremely critical temperature range between 1600°F

and 1900°F (probably requiring a flue gas reheat systemn to maintain such a high
exit temperature). Urea injection allows a wider temperature range. Either

- material could be used in a Kraft recovery furnace, but no BACT use of SNCR for

NO, reduction in a Kraft recovery furnace has been found in the U.S. This is
primarily due to potential interference to the chemical recovery kinetics. The SCR
process uses the same ammoma or urea reagent, but injects it immediately
upsteam of a catalyst. This reduces the reaction range to from 450°F to 750°F. The
flue gas must be precleaned to prevent catalyst poisoning. The very nature of the
recovery process’s volatilization of sodium compounds maximizes the poisoning
potential. SCR has never been applied to a Kraft recovery fumace in the U.S.

BACT Analysis and Swrnmary

The replacement No. 2 fuel oil burners are designed as low NOx burners relative
to the 1975 originals. Low NOx burners function by reducing the amount of

5-3
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oxygen present at combustion, actually resulting in a slight increase in CO and
particulate emissions. The low NOx burners can achieve as much as 50% NOx
emission reduction.

Combustion control designed into the recovery furnace such as tertiary
staged combustion (minimum air supplied in the primary level to maintain the
required reducing atmosphere in the char bed in the smelt combustion zone and
secondary and tertiary level air supplied to maximize combustion of TRS
compounds) and optimized farnace controls are the BACT proposed for NOy
reduction from the No. 5 Recovery Boiler while combusting black liquor.
Thermal NOy generated by combustion will be minimized. NOX emissions using
combustion control as BACT were identified in the BACT/LAER Clearinghouse
for Kraft recovery furnaces ranged from 75ppm to 120ppm. A BACT emission
limit of 374.94 Ib/br is for firing BLS, with or without No. 2 fuetl oil.

Carbop Monoxide
[dentification of Available g;gmrg‘ 1 Technologies
o Catalytic Oxidation

o Proper Design and Combustion Control

Technically Infeasible Control Technologies

Significant pretreatment of the gas stream to remove high sulfur concentrations
(can deactivate the catalyst) would include use of a wet scrubber. The scrubbed
gas streamn would also require use of a mist eliminator and reheating to at least
400°F prior to contact with the catalyst. Such expensive pretreatment would rule
out the use of catalytic oxidation.

BACT Analysis and Summary
Proper boiler design and optimized combustion control (to assure maximum
oxygen) is therefore BACT. A BACT CO limit of 1496 ppmw (3 bour average)

is proposed for the No. 5 Recovery Boiler, buming cither BLS, BLS w/ No. 2 fuel
oil or No. 2 fuel oil. A CEMS for CO is installed on the unit.

Sulfuric Acid Mist

Identification of Available Control Technologies

0 Proper Design and Combustion Control

5-3
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o High energy venturi wet scrubber

Technically Infeasible Control Technologi

Although only proper design and combustion control was found in the BACT-
LAER Clearinghouse as a means of controlling H,SO, from a recovery boiler,
wet scrubbing is a possible altemative control technology for controlling acid gas
emissions.

High energy demands due to the large pressure drop across a wet scrubber make
this option infeasible. Even a very efficient venturi-type wet scrubber would only
produce a 20 % reduction in H,SO, mist emissions. At a 30 inch pressure drop,
the cost effectiveness is $152, 321 per ton of H,SO, removed.

BACT Anpalysis and Summary

Proper boiler design and combustion control is therefore proposed as BACT
for H,S04 mist, with 2 BACT limit of 10.16 Ib/hr during BLS firing.

24,28
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2 REGION 4
] M 3 ATLANTA FEDERAL CENTER
| % i 61 FORSYTH STREET
CT ATLANTA, GEORGIA 30303-8960
OCT 0 5 2000
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Donald R_ van der Vaart, PhD_ PE.

North Carolina Department of Enwronmeut and Natural R&sources
Division of Air Quality

Permits Section

1641 Mai! Service Center

Raleigh, NC 27604

SUBJ: PSD Permut Application, Draft Preliminary Determination and
Draft PSD Permit
Weyerbaeuser Company - Plymouth Mill
Martin County, NC

Dear Dr. van der Vaart;

Thank you for forwarding to our office the prevention of significant deterioration (PSD)
permit application, draft preliminary determination and draft PSD permit for the Weyerhaeuser
Company - Plymouth Mill. This PSD project is for the proposed maintenance activities for the
No. 5 black liquor recovery boiler, which include the replacement of the bottom part of the
furnace and the replacement of the existing black liquor firing guns with larger ones, thus
increasing the firing rate from 121 tons of black liquor solids per hour to 130 tons of biack liquor
solids per hour. Also, the auxiliary fuel system will be replaced to allow a switch from
combusting No. 6 fuel oil to No. 2 fuel oil. Total emissions increases from the proposed project
are above the thresholds requiring PSD review for sulfur dioxide (SO, ), nitrogen oxides (NO,),
carbon monoxide (CO) and sulfuric acid mist (SAM).

Based on our review of the information submitted, we have the following comments:

1. Page 10, Section 3,1.1, Prevention of Sigmficant Deterioration Apphcability: The
second paragrdph in this section explains that the emissions increases for the
project were determined based on data from the 1997-1998 period. The North
Carolina Division of Air Quality (NCDAQ) should consider requesting the
applicant to provide additional information that evaluates data from the most

' recent two year period as of the time the application was submitted and not the
most recent two calendar years. The PSD regulations do not specify the use of
calendar years

2. Page 24 Section4.3.1.2, Wet Scrubber, Economic Impacts: The description cites

the use of the Environmental Protection Agevcy (EPA) OAQPS Control Cost
Maual, However, the reference listed at the end of the section is the EPA

Intemet Address (URL) » http:/iwww.epa.gov
Aecycled/Recyclabie « Printed with Vegetabio Off Based tnks on Recycied Paper (Minimum 30% Postconsumer)
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handbook Control Technologies for Hazardous Air Pollutants, EPA-625/6-
91/014.

3. Page 25, Section 4.3.1.2, BACT Limit for SO,: Weyerhaeuser proposed 54.55 b
SO,/hr as the BACT limit for the recovery boiler when firing black liquor solids.

The application further states that this limit is “well within the range of previous
determinations provided in the RACT/BACT/LAER Clearinghouse (RBLC).”
Since the proposed BACT limit in the application is not expressed in the same
upits a8 those included in the RBLC (as summarized in Table 4-2 of the )
application), EPA could not corroborate the accuracy of the statement made in the
permit application. Further, proposed BACT limits should reflect the lowest level
of emissions currently achievable by similar units unless adequate reasons for
higher levels are provided. Stating that the limit is “well within the range of
previous determinations” does not assure that the applicant has considered a limit

\ that reflects the maximum degree of emissions reductions. Therefore,
Weyerhaeuser should provide further documentation to support the proposed
BACT limit for SO, This documentation should coptain, at a minipyum, the limit
expressed in units that can easily be compared with the limits from the RBLC and
a justification to support the limit selected if the limit does not represent the
lowest level of emissions currently achievable by similar units.

Additionally, EPA is concerned with the ragnitude of the proposed limit for SO,.
The application describes that the proposed limit was derived from stack test data
and increased by two standard deviations to account for vanability. The resulting
proposed limit is two times the highest value measured during the time period
depicted in Table 4-6. Furthermore, the test results are skewed by a test occurnng
nine years ago (7/3/91) that showed emissions more than three times higher than
in any subsequent test. EPA therefore questions the need for such a high emission
limit for SO, Also, it will be worth clarifying whether No. 6 fuel oil was used
while conducting the tests cited in the application.

4. Page 26,_Section 4.3.2.2, Technically Infeasible/Undemonstrated Control
Alternatives: Fhe first paragraph under this subsection states that selective
catalytic reduction (SCR) was rejected based on technical infeasibility. While, in
this case, the use of SCR may not constitute BACT, SCR is not necessarily
techuically infeasible. As Weyerhaeuser pointed out ina later paragraph, the
rejection of SCR is based mostly on technical obstacles such as costly
pretreatment and reheating, and environmental impacts. Economic,

‘environmental and energy factors are generally used to assess technically feasible

alternatives and not as grounds to support a conchusion of technical infeasibility.

5. Page 38, Section 4.3.2.3. Prover Desien and Good Combustion Control -NO,;
Since the proposed BACT limit for NO, is not expressed in the same units as the
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RBLC limits summarized in Table 4-3 of the application, EPA could not
corroborate whether the proposed limit indeed represents BACT for the recovery
boiler. Also, because the applicant only used data from three stack tests, using
two standard deviations to establish the limit appears 1o be inappropriate.
Adequate additional information, including but not limited to the proposed limt
expressed in comparable units to the ones used to express the limits included in

Table 4-3, and additional supporting documentation that reflects the adequacy of
the proposed limit for NO, should be cousidered by NCDAQ before issuing a final

permit.

6. Page 29, Section4.3.3. esign and Good Combustion Practices - CO:

\ The proposed BACT limit for CO is 1496 ppmw. This limit appears to be rmuch
higher than the limits listed in the RBLC as summanized in Table 4-4. However,
from the information included in the application the reason for such high enussions
is not apparent. The apphicam should provide an explanation detailing the reason
for the higher emission rate and the need for a liumit that is 1.3 times the maximum
value measured by one year of continuous enussions monitoring 4s documented in
Table 4-6 of the application.

7. Page 65, Table 4-7: In the Indirect Annual Costs portion of the table, the Capital
Recovery basis is identified as 10 years and 10 percent interest. The 10 percent
interest rate is inconsistent with the 7 percent interest rate in the O4AQPS Control
Cost Manual. The 10 percent interest rate should be reduced to 7 percent unless
the appropriateness of a higher interest rate can be documented.

8. Air Quality Analvsis: The U.S. Fish and Wildlife Service (FWS) has indicated
EPA that the permit application and supporting information do not provide
adequate information for the evaluation of the project’s impact on PSD Class I
increments and the air quality related values at the Swanquarter National
Wilderness Area. The Weyerhaeuser facility is located 635 km from the
Swanquarter National Wilderness Area - a designated PSD Class I area under the
administration of FWS. EPA recommends that no PSD censtruction permmit be
issued until the FWS’s review comments are addressed and a determmnation is
made of whether the Class I area will be adversely impacted by the emissions
increases from the proposed project.

Thank you for the opportunity to comment on the PSD permit application, draft
preliminary determination and draft PSD permit for the Weyerhaeuser Company - Plymouth Mill
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in Martin County, NC. Ifyou have any questions regarding these comments, please direct them
1o either Gracy R. Danois at 404-562-9119 or Jim Little at 404-562-9118.

Sincerely,

72N Dgre
R. Douglas Neeley
. ’ Chief
' Air and Radiation Technology Branch
Air, Pesticides apd Toxics
Management Division
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Golder Associates Inc. ¥
6241 NW 23rd Street, Suite 500 ? G()ldel'
Gainesville, FL 32653-1500

Telephone (352) 336-5600 k : ASSOCIE\IQS

Fax (352) 336-6603
‘l "'rb—-..
February 18, 2002 FEB 19 ZUUZ 9637518

Florida Department of Environmental Protection gy
2600 Blair Stone Road REAU OF aig REGULATION
Tallahassee, Florida 32399-2400

Attention: Mr. A. A. Linero, P.E.
Administrator, New Source Review Section

RE:  FILE NO. 0050009-005-AC (PSD-FL-288)
STONE CONTAINER CORP. PANAMA CITY MILL
PULP PRODUCTION INCREASE

Dear Mr. Linero:

This correspondence is in response to the Florida Department of Environmental Protection’s
(FDEP's) letter dated December 5, 2000, concerning the above-referenced request for a pulp
production increase for Stone Container Corporation’s (SCC) Panama City mill. This letter also
addresses the related issues raised by the U.S. Environmental Protection Agency (EPA) during a
teleconference for the project held on December 15, 2000. The purpose of this letter is to present
responses for the additional information requested, and to address EPA’s concerns. Responses to
each of the comments in the December letter are presented in the same order as they appear in the
referenced letter. :

Following the receipt of FDEP’s letter, Mr. David Buff (Golder Associates Inc.) and Mr. Cleve
Holladay (FDEP) visited the facility in October 2001 to conduct a survey of the recovery boilers
building and the combination boilers building. As a result of this visit and other information
obtained by Golder from SCC, more accurate building dimensions, building locations, and stack
data were obtained for use in the modeling. The outcome of this process was a more precise
representation of these critical buildings in the modeling analysis. The corrected modeling
parameters generated more accurate modeling results. These results are also addressed in this letter.

1. COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

2. COMMENT: Existing ambient monitoring data was provided in an attempt to satisfy the
PSD preconstruction monitoring requirement for the following four pollutants: CO, NO,,
PM,;, and SO;. The Department finds the data for CO and NO, acceptable for establishing
ambient background concentrations. However, since modeled PM,, and SO; concentrations
challenge the Florida and National AAQS, further evaluation of the background
concentrations of these pollutants is necessary. Concerns with this issue are addressed more
thoroughly in item 8.

RESPONSE: Refer to Attachment A for a revised SO; background concentration analysis, based on
our conversation with FDEP and EPA staff held on December 15, 2000. Additional modeling for
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SO, has been performed to address the revised background values. For detailed results of the SO,
AAQS modeling results with background concentrations, refer to Attachment E.

The background concentration used in the modeling analysis for PM;; has also been revised based
on our discussion in December 2000 and follow up with Cleve Holladay of your staff. The 6"
highest monitored 24-hour average concentration over the period 1997 to 2000 was selected to
represent the background PM;¢ concentration. This concentration, 51 micrograms per cubic meter
(ng/m*), was obtained from the following data measured at the Panama City monitor located at
Cherry Street and Henderson Avenue:

24-hour Average Concentrations (pg/m°)
Year st 2nd 3rd

1997  62(3) 52(5) 51(6)
1998 73(2) 52(4) 49
1999 80(1) 50 48
2000 47 46 40
Note: (X) is ranking of values
Additional modeling for PM,, has been performed that includes the revised 24-hour background

value. For detailed resulis of the PM;; AAQS modeling results with background concentrations,
refer to Attachment E.

3. COMMENT: The Department finds the response to this question sufficient to address the
problems with receptors at the property boundary. However, the PM;; AAQS analysis was
submitted with a receptor network that is only suitable for a screening analysis. Please submit
a refined PM,;, AAQS analysis that utilizes a denser receptor network centered upon the
region of maximum impact.

RESPONSE: Refined PM,; AAQS modeling has been conducted to include a suitable receptor
density centered upon the region of maximum impact. For detailed results of the PM;, AAQS
modeling results, refer to Attachment E.

4. COMMENT: The Department finds the response to this question sufficient, but the revised
figures showing the property boundary that were mentioned in the response letter were not
included. Please provide these figures to the Department.

RESONSE: The referenced figures showing the property boundary are included in Attachment F.
The location of the Arizona Chemical boilers has been added to the smaller scale figure as shown in
Attachment F, Figure la.

5. COMMENT: The Department finds the response to this question sufficient.

RESPONSE: FDEP’s comment is acknowledged.

6. COMMENT: The Department finds the response to this question sufficient.

Golder Associates
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RESPONSE: FDEP’s comment is acknowledged.
7. COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

8. COMMENT: Revised short term ambient background concentrations were submitted for
SO, and PM,,.. However, the methods used to derive these values do not seem
appropriate given the importance of these values to the ambient modeling analysis. A
description of the errors found with the methods utilized for each pollutant are given
below:

a) PM,, — Monitoring data for this pollutant was submitted from a monitor in Panama City,
FL over a period that contained data from 1997-1999. Since this monitor is located about
0.6 km north-east of SCC, it is assumed that emission from SCC that could have ar impact
on the monitor was inappropriate for the following reasons: First, only data from 1999
was used in the process, even though data from 1998 had higher observed concentrations.
It appears that 1999 also had the least number of observations. Also, the meteorological
data that was used in the analysis was from a National Weather service site that was over
8- km away, and was thus not appropriate for this type of analysis. Finally, the procedure
that was used to derive the PM,, background concentration was not consistent with the
procedure that was used to derive the SO, background concentration.

b) SO; — Monitoring data for this pollutant was submitted from a monitor in Pensacola, FL
over a period that contained data from 1997-1999. However, since this monitor was
located in an urban area, a modification of the procedure presented in Section 9.22 of the
Guideline on Air Quality Models was used in an attempt to eliminate influences from large
SO, sources in the region. This method is typically used to eliminate influences from only
the source that is of concern, not surrounding sources. Although it is acknowledged that
the Pensacola monitor could be influenced by nearby large sources of SO, it is believed
that the method used to eliminate these influences was inappropriate for the following
reasons: First, only data from the Ellyson Industrial Park (EIP) monitoring station was
considered in the analysis, because the University Parkway (UP) station had missing wind
information. However, due to the close proximity of the two monitors, it is possible to use
measured PM;, data from the UP station in conjunction with wind data from the EIP
station. Also, it appears that the Solutia and Champion SO, emission sources are located
at a distance that is too great for them to be considered for impacts on the EIP or UP SO,
monitors. Finally, the wind sector that was used to eliminate SO, influences from
competing sources was too large. This sector should be no larger than 90 degrees, and it
should be centered around the Gulf Power Site.

RESPONSE: Refer to the response to comment #2 above.

9. COMMENT: It appears to the Department that Table 5-8 has been revised to reflect
changes in the modeling. However, there is still a large discrepancy between the ISCST3 and
the ISC-PRIME results in the Class 1 area. Also, the distances from the facility to the
receptors of maximum concentrations in the Class I Area appear to be erroneous. It is the
Department’s opinion that this issue requires further review and explanation.

RESPONSE: Use of the ISC-PRIME Model for this project has been approved by the EPA in a
letter dated December 3, 2001 (refer to Attachment B). Therefore, the comparison of each model’s

Golder Associates
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results is unnecessary as it is current policy to use the CALPUFF modei for predicting impacts on
Class I areas more than 100 kilometers (km) from the facility. A review of the CALPUFF receptor
distances was performed and the correct distances have been verified.

CALPUFF modeling has been performed for the Panama City mill. The CALPUFF long-range
transport model (Version 5.4) was used to predict the maximum PSD increment consumption
occurring at the St. Marks and Bradwell Bay National Wilderness Areas (NWA). Meteorological
data consisted of a CALMET-developed wind field that covers all of northwestern Florida, as well
as southern Georgia and southeastern Alabama.

Future and PSD baseline SO,, PMyy, and NO, emissions from ail PSD increment consuming and
expanding sources were input to the CALPUFF model separately. These concentration files were
then subtracted using the CALSUM utility program to obtain the increment consumption at each
receptor. The screening analysis results for each pollutant are summarized in Attachment E, Table
5-5. The results indicate that only the allowable 3-hour SO, increment of 25 ug/m’ is exceeded.
Based on these results, a more detailed analysis was performed with only the increment consuming
PSD sources to determine if the future SCC plant's emissions contributed to any predicted 3-hour
exceedance.

The results of the detailed analysis are summarized in Table 5-6 in Attachment E. There were five
predicted exceedances of the 3-hour PSD increment, occurring during three periods at two receptors
at the eastern side of the Bradwell Bay NWA. One receptor had three exceedances (i.e., two
increment violations), while the other receptor had two exceedances (i.e., one increment violation).
The SCC facility did not contribute to three of the exceedances which occurred on Julian days 311
(11/7) and 324 (11/20). However, the SCC facility contributed 0.31 ug/m’ to the last two
exceedances that occurred on Julian day 135 (5/15). This concentration is below EPA's proposed
PSD Class I significant impact level of 1.0 ug/m’.

It is noted that the predicted exceedances were mostly due to the City of Tallahassee A.B. Hopkins
plant. The distance of the impacted Bradwell Bay receptors from the A.B. Hopkins plant is only 29
km, which is probably too close for a CALPUFF analysis. A subsequent ISC-Prime modeling
analysis of A.B. Hopkins alone at the Bradwll Bay NWA predicted 24-hour and 3-hour SO, PSD
increment consumption values of 2.3 and 11.6 ug/m’, respectwely These concentrations are well
below the allowable PSD Class I increments of 5 and 25 ug/m’, respectively.
10.a) COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

b) COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

¢) COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

d) COMMENT: Tables 4-3, 4-5, and 4-7 still have some inconsistencies with the emission

of SO;, NO,, and PM,, from units that were selected to be modeled for the City of
Tallahassee Hopkins Plant. Please explain the differences between these tables.

Golder Associates
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RESPONSE: Revised Tables 4-3, 4-5, and 4-7 are attached in Attachment E.

¢) COMMENT: It was recommended in the previous letter that the two sources at the
Arizona Chemical plant be separated. However, the two sources were still combined in
the modeling files that were submitted to the Department. Since the maximum SO,
and PM,;, modeled concentrations are close to the site boundary and challenge the
Florida and National AAQS, it is still recommended that these sources not be
combined in the modeling. Also, there is a discrepancy between the location of
Combination Boilers No.3 and No. 4 that are listed on Table 2-3 and the location of the
boilers that were input in the ISC-PRIME model.

RESPONSE: A plot plan of the Arizona Chemical facility was obtained from FDEP Pensacola, and
the two boilers were appropriately separated based on this map. A copy of the pertinent portion of
the plot plan is attached as Figure 3 in Attachment F.

Also, modifications have been made to Table 2-3 in Attachment E, reflecting proper source
locations for Nos. 1 & 2 Recovery Boilers, Nos. 1 & 2 Smelt Dissolving Tanks, and Nos. 3 & 4
Combination Boilers. All dispersion modeling and building downwash analyses reflect these
changes. These changes were a result of the site survey conducted of the Panama City mill in
October 2001, as well as careful review of engineering drawings, which allowed refinement of
building locations and dimensions.

In order to better visualize the building representations used in the modeling, two 3-D graphics of
the buildings and stacks are presented in Attachment F, Figures 4 and 5. Also included are
photographs of these buildings. As shown, the recovery boilers building was modeled as a two
tiered structure, with two separate structures: one for the two boilers (a single solid structure) and
one for the ESPs. This is because the ESPs have a greater height than the boilers. The width of the
boilers structure extends from the outside edge of one boiler to the outside edge of the second
boiler. Even though the distance (opening) between the two boilers (40 feet) is greater than the
width of each boiler (30 feet), the boilers were modeled as a single solid structure. This
representation results in higher predicted concentrations (i.e., greater downwash) than would
actually be expected. In general, the recovery boilers building is a very porous structure (aside from
the boilers themselves, which are solid structures). This porosity allows significant air flow through
the superstructure of the building as well as between the two boilers. This was verified during the
sit visit in October 2001. Again, this representation would produce very conservative model results.

11. COMMENT: The Department finds the response to this question sufficient.
RESPONSE: FDEP’s comment is acknowledged.

12. COMMENT: Based on your concluding paragraph, the following response is made. We
will be applying the new source review requirements contained in Rule 62-212.400(5), F.A.C,,
which include the determination of BACT. Please review your earlier submittal, which
provided a BACT evaluation for the affected emissions units subject to a BACT
determination, to see if there is/are any changes that you would like to make in light of the
potential application of BACT to them.

RESPONSE: The BACT information submitted previously in April and June 2000 remains valid.
SCC’s position remains that the state rule does not require BACT to be applied to emission units

Golder Associates




FDEP ' February 18, 2002
Mr. A.A. Linero -6- 9937518

that are not undergoing a physical change or change in the method of operation. The state definition
of the term “modification” excludes an increase in hours or production rate unless such change
would exceed a permit limitation (Rule 62-210.200(188)). Therefore, any sources not undergoing a
physical change or change in the method of operation, and only experiencing an increase in
operating hours or production rate, as a result of the pulp production increase, are not part of the
“modification”, and therefore are not subject to BACT. Please refer to Golder’s letter dated June
14, 2000, for further discussion on the state requirements for BACT, as well as potential BACT for
the sources at the Panama City mill.

13. COMMENT: The future proposed potential pollutant emissions for VOC for the recovery
boilers, if limited by permit, would be in violation with what has been calculated and reported
as actual emissions in the AOR data submittals for the 1996 and 1997 calendar years. Please
provide a response that will recongile this situation and any other similar situation.

RESPONSE: See response to comment #14 below.

14. COMMENT: The Department is unable to verify the baseline emissions (reported within
the application) from years 1996 and 1997. What follows are the TPY emissions, which were
reported by SCC to FDEP, as found within FDEP’s database. Please specify those Emission
Units, which are excluded within SCC’s baseline emissions submittal. Additionally, please
justify why this data should not be used in lieu of your data presented; and, note that FDEP
intends to utilize this data in its analysis, absent its determination of adequate support from
SCC to the contrary, and the maximum future potential emissions should be re-evaluated in
light of this data.

RESPONSE: A comparison of the emission factors and annual tons per year reported on the AOR
and in the PSD application is presented in Attachment C. SCC has submitted an AOR to FDEP
each year for about the past 20 years. SCC generally used the same emission factors each year for
consistency purposes. For example, some of the factors SCC has used for AOR reporting are based
on AP-42 and are in terms of Ib/ton of pulp produced. Since there was no regulatory implication at
the time, there was no overriding reason to periodically update the factors.

However, when performing a PSD analysis, Golder’s approach, and obligation, is to use the latest,
best available emission factors to most accurately describe the source. Therefore, Golder performed
a comprehensive review of available emission factors and test data from the Panama City mill. The
selected emission factors and references are documented in the appendices of the permit application
(also refer to Attachment D of this letter, which presents a complete set of future maximum
emissions tables). Many of the factors are based on NCASI studies.

Note that the emission estimates in the PSD application result in annual emissions that are equal to,
higher than, or lower than those reported in the AOR, depending upon the source and pollutant. In
most cases, the PSD application emissions were lower than those reported in the AOR. In such
cases, the net increase in emissions due to the pulp increase are higher than if the AOR data were
used. There was no attempt to either minimize or maximize the annual emissions to SCC’s benefit.
The only goal was to use the best available factors.

As the Professional Engineer of record on the project, | have certified that to the best of my

knowledge, any emission estimates reported or relied upon in this application are true, accurate, and
complete and are based upon reasonable techniques available for calculating emissions.

Golder Associates
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It is SCC’s intent to use the revised emission factors, as presented in the PSD application, for future
AOR reporting. Note that the No. 3 Combination Boiler and the No. 4 Combination Boiler (EUs
015 and 016) were excluded from the baseline emissions analysis, since these sources are not being
affected by the pulp increase project.

Summary

Revised modeling results and other revisions to the pulp production increase application resulting
from the changes described in this letter are contained in the attachments. Note the following
reductions in allowable or maximum emissions that are necessary to comply with the ambient
standards for PM,;, based on the revised background concentrations. Also, the PM emissions for
the smelt dissolving tanks have been reduced to the MACT II emission levels. SCC will commit to
meeting this emission level on a schedule ahead of the final MACT compliance date. These
changes are summarized below:

Source Reduced PM Emission Rate
No. 1 and No. 2 Recovery Boilers 90.0 Ib/hr PM each (70.0 lb/hr PM,, €ach)
No. 1 and No. 2 Smelt Dissolving Tanks 12.37 Ib/hr PM each (11.07 lIb/hr PM,; each)
Lime Slaker 14.0 Ib/hr PM/PM,,

The following is a summary of each attachment.

Attachment A — Revised Analysis for Determination of SO2 Background Concentrations for
Stone Container’s Mill Located in Panama City.

Presents the basis for the revised background SO, concentrations.
Attachment B — ISC-PRIME Approval Letter From EPA.
Contains approval letter from DEP.
Attachment C — Comparison of AOR and PSD Application Emission Factors.
Presents a comparison of PSD application and AOR emission factors and annual emissions.

Attachment D — Revisions to “Supplemental Information for PSD Permit Application” (April
2000).

Contains revised pages from the application form.

Attachment E — Updates to “Revised Ambient Impact Analysis for Stone Container
Corporation’s Panama City Mill” (May 2000).

Contains complete revised modeling analysis for all pollutants.
Attachment F — Photographs and Figures Pertaining to the Air Dispersion Modeling Analyses.

Contains figures of property boundaries, buildings and receptors, 3-D graphics of buildings
and stacks, and photographs.
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N

Please call if you have any questions concerning this information.
Sincerely,

GOLDER ASSOCIATES INC.

Dond - bt

David A. Buff, P.E.

Principal Engineer

Florida P.E. # 19011
SEAL

Attachments
DB/nav

ce: Sandra Veazey, FDEP Pensacola
Charlie Ackel
Tom Clements
Steve Hamilton
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ATTACHMENT A

REVISED ANALYSIS FOR DETERMINATION OF SO, BACKGROUND
CONCENTRATIONS FOR STONE CONTAINER’S MILL
LOCATED IN PANAMA CITY



2/ 14/_'02 A-1 9937518A\09\Att A.doc

Revised Analysis for Determination of SO, Background Concentrations for
Stone Container's Mill Located in Panama City
January 30, 2002

The methods and assumptions used to determine sulfur dioxide (SO;) background concentrations
for this project were revised based on discussions with The Florida Department of Environmental
Protection (DEP)} and U.S. Environmental Protection Agency (EPA) on December 15, 2000. The
methods and assumptions were the same as those presented in the response letter prepared by
Golder dated November 3, 2000 except that the source impact sector was based only on the
location of the Gulf Power Company's Crist Power Plant and monitoring data from both monitors
were included. The source impact sector 1s defined as the area within a 90 degree-sector
downwind from the source. As a result, a monitor is assumed to have an impact from a source if
the monitor is located within a 90 degree-sector downwind from the source. Concentrations are
excluded from the background concentration analysis when the monitor is within a source impact
sector.

The SO, concentrations used for this analysis were obtained from the two SO; monitors located in
Pensacola and were presented in Golder's response letter (see Figure A-1). These monitors are
identified as Ellyson Industrial Park monitor (AIRS ID No. 120330-004-01) and the University
Parkway monitor (AIRS ID No. 120330-022-01). These monitors are the nearest monitors to the
project that measure SO, concentrations. As discussed in the previous response letter, there are
three major sources of SO, emissions in the project area: Gulf Power Company's Crist Power
Plant, Solutia, and Champion International. The locations of these sources and monitors are
presented in Table A-1. The source impact sector for each source relative to each monitor is
shown in Table A-1. These sources are all generally located northwest to north-northwest of the
two SO, monitors.

As mentioned earlier, background concentrations were revised from those used in the previous
response letter by assuming that only the SO, emissions from the Gulf Power Company's Crist
Power Plant would impact the 8O, monitors. The source impact sectors for the Crist Power Plant
are approximately 290 to 20 degrees for the Ellyson Industrial Park monitor and 293 to
23 degrees for the University Parkway monitor. These sectors were used to determine
background concentrations from each monitor.

It should be noted that, although the other major sources are located further away from the
monitors than the Crist Power Plant, these sources are likely to also impact those monitors.
Therefore, the method used in this analysis to base the source impact sector only on the Crist
Power Plant is a conservative approach to estimate background concentrations (i.e., higher
concentrations are produced).

The wind direction data used to determine when the SO, emissions from the Crist Power Plant
could impact the monitors were based on the meteorological data collected at the Ellyson
Industrial Park monitor. Although wind direction was measured at the University Parkway
monitor, very little data were usable due to malfunction of the wind direction sensor. As such,
the wind direction data from this monitor was not further considered in this analysis.

A summary of the results of this analysis is presented in Table A-2. The highest 3 concentrations
for each averaging period are presented for each monitor. The SO; background concentrations
were based on the highest of the second highest concentrations measured at the two monitors.
The second highest concentration is appropriate to use since the format for complying with the
3-and 24-hour average ambient air quality standards is based in the second-highest value.

Golder Associates
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As shown in Table A-2, the 3- and 24--hour average SO, background concentrations are
estimated to be 106 and 27 ug/m’, respectively. An electronic copy of tables containing the 3-
and 24-hour average concentrations will be provided to DEP.

Golder Associates




Table A-1. Relative Locations of SO, Emission Sources and Monitors Considered in Estimating 30, Backyround Concentrations

99375 18A0NTables
Table A-1 & A-2.xls\A-[-Sumnmary

2/14:02

UTM Coordinates (km) Location from Monitor Distance) Direction from Monitor

Saurce Impact Sector

Monitor/ Source East North x {km) y (km) Diistance (km) Dhrcction {degrees) {degrees)
Relative to the Ellyson Industrial Park Menitor

Monitor

Ellyson Industrial Park 480.4 33768 0.0 0.0 0.0 0 NA NA
Source

Champion- Pensacola Plant 469.0 33858 1.4 50 14.6 3ng 263 - 353
Solutia 476.0 33850 -4.4 8.2 9.3 3 287 - 17.
Gulf Power- Crist Plant 4783 33314 21 46 5.1 335 %0 - 20
Relative to the University Parkway Mounitor

Monitor

University Parioway 479.3 337190 0.0 0.0 0.0 0 NA NA
Source

Champicen- Pensacola Plant 469.0 33858 -10.3 6.8 123 304 259 - 349
Solutia 476.0 3385.0 -33 6.0 5.9 332 287 - 17
Gulf Power- Crist Plant 478.3 EXEI) -1.0 24 2.6 338 293 - 73

" Source impact sector is defined as the arca within a 90-degree sector downwind from the source. In this analysis, the sector is centered on the monitor
located downwind from each source. The source is assumed to have a significant impact at the monitor if' the wind dircction is within this sector.

Golder Associates
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Table A-2. Estimated SO, Background Concentrations using 1999 Monitoring Data from Pensacola

Measured Concentration * Number of
Background Obsevations
Averaging Period Monitor Rank ppb ug/m’ {TotalObservations) ©
3-hour Ellyson Industrial Park ' Ist 300 78.5 1,496
(12033-0004-01) 2nd 300 78.5 {2,228)
3rd 25.0 654
University Parkway 1st 54 141.2 1,396
(12033-0022-01) 2nd 40.5 105.9 (2,086)
3rd 39.5 103.3
24-hour Ellyson industrial Park 1st 7.45 9.5 200
(12033-0004-01) 2nd 7.38 19.3 (338)
3rd 7.35 19.2
University Parkway 1st 10.7 28.0 198
(12033-0022-01) 2nd 10.1 26.5 (338)
3rd 89 233
3-hour SO, Background ° ' 2nd 40.5 105.9
24-hour SO, Background ° 2nd 10.1 26.5

* Based on concentrations that were measured in 1999 when the wind direction at the Ellyson Industrial Park
monitor was outside of a wind direction sector of 90 degrees that was centered on the monitor located downwind
from Gulf Power Company's Crist Power Plant (defined as the source impact sector). The source impact sector for
each monitor relative to the Crist Power Plant is as follows:

Source Impact

Menitor Sector (degrees)
Ellyson Industrial Park 290 to 20
University Parkway 2931023

* Based on the highest of the 2nd highest concentrations measured at the two monitors.

* Based on the observations that met criteria of minumum of 3 and 18 valid observations for the 3- and 24-hour averaging periods,
respectively, and concentrations were greater than zero.

Golder Associates
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ATTACHMENT B

ISC-PRIME APPROVAL LETTER FROM EPA




expected untll earIy next year.

UNITED STATES ENVIRONMENTAL PROTECTJON AGENCY
- 'REGION 4. :
— - ATLANTA FEDERAL CENTER S
61 FORSYTH STREET .
ATLANTA, GEORGIA 30303-8960

: DEC 3 201 - . o=
4APT-APB ' (DEC 20 2001 -
MrA.A.Lmero o
Florida Department of Environmental Protection
260qualr Stone Road

Taﬂgflassee, Florida 32399

Re:  ISC-PRIME Model for
Stone Container Corporation, Panama City Mill

Dear Mr. Linero:

This letter is in response to your request that the U.S. Environmental Protection Agency
(EPA) document their approval of the use of the ISC-PRIME model to assess the ambient air

.quality impacts associated with the proposed modification to the Stone Container Corporation

Panama City Mill in Panama City, Florida.

We have reviewed the documentatlon supphed in support of the use of the non-Guideline

_ model ISC-PRIME [i.e., a model not currently recommended in EPA’s Guideline on Air Quality

Models (40 CFR 51, Appendix W)]. Based on EPA’s technical and performance evaluations,
ISC-PRIME has been found to be superior to the current guideline ISCST3 model. ISC-PRIME
has, therefore, been proposed as a guideline model to replace ISCST3. Based on the following,
we believe ISC-PRIME to be an appropriate and acceptable model to be used to estimate ambient
air quality impacts for the proposed Stone Container modifications: 1) apphcant s supporting
documentation showing ISC-PRIME to be applicable and superior to ISCST3 in this application;
2) ISC-PRIME’s technically supenonty to the EPA guideline ISCST3 model, 3) ISC-PRIME
better performance than ISCST3 in comparisons with obscrvations; and 4) performance
evaluations that show that ISC-PRIME is not significantly biased toward under-estimation of
maxzmum conccntratlons

We therefore approve the use of the ISC-PRIME model for the assessment of air quality
impacts from the proposed modifications to Stone Container Corporation’s Panama City Mill. In
accordance with EPA’s division of responsibilities with respect to the use of altérnative non-
Guideline models (Appendix W; Section 3.2), this approval by EPA Region 4 is a case-specific
approval and should not be construed to imply approval for applications of ISC-PRIME to othcr

projects. Although EPA’s Office of Air Quality Planning and Standards has proposed generic

approval of the ISC-PRIME model asa guideline model, incorporation into Appendlx Wi is not

- Iatamet Addross (URL) » hnpu‘lw_epa.gov - . -

RacvcladMacvclabla o Phntad with Venatahla 01 Aased Inke an flamerted Panar (Minlmem 30%. Pastoans imand




Please note.that this case-specific approval of ISC-PRIME for application to this permit
revision must be included in all public notices so the public has an opportunity to commcnt and
request a publlc hearing on this matter. '

¥ If you have any questions, or if we can be of further assistance, please contact Stan Krivo
ofmyFtaﬁ'at 404/561-9123,

Sincerély, _

j{ a"] . Onencer
Kay T. Prince

Chief

Air Planning Branch

Air, Pesticides and Toxics
Management Division

cc: David A. Buﬁi Golder Associates Inc. ‘
Cleve Holladay, FL DEP : oo

e e e e e e

DEC 20 2001 |
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ATTACHMENT C

COMPARISON OF AOR AND PSD APPLICATION
EMISSION FACTORS



9937518A09
Table C-1.xI\AOR vs PSD
2/14/02

Table C-1. AOR vs PSD Permit Application Emissions and Emission Factors

Pollutant AQOR PSD Permit Application Difference

Emission Factor TPY Emission Factor TPY {TPY)

No. | Recovery Boiler (EU 001}
CO 11.0 Ibs/ton ADUP 1,761.5 5.3 1bs/1,000 Ibs BLS 2476.8 7153
NOX 1.8 Ibs/ton ADUP 288.15 0.10 IYMMB1u 2724 -15.8
Pb - - 7.2E-06 1b/MMBtu 0.020 --
PM PM tests/operating hours 184.0 Same as AOR 185.2 1.2
PM10  93.3% PM 171.65 77.6% PM 143.7 -28.0
SO2 7.0 Ibs/ton ADUP 1,121.3 0.18 [b/MMBtu 490.4 -630.9
TRS TRS tests/operating hours 28.42 Same as AOR 28.42 0.0
vOC 1.95 Ibs/ton ADUP 312.2 0.058 Ib/MMBtu 158.0 -154.2
Recovery Boiler No. 2 (EU 019}
CO 11.0 lbs/ton ADUP 1,801.2 5.3 1bs/1,000 lbs BLS 2,510.6 709
NOX 1.8 lbs/ton ADUP 29475 0.10 Ib/MMBuu 276.2 -19
Pb - - 7.2E-06 lb/MMBiuu: 0.020 -
PM PM tests/operating hours 160.9 Same as AOR 160.9 0
PMI0  93.3%PM 150.5 77.6% PM 124.9 -26
502 7.0 Ibs/ton ADUP 1,146.2 0.18 Iby/MMBtu 4971 -649
TRS TRS tests/operating hours 34.95 Same as AOR 34.6 0
vOoC 1.95 lbs/ton ADUP 319.3 0.058 Ib/MMBtu 160.2 -159
No. | Smelt Dissolving Tank (EU 021)
Cco - - - -- --
NOX 2.9 ib/fton ADUP 2389 0.033 lb/ton BLS 7.7 -231
Pb -- - 1.7E-05 Ib/ton BLS 4.0E-03 -
PM PM tests/operating hours 70.0 Same as AOR 69.6 0
PMI0  8B8.6% PM 618 89.5% PM 62.3 1
502 0.2 Ibs/ton ADUP 322 0.016 Ib/ton BLS 3.7 -29
TRS TRS tests/operating hours 2.65 Same as AOR 2.61 0
vocC 0.16 lb/ton ADUP 25.95 0.062 Ib/ton BLS 14.5 -11
No. 2 Smelt Dissolving Tank (EU 020}

co - - -- - --
NOX 2.9 Ib/ton ADUP 4735 0.033 Ib/ton BLS 7.8 -466
PB -- - 1.7E-035 Ib/ton BLS 0.0040 -
PM PM tests/operating hours 97.15 Same as AOR 97.4 0
PMI0  88.6%PM 86.05 £9.5% PM 87.2 1
S02 0.2 Ibs/ton ADUP 32,6 0.016 Ib/ton BLS 38 -29
TRS TRS tests/operating hours 3.15 Same as AOR 313 0
vocC 0.16 Ib/ton ADUP 25.95 0.062 Ib/ton BLS 14.68 -1
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Table C-1. AOR vs PSD Permit Application Emissions and Emission Factors

9937518AW9
Table C-1.xIs\AOR vs PSD
21402

Pollutant AQR PSD Permit Application Difference

Emission Factor TPY Emission Factor TPY (TPY)
Lime Kitn (EU 004}

cO 0.1 b/ton ADUP 324 0.22 Ib/ton CaO 15.7 -17

NOX 1.0 Ib/ton ADUP 324.1 2.19 Ib/ton CaO 156.0 -168

PB -- - 3.8E-03 lb/ton CaO 0.27 --

PM PM tests/operating hours Same as AOR 0

PM10 16.79% PM 16.5 98.3% PM 96.8 80

8502 0.3 Ib/ton ADUP 97 0.23 Ib/ton Ca0 16.4 -81

TRS Same as PSD application Same as AOR 0

VOC 0.25 Ib/ton ADUP 80.9 0.24 Ib/ton Ca0 16.8 -64

Lime Slaker (EU 005)

Cco -- -- -- - --

NOX - - - - --

PB -- - - -- -

PM PM tests/operating hours 1.7 Same as AOR 1.7 0

FPM10 16.7% PM 0.285 100% PM 1.7 1

S02 -- -- -- - --

TRS -- - -- - --

vocC -- - 0.44 Ib/ton Ca0 3.1 3

Woodvard Facility (EU 030)

Co - - - --

NOX -- - - -

PB -- - -- --

PM 0.024 Ibs/ton 16.3 See Attached Table 41.3 25

PM10 55% of PM 8.95 See Attached Table 15.0 6

SO2 - - - -

TRS -- - - --

vOoC -- -- -- -

Golder Associates




ATTACHMENT D

REVISIONS TO “SUPPLEMENTAL INFORMATION
FOR PSD PERMIT APPLICATION”
(APRIL 2000)




Emissions Unit Information Section 9  of Lime Slaker

Pollutant Detail Information Page 3 of Particulate Matter

G. EMISSIONS UNIT POLLUTANT DETAIL INFORMATION
(Regulated Emissions Units -
Emissions-Limited and Preconstruction Review Poliutants Only)

Potential/F ugiﬁve Emissions

1. Pollutant Emitted: 2. Total Percent Efficiency of Control:
PM
3. Potential Emissions: 4. Synthetically
14.0  Ib/hour 61.3 tons/year Limited? [ ]
5. Range of Estimated Fugitive Emissions:
[ ]1 [ ]2 [ 13 to tons/year
6. Emission Factor: 14.0 Ib/hr 7. Emissions
Reference: Test Data lg/lethod Code:

8. Calculation of Emissions (limit to 600 characters):

Based on proposed permit limit.

9. Pollutant Potential/Fugitive Emissions Comment (limit to 200 characters):

Allowable Emissions Allowable Emissions 4 of

1. Basis for Allowable Emissions Code: 2. Future Effective Date of Allowable
RULE Emissions:

3. Requested Allowable Emissions and Units: | 4, Equivalent Allowable Emissions:
14.0 Ib/hr 14.0 lb/hour 61.3 tons/year

5. Method of Compliance (limit to 60 characters):

Annua! source testing using EPA Reference Method 5

6. Allowable Emissions Comment (Desc. of Operating Method) (limit to 200 characters):

DEP Form No. 62-210.900(1) - Form 9937518A/09/ATT D APPFORM.DOC
Effective: 2/11/99 19 214102
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Tables 1.1, 1-2, 1-3/1-]
217/2001
Table 1-t. 1996-1997 Baseline Emissions, Stone Container Corp., Panama City (Revised 04/06/00)
No. 1 No.2 No. 1 Smelt  No. 2 Smelt Chemical No. 3 TOTAL
Regulated Recovery Recovery  Dissolving Dissolving Lime Bleach Pulping Lime Recovery Paper  Combination BASELINE
Pollutant Boiler Boiler Tank Tank Kiln Plant Area Slaker Woodyard Area Making Boiler EMISSIONS
(TPY}) (TPY) (TPY) {TPY} (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) {TPY) (TPY} {TPY)
Particulate (TSP) 185.2 160.9 69.6 974 98.5 - - 1.7 413 - - - 654.6
Particulate {PM, ) 143.7 124.9 62.3 872 96.8 - - 1.7 15.0 - - - 5315
Sulfur dioxide 4504 4971 37 38 164 - - - - - - - 1,0014
Nitrogen oxides 2724 276.2 7.7 78 156.0 - - - - - - 75.3 795.4
Carbon monoxide 24768 25106 - - 15.7 119.9 - - - - - - 5,122.9
Volatile organic compounds [58.0 160.2 14.5 14.7 16.8 735 573 31 - 159.5 190.9 3.7 852.2
Sulfuric acid mist 300 14.0 02 02 1.0 - - - - - - - 455
Total Reduced Sulfur 284 34.6 26 31 94 47 70.0 - - 14.4 - - 167.3
Lead 0.020 0.020 397E-03 403E03 027 - - - - - - - 0.32
Mercury 0.015 0.015 4.21E-05 426E-05 648E-(4 - - - - - - - 0.03

Fluorides - - - - - - - - - - - - -

" Represents emissions due to current permitted pulp production limit of 668,850 TPY ADUP.
" Represents VOC emissions due to condensate stripper off-gas at current permitted pulp production limit of 668,850 TPY
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Tables 1-1, 12, 1-3/1-2
21772002
Table 1-2. Maximum Future Potential Emissions at 781,000 TPY Pulp Production, Stone Container Corp., Panama City (Revised 01/30/02)

No. 1 No.2 No.1Smelt No.2Smelt Chemical TOTAL
Regulated Recovery Recovey Dissolving Dissolving Lime Bleach Pulping Lime Recovery Paper FUTURE
Pollutant Boiler Boiler Tank Tank Kiln  Plant Area Slaker Woodyard Area Making POTENTIAL
(TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY) (TPY)
Particulate (TSP) 394.2 394.2 54.2 54.2 130.7 - - 61.3 44.6 - - 1,133.3
Particulate (PM, ) 306.6 306.6 48.5 48.5 128.4 - - 61.3 16.4 -- - 916.3
Sulfur dioxide 568.4 568.4 4.3 43 20.6 - - - - - -- 1,166.1
Nitrogen oxides 3158 315.8 8.9 89 195.7 -- -- - - - - 8452
Carbon monoxide 2,872.0 2,872.0 - - 19.7  145.0 - -- - - -- 5,908.7
Volatile organic compds. 1832 183.2 16.8 16.8 211 133 703 54 - 1938 2343 938.2
Sulfuric acid mist 34.8 34.8 0.27 0.27 1.3 - - - - - - 71.4
Total Reduced Sulfur 75.9 75.9 8.7 8.7 3t9 8.2 85.9 - - 16.4 - 311.5
Lead 0.023 0.023 0.0050 0.0050 0.34 - - -- - - - 0.40
Mercury 0.017 0.017 4.90E-05 4.90E-05  B.10E-04 - - - - - - 0.0349

Fluorides - - - - - - - - - - - -
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Tables 1-i, 1-2, 1-3/1-3
217172002

Table 1-3. Net Change in Emissions Due to Proposed Pulp Production of 781,000 TPY
Stone Container Corp., Panama City (Revised 01/30/02)

1996-1997 FUTURE SIGNIFICANT PSD
Regulated BASELINE POTENTIAL NET EMISSION REVIEW
Pollutant EMISSIONS EMISSIONS CHANGE RATE APPLIES
{TPY) (TPY) {TPY) (TPY) ?
Particulate (TSP) 654.6 1,133.3 478.7 25 Yes
Particulate (PM,) 531.5 916.3 384.8 15 Yes
Sulfur dioxide 1,011.4 1,166.1 154.6 40 Yes
Nitrogen oxides 795.4 845.2 49.8 40 Yes
Carbon monoxide 5,122.9 5,908.7 785.8 100 Yes
Volatile organic compds. 852.2 038.2 86.0 40 Yes
Sulfuric acid mist 45.5 71.4 26.0 7 Yes
Total Reduced Sulfur 167.3 311.5 144.2 10 Yes
Lead 0.32 .40 0.078 0.6 No
Mercury 0.0309 0.0349 0.004 0.1 No
Fluorides - - - 3 No
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Table A-1. Maximum Emissions from Recovery Boiler Nos. 1 and 2, Stone Container Corporation, Panama City (Revised 01/30:02)

9937518A N Tables
Tables A-1 thru A-1(WA-1
211712002

Each Recovery Boiler

Hourly Annual
Regulated Emission Activity Emissions Emissions
Pollutant Factor Reference Factor * {I/hr) (TPY)
Particulate (PM) 90.0 Itvhr 1 8,760 hr/yr 90.0 394.2
Particulate (PM o) 776 % of PM 6 -- 70.0 306.6
Sulfur dioxide 0.18 IWvMMBwu 3 721 MMBtwhr 129.78 568.4
Nitrogen oxides 0.10 IvMMBru 3 721 MMBtwhr 72.10 3158
Carbon monoxide 20 11,000 Ib BLS 7 123.7 1,000 Ib BLS/hr 2474.0 28716
voC 0.058 b C /MMBu 3 721 MMBw/Mhr 41.82 183.2
Sulfuric acid mist 0.011 IvMMBi 5 721 MMBwhr 7.95 348
Total reduced sulfur 17.5 ppmvd 1 187,100 dscfm ® 17.3 75.9
Lead 7.2E-06 Iv™MMBw 2 721 MMBw/hr 5.2E03 2.3E-02
Mercury 5.5E-06 IvMMBtu 2 721 MMBuw/hr 4.0E-03 1.7E-02
Beryllium 1.9E-07 IvMMBtu 2 721 MMBwhr 1.4E-04 6.0E-04
Fluorides ND 4 -- - -
Notes:

* Based on currently permitted maximum operating rate of 123,700 Ib virgin BLS/hr, 5,830 Btu/Ib BLS, and 8,760 hr/yr.

® Based on 1997 compliance testing and 8% salt cake content of BLS throughput, ie. 92% virgin BLS. Flow rate at 8% oxygen.

References:

1. Proposed maximum emission rate.
. Emission factor based on NCASI Bulletin No. 650, Table 11D, direct contact evaporator, average factor used.

2
3. Emission factor based on NCASI Bulletin No. 646, Tables 8-11, direct contact evaporator with ESP, average factor used.
4

. From "Application of Combustion Modifications to Industrial Combustion Equipment™ EPA-600/7-79-015a.

one test from recovery boiler.

5. Based on similar derivation of sulfuric acid mist from AP-42 for fuel o0il. 5% of SO, becomes SO, then take
into account the ratio of sulfuric acid mist and gascous sulfate molecular weights (98/80).

6. Based on AP-42 Tables 10.2-1, 10.2-2, and Figure 10.2-2 for Kraft pulping sources.
7. Based on NCASI Bulletin No. 416, Table 5 and Figure 17 (20 1tv1,000 Ib BLS for hourly emissions and 5.3 1b/1,000 b BLS for znnual average).

Golder Assoclates



9937518 A\09\Tables
Tables A-1 thru A-10\A-2
2/17/2002
Table A-2. Maximum Emissions From the Bleach Plant, Stone Container, Panama City, Florida
Activity
Emission Factor Factor Maximum
Pollutant Name (Ib/ton ADBP) Maximum Annual Emissions
Maximum Average (tons/hr ADBP) (tons/yr ADBP) {ibvhr) (TPY)
Carbon Monoxide
Hardwood 0.52 0.55 {a) 43.96 428,875 25.46 117.94
Softwood 1.26 1.04 (a) 31.83 278,860 40.11 145.01
Volatile Organic Compounds 0.62 - (b} .- 428,875 -- 13.30
(measured as total hydrocarbons)
. Total Reduced Sulfur 3.80E-02 - (c) -- 428,875 -- 8.15

Notes:

ADBP = Air Dried Bleached Pulp

Ib/hr = pounds per hour

TPY = tons per year

Footnotes:

(a2) Based on revision letter for Bleach Plant, dated February 2002, Golder Associates.

(b) NCASI Technical Bulletin No. 701, Compilation of Air Toxic and Total Hydrocarbon Emissions Data for Sources at
Chemical Wood Pulp Mills, Volume 1, October 1995, Table 3, for Mill BPII2.

(c) NCASI Technical Bulletin No. 701, Compilation of Air Toxic and Total Hydrocarbon Emissions Data for Sources at
Chemical Wood Pulp Mills, Volume 1, October 1995, Table 3, for Mill BPIF2.

Golder Associates
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Tables A-1 thru A-10\A-3
2/1772002
Table A-3. Maximum Emissions from Pulping Area (Brown Stock Washing) at Stone Container, Panama City
Annual :
Regulated Emission Activity Emissions
Pollutant Factor Reference Factor (TPY)
vOoC 0.18 b C/ton ADUP 2 781,000 ton ADUP/yr 703
Total reduced sulfur 0.22 Ib/ton ADUP 1 781,000 ton ADUP/yr 85.9

References
1. Based on NCASI Technical Bulletin No. 701, page 77, 79, and 81 (Table 5).
2. Based on NCASI Technical Bulletin No. 701, page 89 (Table 5).

Golder Associates
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Tables A-1 thru A-I0\A4
2/17/2002
Table A-4. Maximum Emissions from No. | Smelt Dissolving Tank at Stone Container, Panama City (Revised 01/30/02)
Hourly Annual
Regulated Emission Activity Emissions Emissions
Poltutant Factor Reference Factor (a) (ib/hr) (TPY)
Particulate (PM) 0.20 Ib/ton BLS 1 61.85 tons BLS/hr 12.4 54.2
Particulate (PM ;) 89.5 % of PM 2 -- 11.1 48.5
Sulfur dioxide 0.016 Ib/ton BLS 3 61.85 tons BLS/hr 0.99 4.33
Nitrogen oxides 0.033 Ib/ton BLS 3 61.85 tons BLS/hr 2.04 8.94
Carbon monoxide -- -- - --
vOoC 0.062 Ib/ton BLS 3 61.85 tons BLS/hr 3.83 16.8
Sulfuric acid mist 5 % of SO, 5 -- 0.061 0.27
Total reduced sulfur 0.048 1b/3000 1b BLS 6 61.85 tons BLS/hr 2.0 8.67
Lead 1.7E-05 Ibfton BLS 4 61.85 tons BLS/hr 0.001 0.005
Mercury 1.8E-07 Ib/ton BLS 4 61.85 tons BLS/hr 1.1E-05 4.9E-05
Beryllium 1.4E-07 Ib/ton BLS 4 61.85 tons BLS/hr 8.7E-06 3.8E-05
Fluorides - -- - --
note:

(a) Based on the currently permitted maximum allowable operating rate of 123,700 1b virgin BLS/hr and 8,760 hr/yr.

References:

1. MACT standard per 40 CFR 63.862(a)(1)(B).

2. AP-42, Table 10.2-7.

3. Data is averages from NCASI Bulletin No. 646, Tables 16-18, for smelt dissolving tanks with scrubbers.

4. Data is averages from NCASI Bulletin No. 650, Tables 14A and 148, for smelt dissolving tanks with scrubbers.

5. Based on similar dertvation of sulfuric acid mist from AP-42 for fuel oil. 5% of SO2 becomes SO3 then take
into account the ratio of sulfuric acid mist and gaseous sulfate molecular weights (98/80).

6. Based on Rule 62-296.404(3)(d)1., FA.C

Golder Assoclates
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Tables A-1 thru A-10\A-5
2/17/2002
Table A-5. Maximum Emissions from No. 2 Smelt Dissolving Tank at Stone Container, Panama City (Revised 01/30/02)
Hourly Annual
Regulated Emission Activity Emissions Emissions
Pollutant Factor Reference Factor (a) {Ib/hr) (TPY)
Particulate (PM) 0.20 Ib/ton BLS 1 61.85 tons BLS/hr 12.4 54.2
Particulate (PM,;) 89.5 % of PM 2 - 11.1 48.5
Sulfur dioxide 0.016 Ib/ton BLS 3 61.85 tons BLS/hr 0.99 4.33
Nitrogen oxides 0.033 Ib/ton BLS 3 61.85 tons BLS/hr 2.04 8.94
Carbon monoxide - - - -
vOoC 0.062 Ib/ton BLS 3 61.85 tons BLS/hr 3.83 16.8
Sulfuric acid mist 5 % of 80O, 5 -- 0.061 0.27
Total reduced sulfur 0.048 1b/3000 1b BLS 6 61.85 tons BLS/hr 2.0 8.67
Lead 1.7E-05 Ib/ton BLS 4 61.85 tons BLS/hr 0.001 0.005
Mercury 1.8E-07 Ib/ton BLS 4 61.85 tons BLS/hr 1.1E-05 4.9E-05
Beryllium 1.4E-07 Ib/ton BLS 4 61.85 tons BLS/hr 8.7E-06 3.8E-05
Fluorides -- -- -- --
note:

(a) Based on the currently permitted maximum allowable operating rate of 123 700 Ib virgin BLS/hr and 8,760 hr!yr

References:

1. MACT standard per 40 CFR 63.862(a)}(1)(B).

2. AP-42, Table 10.2-7.

3. Data is averages from NCASI Bulletin No. 646, Tables 16-18, for smelt dissolving tanks with scrubbers.

4. Data is averages from NCASI Bulletin No. 650, Tables 14A and 14B, for smelt dissolving tanks with scrubbers.

5. Based on similar derivation of sulfuric acid mist from AP-42 for fuel oil. 5% of SO2 becomes SO3 then take
into account the ratio of sulfuric acid mist and gaseous sulfate molecular weights (38/80).

6. Based on Rule 62-296.404(3)(d)1., F.A.C

Golder Associates



Table A-6 Maximum Ertissicns from the Woedyard a1 Stone Contviner, Pznama Cuy

M U
SOURCE Moisiure Wind Uncontrolled Control Controlled Mazirum Annual PALy Aavmum Annual
Type of Operation {a} Coment Speed Emission Factor Type of Contre) Efficiency Ermssiom Factor Activity Facior PM Emissions Size Mulnplier {c} PM  Endsstons
%2 (MPHY ()] {lons/sT) {lons'vr)
DWW I
Debarher Debarking .- -- 0024 Ibs'ton (d) Enclosure . 0.00480 Ibston 194694 TPY (o) 467 ¢35 1.635
Chipper Coentinuous Drop 30 18 000013 Tos'ton None 0 000013 ITbs/ton 1946934 TPY (e} 912% 0.35 [
Chip Surge Bin to Conveyor Ceontinoous Drop 30 TE 00001} Thsion Enclosed 80 000003 bs'ton 1946934 TPY (¢) Q015 033 00088
Convevor to Tower No 1 Chip Divener Continwous Drop 30 78 Q00013 Thsom Enclosed 80 Q00003  Ihston 1846534 TPY (c) Q023 [ 1] 00088
DL
Debarker te Bark Convcvor Continucus Drop k1) 7.3 000013 bs‘ton Enciosed 1] 000003  Thsiton 155,755 TPY () 0.0020 Q35 000070
Bark Comveyorto No. | Bark Dnener Continuous [hop 0 7.8 000013  Ibsiten Enclosed 20 00000} Teslon 155,755 TPY () 00020 035 000070
No 1 Bark Diverter 10 Emergency Rark Sworage Pile. Contipuous Drop 0 78 000013 Ibs'ton Enclosed 80 000003 bslon 0 TPY (N 0 0000 a3 0 0000¢
Emergency Bark Storage Pile wind Erosion - - - None 1] - - 00094 (] 00094
Unhogged Bark Storage Pile Wind Erosion - - - Hone 0 - - 0 0094 1.0 00094
Tracked Bark to Purchased Unhogged Bark Storage Pile Batch Drop 30 7.8 000013 Thsrton None 4] Q00013 Msion 316.088 TPY (g) 0 0203 0.35 000732
Front End Loaded 10 Bark Hopper Batch Drop a0 7.8 000013 Thslen None [ 000013 Msion 316098 TPY (&) 00203 .35 000712
Wastewood Convevor 1o No | Bark Diverer Continuous Drop 30 78 000013 Ibsiten Enclosed 80 0.000026 [hston 316.098 TPY (g) 0004 0.25 000142
No | Bark Diverter to Dis¢ Screen Continuoys Drop kD] 7. 0.00013  Ibsyton Enclosed B0 0000026  fbs'ton 471.853 TPY (n) 0.0061 035 Q00213
Bark Hog Harrmermill - - 0024 Tbs'ton (d) Enchosed 80 000480 lbston 471,853 TPY (h) 1132 10 3132
Bark Hog 10 Hogged Barh Conveyor Conlinuous Drop 30 TE 000012 Ms/ton Enclosed 80 0.000026  Tbs'ion 471,833 TPY (h) 0.0051 0.35 000213
Hogged Bark Conveyor 1o Hogged Bark bile Centinuous Drop 30 73 B0001}  Tbshon Emclosed 80 0000026  [bsion 471,853 TPY (h) 00061 035 000213
Hogzed Bark Pile Wind Erosion - - - Nome aQ - - 20013 1.0 0.0023
Bark Bin Cyclone Cyclone Vent - - 2.0 Ibhe Cyclone a 20 Ibhr £.760  hriyr 8.76 0.35 307
Bark Bin Cyclone to Small Bark Bin and Screw Continvous Drop 30 7.8 000013 Tbston Enclosed 80 0000026 [bs'ton 471,853 TPY (h) 00061 035 0.00213
Soall Bark Bin and Screw 1o Hark Convesor Continuous Drop 0 7.8 000013 Ibston Enctosed 80 0.000026 Ths'ton 471,853 TPY (h) 00061 035 000213
Barl Conveyor to No 2 Bark Dwvrrter Continuous Drop 30 7.8 006013 Ibs'ton Ewnclosed 8O Q000026 Ibs/ton 471,833 TPY (h) 00061 0.33 000213
Bark Storzge Pile Maimtenance Vehicular Traffic - - 0.74 IbsVMT None 1] 0.74 s VMT 21900 VMT (i) 8103 0.35 2836
D NDLIN

Truck Unloading (Chip ¥an Hopper) Batch Drop 30 7t o 00013 Tesion Covered 50 0000051 Ibsfton 762300 TPY (j) 0020 935 Q 0069
Railear Unloading {Chip Van Hopper) Batch Drop k1 7.8 0Oo0CI3 Tbylon Covered 60 0.00005!  Ibs'ton 762,300 TPY () 0020 015 0 0089
Truck Unloading Coms eyor 1o Tower No 1 Chip Divener Continuous Drop 30 18 000013 Tbs'on Enclosed 80 0.000026  Ibs'ton 762300 TPY (j) 0.010 035 00034
Railcar Unloading Conveyor to Tower No. | Chip Diverter Continuous Drop 30 78 000013 Ilbsten Enclosed 80 0.000026 Ibs'ton 762,300 TPY (1) 0010 035 00034
Tower No | Diverter to Chip Conveyor (2) Conunnous Drop 30 78 00p013  Ibs'ton Enclosed 8C 0 000026 Ths'ion 3,315,779 TPY (%) (X 0.35 co15
Chip Cenveyor to Tower No ¥ Diverter (2) Centinwous Drop 0 1.3 000013 Ibshon Enclosed 80 0000026 Ibsiion 3315779 TPY (k) 0.043 0.35 [ H]
Tower No 2 Diverter to Chip Reclaim Comveyor (2) Continuous Drop o 78 000013 Ths'ion Enclosed 80 0000026 Ibsitan 313158718 TPY (k) 0043 035 0015
Chip Reclaim Coveyor 1o Radial Convevor (2) Centinuous Drop 0 7.8 000013 Thstton Enclosed 80 0000026 Ibs'lon 1315779 TPY (W) 0043 0.35 0.015
Radial Conveyor 1o Chip Reclamer Storaye Pile (2) Continuous Drop 30 78 000013 Ibston Enclosed B8O 0.000026  Ibs'ton 33157719 TPY (k) 0043 [+I%1 00ls
Chip Reclaimer Storage Pile (2) Wind Erosian - - - None 0 - - 048 1.0 0048
Chip Reclaimes Storage Pile 1o Chip Comvesor (2} Contitwous Drop 30 78 000013 Ibston Enclosed 2] 9000026 Thston 131571 TPY {}) 0043 035 0013
Chip Comveyor to Tower No 2 Diverter (2) Continwous Drop 30 78 000013 Ibston Enclosed 20 0000026 Ths'ton 3315779 TPY (W) 0043 035 aels
Tower No 2 Diverter to Chip Serew {2} Conbinuous Drop 30 78 000013 Ibs'ton Enclosed 80 0000026 Tosion 33579 TPY (k} 0.043 035 Q015
Chip Screw 1o Prinmry Screen {2) Continuous Drop 30 7.8 000013 tbs'ton Enclosed 80 0.000026 bslon 3315779 TPY {h} a4l 0.35 2015
Chip Sereens Screening
Sofwood Primary Screen Cyclone Cyclene Vent - - 20 Ibhr Cyelane, Enclosure 80 040 Ihhr 8,760 hrivt 1752 035 0613
Hamdwood Primary Screen Cyclone Cyelone Vent - - 20 bhr Enclosure 80 040 Dhr 8.760 hroyr 1.752 0.35 0613
Primary Screen to Sccondary Screen (2) Contingous Drop 30 18 000013 Pewten Enclased 80 0000026 [ositon 1,315,739 TPY {h) 0043 Q15 0.015
Secondary Screen lo Chip Conveyor (2) Conlinwous Drop i 1.8 000013 Ibston Enclosed BD 0000026 Tos'ton 2.321.045 TPY (1} 004 Q35 0010
Screen Building Rejects Cyclone Cyclone b ent - - 20 Ibhr None ] 20 Ibhr B50  hriyr E 760 035 3066
Screen Building Rejeels Cyelone o Chip Conveyor Contmuous Drop ke 78 0.00013 Ibs/ton Covered 50 0000051 Tbs'ion 994.734 TPY (m) 0026 035 0.009
Fines Blow line Emergency Storage Pile Wind Erosion - - - None ] - - 000017 1.0 000017
Fines Blowling Cyclone Cyclone Venl - - 20 hbhr Naone ] 20 Mbhr 8760 hriyr 3760 0.35 3o7
Fines Blowtine Cyclone o Wastewood/Siudge Com cyor Continuous Drop 30 7.8 000013 lostton Covered )] 0.000051 Ibs'ton 9947 TPY (n} C 000 0.35 0.000
Clup Conveyer to No. 5 Transfer Tower (2) Continuous Drop 30 7R 000013 Tbston Enclosed B8O 0.000026 s'ton 3,305,772 TPY (0) 0043 035 0013
TOTAL 44 61 16.1%
Notes:

(a) Batch Drop and Continuous Drop Emiss:on Factors are computed from AP-42 (US EPA. 1995) Scenon 132 4-3(1) E = 00032 % (U5¥ 1.3/ (M2Y1 4 Ibton
(b) Wind Erosion Erussions based on AP-12 (US EPA. 1995) Section 13.2.5. Refer to Amachment A for derivation.
{c) PMID Size Mubtiplier is based on particles < 10 micremeters

(d) Debarker emissions are based on Table 28 of NCAS! Technical Bulletin No. 424 (March 1684), Fugitive Dust Emission Factars and Control Methods Important to Forest Products Industry Manufactuning Operalions.

{6} Roundwood throughput 15 based on 466,800 cords/yr (softwoed) @ 2.7 tons/cord aad 178,800 cords'yt (hardwood) & 2 85 tons'cord, plus 10 percent.
{f) Bark throughput is based on 8 percent of oundwood.

{2} Based on purchased bark.

(h} Touwl bark troughput 1 sum of manufactured bark and purchased bark.

(i) Vehicle rules traveled (VMT) was calculated assunmng front end loader operating 12 hrs'day, 365 dayx/yr i the woodyard,

() Puwichased chip throughput is based on 142,800 cords/yr (softwood) and 41 1.600 cords/yr {hardwood} @ 1.5 wns'cord, plus 10 perent.
(%) Total chip throughput is based on 92 percent of roundwood throughput plus purchased chip throughput.

(1 Based on 0% of tolal chip throughpul.

(m) Based on 30% of towal chip throughput

{n) Fines separated from wood chip smeam.

{0} Tolalchips minus Fnes.

Golder Associates
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Tables A1 thu A1TAG
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Table A-6 Maximum Emissions from the Woodyard at Stane Container, Panama Ciry

M u
SQURCE Moisture Wind Uncontrolied Cantrot Cortrolled Maximam Annual PAyg . Maumum Ansual
Type of Opemnon (a)  Content Speed Ermigsion Factor Type of Conuul Efficiency Ermussion Factor Actvity Factor PRt Emussions: Size Mulnpher {c) P, Emissions.

1t (MPHY 18] {1ons vt} {tonsyTy
ROUNDWOQOD HANDLING
Debarker Debarking - -- 00 Thatondd) Enclosure 30 £ 003D Tositon 1546934 TPY () 4673 035 1635
Chipper Contitwous Dirop 0 78 oo00L3  Theton Nane 1] Q00011 Tsiton 1,946,934 TPY (e} 0,125 o015 G044
Chip Surge Bin to Canveyor Connnucus Drop Jo 7% 000013 Tbston Enelosed g0 0.00003 Ths'ton 1546934 TPY {e) o015 035 00038
Conveyor to Tower No | Chip Diverier Conunuous Drop Jo 78 400013 ibston Enclosed 30 0.00003  Tbs'tam 1946934 TPY (e) 0023 0.2s 0 0D28
DARK HANDLING
Debarker 1o Bark Conseyor Connmuous Drop o kX 000013 Mes'ton Ercloscd 0 0.00003  [bsion 135755 TPY (1} Q0020 035 000070
Bark Conveyor 1o No. | Bark Diventer Connmous Drop 0 73 Q00013 aron Enclased B0 000003 [bsion 155,755 TPY () Q0020 035 000070
No. | Hark Diverter 1o Emergency Bark Storage Pile Contimuiss Dop L] 7R 40001} Ibston Enclosed HY 000003 bston o TPY (n Q0000 o5 0 00000
Emergency Bark Swage Pile ‘Wmd Erosion - - - None 0 - - 000%4 10 00094
Urhogged Bark Starage Pile Wit Erosion - - - Naone a - - 00084 1o Q0034
Trucked Bark to Purhased Unhogged Bark Swrge Pile Batch Drop 30 T.B 900013 Meston None Q9 000013 bston 318.098 TPY (g) 04203 038 000712
From End Loaded 1o Bark Hopper Batch Drop 30 T8 900013 s ton Sone a Q00013 Toston 316.09% TPY {g) 02208 038 000712
Wastewood Conveyor o No | Bark Diverter Conbagus Drop 30 78 000013} Bsin Enclosed &0 0000026 Tox 100 31807 TPY (g 00041 033 000142
No. | Bark Diverter o Dusc Screen Contmuoous Drop 30 7B Q00011 Mston Encloscd 10 0000076 Ths o0 471,833 TPY (h) [ L) 035 000213
Bark Hog Hanenermi] - - 0024 Rwion (d) Enciosed .01) 000450 Dbston +71.853 TPY (0 Lz 10 1132
Bark Hog 1o Hogged Bark Conveyor Contmuons Drog 30 78 000013 Ibwion Enclosed 30 0000026 Tbscion 471.85) TPY (W {0081 03s 000213
Hogged Bark Conveyor 1o Hogged Barl Pre Continuous Drop 30 Te 0.0001)  Prxron Encloscd &0 0000026 fbston 471853 TPY () 00061 035 BOR2I3
Hogged Bark Pie Wind Erosion - - - None 0 - - 00023 10 5002Y
Bark Bin Cyvlone Cyclone Vem - - 20 I Cyclone L] 20 b 8760 byt 87 015 307
Bark Bin Cyehone & Saall Baik Bunand Scren Continuous Drop 30 78 000012 Torion Enclosed s 0000026 [os'on 471,853 TPY () 0 0061 013 0.00213
Small Bark Bin and Screw to Bark Conveyor Cononuous Drop 30 7t 000013  fesion Enclosed k13 0000026 Ibs ton 471,853 TPY (W 00061 ¢35 004213
Bark Conveyor 1o No 7 Bark Drverter Connnuous Drop 30 78 000013 Thston Enclosed an Q000026 Ibston 471,853 TPY (hy 00081 o33 000213
Bark Storage Pile Muntienance Vehicubar Tralfic - - QM ResVMT None bl 074 BsVMT 210900 VMT (1} B0} Q38 2R36
EURCHASED CHIP EANDLING
Truck Erloading {Chip Van Hopper) Bateh Drop k) 7.8 Q00013 Ibston Couered o0 0000031 Thsrton 161300 TPY (j) o0 03s 000
Raiicar Unloading (Chip Van Hopper) Batch Drop 30 73 000013 Toxlon Corvered o0 0000051 Ihsiton 762,300 TPY (j) 4020 0.35 00059
Truck Unloading Conveyor 1 Tower No ) Chip Dierter Cuntinuous Drop 0 is 0oR013  Ibxton Encloscd B B 00326 Pos‘ton 762,300 TPY (j) G eI o35 £ 0034
Railear Unloading Conveyor to Tower No | Chip Diverter Contitugys Drop ki 7.8 000013 lbyton Encloscd &0 B0D0GI6  Toton Telive TRY () oue 035 00034
Tower No 1 Divener 13 Chip Conveyar (2) Continuous Drop 30 1.8 000013 Ibs‘ion Encloged 30 0000026  [bs'ton 331577 TPY (k) LY 0.33% oots
Chip Conveyor ta Tower No, 2 Diverter {2) Continuous Drop 30 7.8 000013 Ibflon Enclosed 80 2000026 Ibston 3315779 TPY (k) 0043 035 LK
Tower No. 2 Diverier to Chip Reclaim Comeeyor (2) Continuous Drap 10 18 000013 Ibsilon Frelosed a0 0000026 [bston 3315779 TPY (k) 0043 035 0015
Chip Reclam Coveyor to Radial Comveyor (2) Contintoug Drop o 1.8 0.0001)  Tsiton Enelosed 30 0000026 Tbs/ton 3315779 TRY (k) 0043 035 gols
Radial Conveyor ta Chip Reclaimer Storage Prlc (2) Continuous Drop 0 7.8 000813 Thsfton Enclosed Eil 0500026 Ibston 3385779 TPY () o3 035 00is
Chip Reclaimer Siorage Pile (2) Wind Erosion - - - None Q - - o3 10 0.043
Chip Reclaimer Storage Pile 1o Chip Comveyor (2) Continuons Drop 0 7% 000013 Tbsion Enclased BO 0.000026  Tos'ton 33571 TPY (0 oo [LkEY a3 -
Chip Conveyor Io Tower No 2 Duverier (2) Continuous Drop 10 1% 000013 Thaton Frelosed B0 0000026 Tositon 121579 TPY (x) o) 815 0.015
Tower No 2 Diverter to Chip Screw (2) Continuote Drop 1 18 000013 lbwion Enclosed L] 0.000026  Tbslon 31315119 TPY (k) oo 0.35 a0ts
Chip Serew 1o Primary Scrcen (2) Continuous. Drop kL 78 0000[)  Mhyton Enclosed &0 0000076 Theton 315,71 TPY (W [3:25) 033 ools
Chip Screens Serecrung
Saftweod Prmary Screen Cyclone Cyclone Yent - - 78 Ibbr Cychone, Enclosure &0 040 e 57640 hrwr 1.752 835 0613
Hardwood Primary Sereen Cychone Cyclone Yent - - 2.0 Ibhe Enclosure R 040 bhr 8,760 briyr LI52 935 (XK
Primary Screen to Secondary Sereen (2} Conunuys Drop 30 73 00013 Meston Enclosed L4 0000026 [os ton 3315919 TPY (K o3 035 0.01%
Secondary Sereen t Ch Canveyor (2) Continuous Drop 30 3 Q0013 Toxion Enclosed 80 0OB0026  Mstnn 232145 TPY () 00X o1 anlo
Screen Burkling Rejects Cyclone Cyclone Vent - - 70 Dbhr None [ 20 Dbir 8760 hefyr 1 760 038 1065
Screen Bulkding Rejects Cyeione o Chip Conveyor Conbnuous Drop 30 78 U013 Pxion Covered o0 000003]  Tson 9734 TPY (m) 9028 [ BH] 0009
Fines Blowline Emcrgency Sworge Pike Wind Erosion - - - None [ - - 000017 (X Seo1?
Fmes Blowline Cyclone Cychone Veny - -~ 20 P Nonc a 20 hehr ET60  heyr 4 750 033 307
Fines Blowloe Cychone 1o Wasiewood Sldge Coneyor Conunuous Drop 30 78 Q0001 Texion Covered &0 CO00G31 T ion 9947 TPY (a} 4000 0.35 oo
Chp Conveyar 1a No 5 Tranafer Tower {7) Conanuous Drop 30 73 800011 Bawn Enclosed [l 0.000026  Brston 3305772 TPY (o} 0.043 035 o015
TOTAL st 1639

dples,

(a) Batch Drep and Contutrs Drop Emessson Factors 2re compuied from AP2 (US EPA, 1955) Seichon 13 24-3(1)  E = 0 0032 < (UsS) 1.0 A 2)* 1 4 fan
(b) Wind Ervaion Emussions based on AP-37 (US FPA, 1993) Sccoen 13 2.5 Reler wo Amachment A for denvabon

(e} PMI0 Size Multipl it bascd on particles © 10 mucromees.

(2) Debarker cmussions are based on Tabir 23 of NCAST Technical Bulleun No, 424 {March 1984), Fugitve Dust Emission Factors and Control Methods Importint 1o Forest Products Industry Manufaenmmg Operations
(¢} Roundwood throughpt is based on 156,800 cords/yr (softwood} & 2.7 tons/cord and 178,800 cords'yt thardweod) 3 2.5 ons eord. plus 10 pereent

{r) Bark throughpul 15 based on 8 percent of roundwood

() Based om pwehased bark,

(W) Total bark throughput 15 sum of nanufactured bark and purchased bark.

(i) ¥ehicle noles raveled (VMT) was caleulated assumung frant end loader operating 12 hrs'day, 365 days/yr in the woodyard

(i) Purchased chip troughput is based on 142,800 cords/yt {sofwood} 2nd 411,600 cords/yr (handwood) (@ 2.8 tons-cord, phs 10 percent.

(1} Toul chip throughput 1s based on 92 percent of roundw ood throughput plus purchased chip throughput

() Based on 70% of Latal ¢hip throughput

{m) Based on 20% of toul chip throughput

(n} Fanes separated from wood chip siream

{e) Total chips munus fincs

Golder Assoclates



9937518 A\0NTables
Tables A-1 thru A-100\A-7
2/1712002
Table A-7. Maximum Emissions from Lime Kiln (No. 6 Fuet Oil Fired) at Stone Container, Panama City
Hourly Annual
Regulated _ Emission Activity Emissions Emissions
Pollutant Factor Reference Factor” (Ib/hr) (TPY)
Particulate (PM) 29.83 Ib/hr 1 8,760 hr/yr 29.83 130.7
Particulate (PM10) 98.3 % of PM 2 -- 29.32 1284
Sulfur dioxide 0.23 Ib/ton CaO 4 20.4 ton CaO/hr 4.69 20.6
Nitrogen oxides 2.19 Ib/ton CaO 4 20.4 ton CaO/hr 44.68 195.7
Carbon monoxide (.22 Ib/ton CaQ 6 20.4 ton CaO/hr 4.49 19.7
vOC 0.24 b C/ton CaQ 4 20.4 ton CaO/hr 4.81 21.1
Sulfuric acid mist 0.014 Ib/ton CaO 5 20.4 ton CaO/hr 0.29 13
Total reduced sulfur 20 ppmvd® 7 68,000 dscfm® 7.27 319
Lead 3.8E-03 1b/ton CaO 3 20.4 ton CaO/hr 0.08 0.34
Mercury 9.1E-06 Ib/ton CaQ 3 20.4 ton CaO/hr 1.9E-04 - 8.1E-04
Beryllium 1.7E-05 ibfton CaQ 3 20.4 ton CaO/hr 3.5E-04 L.5E-03
Fluorides -- -- - --

* Based on currently permitted operating limit of 18.35 tons CaQ/hr plus 10% impurities (20.4 tons/hr), 8,760 hr/yr.
> TRS Emission Factor as H,S cormrected to 10% O, as a 12-hour average.

“ Flow rate corrected to 10% oxygen.

References

1. Based on current permit limit, which is lower than the proposed MACT standard of 0.'067gr/dscf @ 10% 0,
2. Based on AP-42 Section 10.2 and Tables 10.2-1 and 10.2-4.

3. Based on NCASI Technical Bulletin No. 650, Table 13C.

4. Based on NCASI Technical Bulletin No. 646, Tables 12-14.

5. Based on similar derivation of sulfuric acid mist from AP-42 for fuel oil. 5% of SO, becomes SO, then take

into account the ratio of sulfuric acid mist and gaseous sulfate molecular weights (98/80).
6. Based on NCASI Technical Bulletin No. 416, Table 6.
7. Based on current permitted emission limit.
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271772002
Table A-8. Maximum Emissions from Lime Slaker at Stone Container, Panama City (Revised 01/30/02)

Hourly Annual

Regulated Emission Activity Emissions  Emissions

Pollutant Factor Reference Factor” (Ib/hr) (TPY)
Particulate (PM) 14.0 Ib/hr 1 8,760 hr/yr 14.0 61.3
Particulate (PM4) 100 % of PM 3 -- 14.0 61.3
voC 4.4E-02 lb/ton Ca0 2 28.1 ton CaO/hr” 1.24 5.4
Total reduced sulfur ND 2 -- - --

ND = Non-detectable

Footnotes

* Based on ratio of 1997 CaQ production and pulp production to proposed pulp production plus 10% (purchased lime) and 8,760 hr/yr.
® 10% impurities included

References

1. Proposed emission limit.

2. Based on NCASI Technical Bulletin No. 701,page 237 and Table 17.
3. No data found, assume 100%.

Golder Associates



9937518 A\0S\Tables
Tables A-1 thru A-10\A-9
2/17/2002
Table A-9. Maximum Emissions from Chemical Recovery Area at Stone Container, Panama City
Annual
Regulated Emission Activity Emissions
Pollutant Factor Reference Factor (a) (TPY)
yoc
Black Liquor Oxidation Towers 0.34 1b C/ton ADUP 1 781,000 ton ADUP/yr 132.8
Causticizers 0.044 1b C/ton CaO 4 246,156 ton CaOfyr 54
Lime Mud Filters/Associated Equipment 0.0041 1b C/ton CaO 4 246,156 ton CaOfyr 0.5
Black Liquor Tanks (2} 0.091 Ib/tank/hr 2 2 tanks 0.8
Black Liquor Oxidation Tank 0.1 Ib/ton BLS 3 1,083,612 ton BLS/yr 54.2
Green Liquor Clarifiers and Tanks 0.0014 b C/ton CaQ 4 246,156 ton CaO/yr 0.2
TOTAL VOC’s 193.8
Total Reduced Sulfur
Black Liquor Oxidation Towers ND 1 - --
Causticizers ND 4 - --
Lime Mud Filters/Associated Equipment 0.0005 Ib /ton CaO 4 246,156 ton CaOfyr 0.1
Black Liquor Tanks (2) 0.18 Ib/tank/hr 2 2 tanks 1.6
Black Liquor Oxidation Tank 0.0271 1b/ton BLS 3 1,083,612 ton BLS/yr 14.7
Green Liquor Clarifiers and Tanks 7.011E-04 Ib C/'on CaO 4 246,156 ton CaOlyr 0.1
TOTAL TRS 16.4

ND = Non-detectable
Footnotes

(a) Based on proposed maximum hourly lime slaker rate (28.1 tons/hr CaO), proposed pulp production rate,

and currently permitted recovery boiler rates.

References

1. Based on NCASI Technical Bulletin No. 646, pages 27 and 28.

2. Based on NCASI Technical Bulletin No. 701, pages 111-115 (Table 7).
3. Based on NCASI Technical Bulletin No. 701, pages 145-154 (Table 11).
4. Based on NCASI Technical Bultetin No. 701, pages 237-240 (Table 17).
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2/17/2002
Table A-10. Maximum Emissions from Paper Making Area at Stone Container, Panama City

Annual
Regulated Emission Activity Emissions
Pollutant Factor Reference Factor (TPY)
VOC 0.60 1b C/ton ADUP | 781,000 ton ADUP/yr 234.3

Total reduced sulfur ND 1 - -

ND = Non-detectable
References
1. Based on NCASI Technical Bulletin No. 701,page 3, Table 18 (pages 243 and 244).
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Table 2-1. Maximum Future Emissions Used in the Modeling Analysis for Stone Container - Panama City {Revised 01/30/02)

PM,, SO, NO, | co

Emission Unit Unit ID Ib/hr g/s Ib/hr g/s Ib/hr g/s lb/hr g/s
No. I Recovery Boiler RB1 70.0 8.82 129.8 16.35 72.1 9.08 2,474.0 31172
No. 2 Recovery Boiler RB2 70.0 8.82 129.8 16.35 72.1 9.08 2,474.0 311.72
No. I Smelt Dissolving Tank SDTI 11.1 1.39 1.0 0.13 2.0 0.26 - -
No. 2 Smelt Dissolving Tank SDT2 1.1 1.39 1.0 0.13 2.0 0.26 - -
Lime Kiln LK1 293 3.69 4.7 0.59 44.7 5.63 4.5 0.57
No. 3 Combination Boiler BB3 97.8 12.32 485.0° 61.11 130.1 16.39 178.0  22.43
No. 4 Combination Boiler BB4 81.5 10.27 781.0 68.41 189.1 23.83 I81.8 . 22.90
Modified Bleach Plant BLEACH - -- - -- -- - 40.1 5.05
Lime Slaker LSKR 14.0° 1.76 - -- -- -- - - -
Woodyard WOODYARD 3.7 0.47 - -- - - - -

TOTALS 388.5 48.93 1,532.3  193.07 S12.1 64.53 5,352.4 674.39

* Represents a reductton in emissions from current permitted or maximum emission rate.

® Maximum 24-hour average emissions. Maximum 3-hour average SO, emissions are 1,190.4 1b/hr.
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Table 2-2. Baseline Emissions Used in the Modeling Analysis for Stone Container - Panama City  (Revised 05/30/00)
1974 Baseline 1988 Baseline
Emission Unit Unit ID PM, SO, NQO,
Ib/hr g/s lb/hr g/s

No. | Recovery Boiler RB1 459 5.78 121.5 15.3 - --
No. 2 Recovery Boiler RB2 523 6.59 121.5 15.3 -- --
No. 1 Smelt Dissolving Tank SDTI 4.0 0.50 7.5 0.9 - -
No. 2 Smelt Dissolving Tank SDT2 19.7 2.48 7.5 0.9 - --
Lime Kiln LK! 24.1 3.04 3.2 0.4 -- --
No. 4 Power Boiler PB4* 11.9 1.50 205.5 259 - -
No. 5 Power Boiler PB5® 12.2 1.54 2120 26.7 -- -
No. 6 Power Boiler PB6 30.2 3.81 524.0 66.0
No. 3 Combination Boiler BB3 140.1 17.65 3429 432
No. 4 Combination Boiler BB4 140.1 17.65 546.0 68.8 -- -
Lime Slaker LSKR 5.0 0.63 -- --

TOTALS 480.5 60.54 2,091.6 263.5 - -

Long-Term Emisgions
TPY g/s TPY /s TPY g/s

No. 1 Recovery Boiler RB1 192.7 5.54 452.8 13.0 276.9 7.97
No. 2 Recovery Boiler RB2 219.7 6.32 452.8 13.0 287.4 8.27
No. 1 Smelt Dissolving Tank SDTI 16.6 0.48 26.4 0.8 7.0 0.20
No. 2 Smelt Dissolving Tank SDT2 82.9 2.38 26.4 0.8 7.8 0.22
Lime Kiln LK1 101.2 2.91 12.0 0.3 137.0 3.94
No. 4 Power Boiler PB4* 44.6 1.28 773.9 223 - -
No. 5 Power Boiler PBS* 44.6 1.28 773.9 22.3 97.5 2.80
No. 6 Power Boiler PB6 111.6 3.21 1,834.7 55.7 -- -
No. 3 Combination Boiler BB3 697.4 20.06 1,335.9 38.4 228.3 6.57
No. 4 Combination Boiler BB4 747.7 21.51 2,114.8 60.8 4843 13.93
Lime Slaker LSKR 21.0 0.60 - -- - --

TOTALS 2,259.0 64.98 7.903.6 227.4 1,526.2 43.9

* Common stack in baseline.

Golder Associates
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Table 2-3. Stack Parameters and Locations Used in the Modeling Analysis for Stone Container- Panama City (Revised 01/30/02)

Relative Location® Stack Parameters Operating Parameters
X Y Height Diameter Temperature Velocity
Emission Unit Unit ID ft) {m) (ft) (m) (ft) (m) (ft) (m) (°F) (°K} (f's) (s}
Future Conditions
No. | Recovery Bailer® RBI 43 13 -54 -16 233 7.0 6.42 1.96 298 421 86.9  26.50
No. 2 Recovery Boiler® RB2 88 27 0 0 233 71.0 6.42 1.96 311 428 90.2 27.48
No. | Smelt Dissolving Tank SDTI 1 0 -19 -6 233 71.0 6.00 1.83 166 348 17.2 5.25
No. 2 Smelt Dissolving Tank SDT2 46 i4 34 10 233 71.0 6.00 1.83 166 348 15.0 4.56
Lime Kiln LK1 537 164 -8 -36 61 18.6 8.00 2.44 167 348 388 11.84
Slaker LSKR 136 41 -484  -148 56 17.1 290 0.88 200 366 42,9  13.09
No. 3 Combination Boiler BB3 -94 =29 106 32 213 64.9 7.83 2.39 138 332 859 26.18
No. 4 Combination Boiler BB4 -117 -36 79 24 213 64.9 7.83 2.39 143 335 924 28147
Bleach Plant BLEACH 202 62 -688 =210 86 26.2 3.00 0.91 114 319 59.0 1797
NQ, PSD Baseline {1988) Conditions
No. | Recovery Boiler® RBI1 43 13 -54 -16 233 71.0 6.42 1.96 310 428 88.0 2682
No. 2 Recovery Boilet” RB2 88 27 0 0 233 7.0 6.42 1.96 320 433 813 2478
No. 1 Smelt Dissolving Tank SDTI 1 0 -19 -6 233 7.0 6.00 1.83 150 339 16.9 5.15
No. 2 Smelt Dissolving Tank SDT2 46 14 34 10 233 71.0 6.00 1.83 140 333 17.4 5.30
Lime Kiln LK1 537 164 -118 -36 61 18.6 8.00 2.44 160 344 336 10.24
Slaker LSKR 136 41 -484  -148 56 171 2.90 0.88 155 341 441 13.44
No. 5 Power Boiler PB5 -152 -46 4] 12 296 90.2 12.00 3.66 400 478 248 7.56
No. 3 Combination Boiler BB3 -94 -29 106 32 213 64.9 7.83 2.39 149 338 77.1 23.50
No. 4 Combination Boiler ___BB4 -117 -36 79 24 213 64.9 7.83 2.39 143 335. 89.6 2732
PM/S0, PSD Baseline (1974) Conditions
Neo. | Recovery Boiler" RBI1 43 13 -54 -16 233 710 6.42 1.96 310 428 BB.0  26.82
No. 2 Recovery Boiler® RB2 88 27 0 0 233 71.0 6.42 1.96 320 433 813 2478
No. 1 Smelt Dissolving Tank SDTI 1 0 -19 -6 233 71.0 6.00 1.83 150 339 16.9 5.15
No. 2 Smelt Dissolving Tank SDT2 46 14 34 10 233 710 6.00 1.83 140 333 17.4 5.30
Lime Kiln LK1 537 164 -118 -36 6l 186 8.00 2.44 160 344 336 10.24
Slaker LSKR 136 41 -484 -148 56 17.1 3.00 0.91 155 341 441 13.44
No. 4 Power Boiler® PB4 -152 -46 41 12 206 90.2 12.00 3.66 400 478 24.8 7.57
No. 5 Power Boiler® PBS -152 -46 41 12 296 902 12.00 3.66 400 478 248 7.56
No. 6 Power Boiler PBé& 172 52 i8 5 241 735 8.00 2.44 430 494 356 10.85
No. 3 Combination Boiler BB3 -94 -29 106 32 150  45.7 8.50 2.59 440 500 482 14.69
No. 4 Combination Boiler BB4 =117 -36 79 24 150  45.7 7.34 2.24 470 516 60.6 18.47

Sources are relative to the air modeling origin location, which is the easternmost corner of the Combination Boilers Building.
Source has two identical stacks. Parameters are for each stack.
Nos. 4 and 5 Power Boilers shared a common stack.
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Table 4-1. Major Features of the ISC-PRIME Model

ISC-PRIME Model Features®

Polar or Cartesian coordinate systems for receptor locations

. Rural or one of three urban options which affect wind speed profile exponent, dispersion
rates, and mixing height calculations
. Plume rise due to momentum and buoyancy as a function of downwind distance for stack

emissions (Briggs, 1969, 1971, 1972, and 1975; Bowers, et al., 1979).
Procedures suggested by Schulman et al. (1998) for evaluating building wake effects
Procedures suggested by Briggs (1974) for evaluating stack-tip downwash
Separation of multiple emission sources
Consideration of the effects of gravitational settling and dry deposition on ambient
particulate concentrations
Capability of simulating point, line, volume, area, and open pit sources
Capability to calculate dry and wet deposition, including both gaseous and particulate
precipitation scavenging for wet deposition
Variation of wind speed with height (wind speed-profile exponent law)
. Concentration estimates for 1 hour to annual average times
Terrain-adjustment procedures for elevated terrain including a terrain truncation
algorithm for ISCST3; a built-in algorithm for predicting concentrations in complex

terrain

. Consideration of time-dependent exponential decay of pollutants

. The method of Pasquill (1976) to account for buoyancy-induced dispersion

. " A regulatory default option to set various model options and parameters to EPA
recommended values (see text for regulatory options used)

. Procedure for calm-wind processing including setting wind speeds less than I m/s to
1 m/s.

Note:  ISC-PRIME = Industrial Source Complex Short-Term Model with Plume Rise Model
Enhancement (PRIME) downwash algorithm.

References:

Bowers, LF., J.R. Bjorklund and C.8. Cheney, 1979. Industrial Source Complex (ISC) Dispersion Model User's Guide. Valume I,
EPA-450/4-79-030; Volume II. EPA-450/4-79-03). U.S. Environmenta) Protection Apgency, Research Triangle Park,
North Carolina 2771 1.

Briggs, G.A. 1969. Plume Rise, USAEC Critical Review Series, TID-25075. National Technical Information Service, Springfield,
Virginia 22161,

Briggs, G.A. 1972. Discussion on Chimney Plumes in Neutral and Stable Surroundings. Atmes. Environ., Q, 507-510.

Briggs, G.A. 1974, Diffugion Estimation for Small Emissions. /n: ERL, ARL USAEC Report ATDL-106. U.S. Atomic Energy
Commission, Oak Ridge, Tennessee.

Briggs, G.A. 1975. Plume Rise Predications. In Lectures on Air Pollution and Environmental Impact Analysis, American
Metecrological Society, Boston, Massachusetts,

Briggs, G.A. 1979. Some Recent Analyses of Plume Rise Observations. /n: Proceedings of the Second International Clean Air
Congress. Academic Press, New York.

Pasquill, F. 1976. Atmospheric Dispersion Parameters in Gaussian Plume Modeling - Part II. Possible Requirements for Change in
the Turner Workbook Values. EPA-600/4-76-030b, U.S. Environmental Protection Agency, Research Triangle Park, North
Carolina 27711.

Schulman, L.L. and J.S. Scire. 1980. Buoyant Line and Point Source (BLP) Dispersion Model User's Guide. Document P-7304B,

Environmental Research and Technology, Inc., Concord, MA,
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Table 4-2. Summary of SO, Facilities Considered for Inclusion in the AAQS and PSD Class I and Class IT Modeling Analyses (Revised 01/30/02) 2172002
50, Q
UTM Coordinates Relative to Smurfit-Stone Milf Emissions Emissions Included
Facility ID North East X Y Distance Direction Rate® Threshold Modeling
Number Facility (km) (kmy) (km} (km) {(km) {deg.) {TPY) Distance x 20 Analysis?
0050001 Arizona Chemical Company 33354 633.1 - 0.08 0.07 ' 0.1 49 1,226 2.1 Yes
0050062 Granger Asphalt Paving, Inc. 33403 628.1 -4.7 52 1 7.0 318 74 140.0 No
0050008 Gulf Asphalt Corporation 33437 634.9 2.1 8.6 8.9 14 14 177.1 No
0050038 Triangle Construction Road Building Inc. 3347.0 638.8 6.0 11.9 13.3 27 45 266.5 No
0050014 Gulf Power (L.S. Plant) 3349.1 6252 -7.6 14.0 159 k%7 80,769 318.6 Yes
0050031 Bay County Energy Systems Inc. 3348.9 644.0 11.2 13.8 17.8 39 313 355.5 Yes*
7770034  Drum Mix Asphalt Plant #6 3362.8 648.8 16.0 277 32.0 30 52 639.3 No
0450002  Sylvachem Corporation 3299.6 661.9 29.! -35.5 459 141 2 917.1 No
0450005 Florida Coast Paper Company, L.L.C. 3299.0 662.8 30.0 -36.1 46.9 140 3224 938.8 Yes
0770007 North Florida Lumber 3358.9 689.5 56.7 238 61.5 67 3 1230.4 No
1330035 Trawick Pit 3397.5 633.9 1.1 62.4 62.4 1 2 1247.6 No
1330005 Florida Gas Transmission Station 13 3394.2 610.6 -222 59.1 63.1 339 2 12626 No
1310008 Freeport Batch Plant 3360.3 573.1 -59.7 25.2 64.8 293 39 1296.0 No
0630031 White Construction Company 3403.5 654.2 21.4 68.4 71.7 17 9% 1433.4 No
1310013  Alabama Electric Cooperative 33835 575.1 -57.7 484 75.3 310 2 1506.2 No
0630002 Baxter Asphalt & Concrete 3406.9 660.7 339 71.8 79.4 25 41 1588.0 No
0770009 Timber Energy Resources 3358.1 7094 76.6 23.0 80.0 73 13 1599.6 No
0630035 Anderson Columbia Company, Inc. Plant #2 3404.5 677.0 44.2 69.4 823 32 23 1645.6 No
77715017 Defuniak Drum Mix Asphalt Plant 3400.5 579.5 -53.3 65.4 84.4 321 99 1687.4 No
7770049 Jones Pit Facility 3417.2 657.8 25.0 82.1 85.8 17 2 1716.4 No
7770021 #12 Asphalt Plant 3400.7 5772 -55.6 65.6 86.0 320 56 1719.8 No
0770010  Georgia Pacific Corporation - Hosford 3369.5 713.5 80.7 344 87.7 67 22 1754.5 Yes'
0630045  Springhill Regional Landfill 3423.1 650.5 17.7 88.0 89.7 11 8 1794.9 No
0630023  Southern States Cooperative, Inc. 34249 651.5 18.7 89.8 91.7 12 49 1834.3 No
0630014 Gulf Power (Scholz Plant) 3395.8 7024 69.6 60.7 92.4 49 31,728 1847.0 Yes
0630044  Apalachee Correctional Institution 3399.3 703.0 70.2 64.2 95.2 48 9 1903.5 No
0390029 Florida Gas Transmission Station 14 33774 719.9 87.1 423 96.8 64 2 1936.6 No
0390004 Florida State Hospital - Chattahoochee 3399.2 707.6 74.8 64.1 98.5 49 729 1970.2 No
a2 _Ch_ad_?oEm_ezlam 106 —— 34022 559.1 -73.7 67.1 %97 312 23 1993.1 __No
0390032 C.W.Roberts Conwracting Inc. 3714 7265 937 363 1005 6 48 20007  No
0910064 Hurlburt Field 33647 529.7 -103.1 296 107.3 286 43 21454 No
0390005 Engelhard Corporation 33875 732.6 99.8 524 1127 62 10 2254 4 No
' 0730003 City of Tallahassee - Hopkins 33717 749.5 116.7 36.6 122.3 73 17,428 2446.7 Yes®
7770014  Peavy and Son Construction Company 3395.2 742.4 109.6 60.1 125.0 61 98 24999 No
0390009 Havana Mills 33943 747.1 114.3 59.2 128.7 63 3 2574.4 No
Golder Associates
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Tables 4-2 thru 4-11\4-2
Table 4-2. Summary of SO, Facilities Considered for Inclusion in the AAQS and PSD Class I and Class Il Modeling Analyses {Revised 01/30/02) 21712002
50, Q
UTM Coordinates Relative to Smurfit-Stone Mill Emissions Emissions Included
Facility ID North East X Y Distance Direction Rate® Threshold Modeling
Number  Facility (km) {km) (km) (km} (km) (deg.) (TPY) Distance x 20 Analysis?
0730065 National Linen Service 3368.3 759.0 126.2 332 130.5 75 23 26099 No
0730009 Phystcal Plant 3368.9 760.5 1277 338 132.1 75 31 2641.9 No
7770064  Woodville Plant 3361.6 762.8 130.0 26.5 132.7 78 21 2653.5 No
1290003  Primex Technologies, Ordance & Tactical 334201 767.6 134.8 7.0 135.0 87 245 2699.6 No
1290005  St. Marks Terminal 3338.4 769.3 136.5 33 136.5 89 66 2730.8 No
1290001 City of Tallahkassee S.0.Purdom Plant 3340.0 769.5 136.7 4.9 1368 838 5414 27357 Yes*
0730034 Mitchell Brothers Inc. ana 766.2 1334 37.0 1384 74 86 2768.7 No
1130015 DBA Santa Rosa Asphalt & Materials Inc. 3384.0 493.8 -139.0 489 147.4 289 14 2947.0 No
7774806 Milton Plant 3385.1 493.7 -139.1 50.0 147.8 290 36 2956.8 No
1130037 Florida Gas Transmission Station 12 34196 510.8 -122.0 g4.5 148.4 305 4 2968.1 No
1130003  Sterling Fibers, Inc. 3380.2 4892 -143.6 45.1 150.5 287 1 3010.3 No
1130004  Air Products and Chemicals Inc. 33834 487.0 -145.8 48.3 153.6 288 4 3071.8 No
0330132  Freeport-McMoran Sulphur, L.L.C. 3363.2 480.0 -152.8 28.1 1554 280 3 31072 No
0330060 Coastal Fuels Marketing, Inc. 3363.4 479.6 -153.2 283 155.8 280 47 31158 No
0330067 Main Street WWTP 3363.7 478.9 -153.9 28.6 156.6 281 15 31314 No
0330122 Hudsco, Inc. 3375.8 480.8 -152.0 40.7 157.4 285 50 3147.1 No
7775030 Compression Coat, Inc. 33634 476.1 -156.7 283 159.2 280 11 3185.0 No
0330045  Gulf Power Ca. (Crist Plant) 33814 478.3 -154.5 46.3 161.3 287 173,865 3226.1 No
1130014  Blackjack Creek 34127 488.8 -144.0 77.6 163.6 298 129 32716 No
0330040 Solutia Inc. 3385.0 476.0 -156.8 499 164.5 288 8,844 3290.7 No
7775008  Group III Asphalt, Inc. 33759 469.9 -162.9 40.8 167.9 284 49 3358.2 No
0330248  Specialty Minerals, Inc. 33746 469.6 -163.2 39.5 168.0 284 3 33590 No
1130043  Group III Asphalt, Inc. 33759 469.6 -163.2 40.8 168.2 284 30 3364.2 No
0330042 Pensacola Mill 3385.8 469.0 -163.8 50.7 171.5 287 4,433 3429.3 No
1130005 St Regis Treating Facility and Jay Gas Plant 34256 482.8 -150.0 90.5 1752 301 9,859 3503.7 No
7770068 Sunbelt Resources, Inc. 3374.1 452.0 -180.8 39.0 185.0 282 22 3699.0 No
* The SSCC Mill is located at UTM Coordinates: North 33351 km

East 6328 km

® Sources with emissions less than 1 TPY niot considered in screening analysis.

© Source included in AAQS if (20 * Distance) < Emission Rate up to 100 km away from SSCC Mill.

4 Source included in the air modeling analysis because it is a PSD source.

© Source included for PSD Class I analysis only, because of its proximity to PSD Class I areas.

! Distance from SSCC Mill to Arizona Chemical Company obained from Arizona Chemical Co. plot plan.

Golder Associates
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Table 4-3. Summary of Background SO Sources Included in the Air Modeling Analysis  (Revised 01/30/02) 21772002

Stack Parameters

Facility ID ISC-PRIME Height Diameter Temper. Velocity Emission Rate PSD Source? Modeled in
Number Facility Units 1D Name (m) (m) {K} (m/s) {g/s) (EXP/CON) AAQS Class [I Class |
0050001 Arizona Chemical Company
Boiler #1 ARIZCHMI 30.5 1.22 5109 2275 17.64 Yes No No
Boiler #2 ARIZCHM2 30.5 1.22 466.5 17.64 17.64 Yes No No

0050014  Gulf Power
Lansing Smith Units ! and 2 GULFPWI12 60.7 5.49 4410 31.30 3258.20 Yes No No
Peaking Turbines GULFPWPK 10.1 4.18 922.0 316.90 34.50 Yes No No

0050031 Bay County Energy Systems
Boilers No. 1 and 2 BAYENRGY 381 1.37 477.6 17.50 9.02 CON Yes Yes Yes

0450005 Florida Coast Paper

Kiln #1 338 1.22 352.6 20.78 0.30
Kiln #2 338 [.22 3526 19.85 0.30
Kiln #3 335 1.22 3526 18.31 0.30
Smelt Dissolving Tank No. § 18.1 1.07 360.4 Al 0.44
Smelt Dissolving Tank No. 6 381 1.07 3554 771 0.44
Smelt Dissolving Tank No. 7 30.5 2.38 367.6 225 1.32 )
FCPLKSDT 0.5 2.38 367.6 2.25 310 Yes No No
Recovery Boiler #5 381 2.36 460.9 14.81 ) 3229
Recovery Boiler #6 38.1 256 3943 2.94 32.26
RecoveryBoiler#7  ___ 6L0 533 49% 910 A6
PCPRB567 38.1 256 3943 9.10 86.61 Yes No No
Power Boiler #9 FCPPBY 51.8 4.27 343.] 10.33 76.23 CON Yes Yes Yes

0770010 Georgia Pacific Corporation {Hosford)

Dryers 1 & 2 GPHOSI 39.6 259 3993 15.31 085 CON No Yes Yes
Panel Press GPHOS2 30.5 218 3409 18.46 0.001 CON No Yes Yes
Thermal Qil System GPHOS1¢ 42.0 1.68 644.3 6.35 0.005 CON No Yes Yes

0630014 GuM Power Co.(Scholz Plant)
Units 1 & 2 (ESP) SCH12 45.7 4.k 438.7 12.19 91274 Yes No No

1290001 City of Tallahassee 8.0.Purdom Plant

Unit No. 2 TALPUR2 26.0 1.95 478.0 5.89 -39.88 EXP No No Yes
Unit No. 3 TALPUR] 26.0 1.95 478.0 5.89 -39.88 EXP No No Yes
Unit No. 4 TALPUR4 206.0 1.95 478.0 5.89 -39.88 EXP No No Yes
Unit No. § TALPURS 38.1 3.96 447.0 7.23 -104.04 EXP No Neo Yes
Unit No. 6 TALPURG 38.1 3.96 447.0 723 -104.04 EXP No No Yes
Unit No. 7 TALPUR7Y 54.9 2.74 422.0 14.44 -68.92 EXP No No Yes
Unit No. 8 TALPURS 61.0 5.00 353.0 15.38 7.82 CON No No Yes
Gas Turbines TALPURGT 11.6 3.05 744.0 25.56 -10.29 EXFP Ne No Yes

0730003  City of Tallahassee A.B.Hopkins Plant
Unit No. | TALHOPI 61.0 335 400.0 211 -227.59 EXP No No Yes
Unit No. 2 TALHOP2 76,2 4.27 3330 22.60 410.76 ' CON No No Yes
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2/18/02
Table 44, Summary of PM Facilities Considered for Inclusion in the AAQS and PSD Class 1 and Class 11 Modeling Analyses (Revived (1/30/02) .
PM Q
UTM Coordinates __Relative Location® Emissions Emissions Included in
Plant Fagility North East X Y Distance Direction Rate” Threshold Modeling
13] Name (km) (km) (km) (km) (km) (deg.) {TPY) Distance x 20 Analysis?
0050001 Arizona Chemical Company 33135.4 633.1 0.08 0.07 o1 ! 49 219 PA | Yes
0050005  Florida Asphalt Paving Company 33383 631.4 -l.4 32 5 f 336 29 69.9 No
0050051 Humane Soceity of Bay County 33388 630.7 -2.1 37 43 330 3 85.1 No
0050062  Granger Asphalt Paving, Inc. 33403 628.1 4.7 5.2 7.0 318 15 140.0 No
(050024  Tyndall Air Force Base : 3326.8 635.6 2.8 -8.3 8.8 161 1 175.2 No
00350033 Triangle Contruction Road Building, Inc. 3347.0 5358.8 6.0 11.9 13.3 27 12 266.5 No
0850014  Guif Power (L.S. Plant) 33491 625.2 -7.6 14.0 159 332 1,836 318.6 Yes
0050031  Bay County Energy Systems Inc. 3348.9 644.0 11.2 13.8 17.8 39 59 355.5 Yes'
0050028 West Bay Sawmill 3355.2 608.8 -24.0 20.1 313 310 37 625.6 No
7770034 Drum Mix Asphalt Plant #6 3362.8 648.8 16.0 27.7 320 30 12 639.3 No
0450008 Eagle Recycling Inc, 33339 669.1 36.3 -1.2 364 92 17 7272 No
0450001  Premier Refractories Inc. 3302.8 664.7 39 2323 45.4 135 219 907.9 No
0450002 Syivachem Corporation 3259.6 661.9 29.1 2355 459 141 16 917.] No
0450005 Florida Coast Paper Company, L.L.C. 3299.0 662.8 30.0 -36.1 46.9 140 1,831 938.8 Yes
0770007  North Florida Lumber 3158.9 689.5 56.7 238 61.5 67 67 12304 No
1330035  Trawick Pit 33975 633.9 I.1 62.4 62.4 1 13 1247.6 " No
1310253 Medusa - Citadel Inc. . 3373.2 581.1 -51.7 38.1 64.2 306 32 12847 No
1310008 Freeport Batch Plant 3360.3 573.1 -59.7 25.2 64.8 293 9 12960.0 Na
1330002 Florida Asphalt Paving Company 3399.8 624.4 -8.4 64.7 65.2 353 44 13049 No
063003 White Construction Company 3403.5 654.2 214 68.4 o3 17 3t 1433.4 Na
1310013 Alabama Electric Cooperative 33835 5751 -57.7 43.4 75.3 310 2 1506.2 No
0630040  Golden Peanut Company 34077 655.1 223 72.6 75.9 17 tl 1519.0 No
1775064 Anderson Columbia 3401.2 6721 393 06,1 760.9 31 8 1538.0 Na
0630052 Concrete Plant #2 3401.3 6723 38.5 66.2 7.1 31 42 1541.0 No
1310019 Defuniak Drum Mix Asphalt Plant 33993 590.1 42,7 64.2 77.1 326 87 15421 No
0630002 Baxter Asphalt & Concrete 3406.9 666.7 339 71.8 79.4 25 43 1588.0 No
0770009  Timber Energy Resources 33581 709.4 76.6 23.0 80.0 73 48 1599.6 No
0630035  Anderson Columbia Company, Inc. Plant #2 3404.5 677.0 44.2 69.4 823 32 40 1645.6 No
0630028  Marianna Sawmill 3400.1 683.3 50.5 65.0 823 38 2 1646.2 No
7775017 Defuniak Drum Mix Asphalt Plant 3400.5 579.5 -53.3 65.4 84.4 321 56 1687.4 No
0370008  Franklin County Board of Commissicners 3297.1 708.6 75.8 -18.0 84.8 H7 77 1696.5 No
7770049 Jones Pit Facility 34172 657.8 250 B2.1 85.8 17 4 1716.4 No
7770021 #12 Asphalt Plant 3400.7 5771.2 -55.6 65.6 26.0 320 34 1719.8 No
77175029 Rock Crusher 34187 656.1 233 836 86.8 16 12 1736.6 No
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2/18:02
Table 4-4. Summary of PM Facilities Considered for Inclusion in the AAQS and PSD Class [ and Class II Modeling Analyses (Revised 01/30/02} )
PM Q
UTM Coordinates Relative Location” Emissions Emissions Included in
Plamt Facility North East X Y Distance Direction Rate’ Threshold Modeling
1D Name (km) (km) (km) (km) {km) (deg.) (TPY) Distance x 20 Analysis?*
0770010 Georgia Pacific Corporation - Hosford 3369.5 7135 80.7 344 87.7 67 293 1754.5 Yes®
0910025 Florida Mining & Materials 33643 548.5 -84.3 29.2 89.2 289 3 1784.3 No
0630015  Golden Peanut Company 34252 642.1 9.3 90.1 90.6 6 1 1811.6 No
0630023  Southem States Cooperative, Inc. 34249 651.5 18.7 89.8 91.7 12 17 1834.3 No
0630041  Golden Peanut Company 34169 675.2 42.4 8.8 92.1 27 40 1842.7 No
0630014 Gulf Power (Scholz Plant) 33958 702.4 69.6 60.7 92.4 49 514 1847.0 No
0390034  Chattahoochee Sand & Gravel 33981 703.1 70.3 63.0 944 48 3 1887.5 No
0210031  Eglin Air Force Base 3369.6 542.6 -90.2 34.5 96.6 291 17 1931.5 No
0390004  Florida State Hospital - Chattahoochee 3399.2 707.6 74.8 64.1 98.5 49 154 1970.2 No
77174802  Shalimar Batch Plant 3370.6 540.6 92.2 355 98.8 291 53 1976.0 No
7770142 Chadbourne Plant 106 _ 3402.2 _ 559.1 -73.7 _ _(1'7_.1_ 997 —_ 3_]2_ _ 6 _I‘)_‘)J 1 No .
T 0390032 C.W. Roberis Comracting Inc. T T T TR 13es 937 363 1005 B 2T T T oy T T T T T Re
0910027  Florida Mining & Materials 33685 536.0 -96.8 334 102.4 289 1 2048.0 No
0910061  Cox Building Corporation 3365.4 532.8 -100.0 30.3 104.5 287 33 2090.4 Nao
0910063  Marble Works 3364.3 532.0 -100.8 29.2 104.9 286 2 2098.8 No
0910064  Hurlburt Field 3364.7 529.7 -103.1 29.6 1073 286 3 21454 No
0390025 Florida Rock Industries, Inc. 31854 728.4 95.6 50.3 108.0 62 28 ~2160.5 No
0390026  Florida Rock Industries, Inc. 3385.4 728.4 935.6 50.3 108.0 62 14 2160.5 No
0390030  Harborlite Corporation 3385.2 729.8 97.0 50.1 109.2 63 . 6 2183.5 No
0390007  Pat Higdon Industries 3386.5 729.9 97.1 51.4 109.9 62 5 21973 No
0390033  Sasser Morgan-McClellan Funeral Home 33861 732.6 9%.8 51.0 112.1 63 2 22415 No
0390005  Engethard Corperation 33875 732.6 99.8 524 112.7 62 300 2254.4 No
0910042 Funeral Services Acquisition Group 3403.6 541.7 911 68.5 114.0 307 5 2279.6 No
0910033 Fleming Lumber Co. 34025 5347 98.1 67.4 119.0 304 2 2380.5 No
0730003  City of Tallahsssee - Hopkins 33717 749.5 116.7 36.6 122.3 73 788 2446.7 Yes©
7770014 Peavy and Son Construction Company 33952 742.4 109.6 60.1 125.0 61 22 24999 No
7770100  C.W. Roberts Contracting Inc, 3370.8 752.7 119.9 35.7 [25.% 73 9 T 25020 No
0730068  Fairchild Cremation Services, Inc. 3373.5 754.2 1214 384 127.3 72 2 2546.6 No
0390009  Havana Mills 3394.3 747.1 114.3 59.2 128.7 63 146 25744 No
0730065  National Linen Service 3368.3 759.0 126.2 332 130.5 75 2 2609.9 No
0730009  Physical Plant 3368.9 760.5 127.7 33.8 132.1 75 46 2641.9 No
7770064  Woodville Plant 33616 762.8 130.0 26.5 1327 78 31 2653.5 Neo
1290005 St Marks Terminal 3338.4 769.3 136.5 33 136.5 89 6 2730.8 No
1290001  City of Tallahassee S.0.Purdom Plant 33400 769.5 136.7 4.9 136.8 88 463 27357 Yes'
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Table 4-4. Summary of PM Facilities Considered for Inclusion in the AAQS and PSD Class | and Class 11 Modeling Analyses (Revised 01/30/02)
PM Q

UTM Coordinates Relative Location” Emissions Emissions Included in

Plant Facility North East X Y Distance Direction Rate” Threshold Modeling

1D Name (km) (km) (km) (km) (km) {deg.) (TPY) Distance x 20 Analysis?
0730034  Mitchell Brothers Inc. 3372.1 766.2 1334 37.0 138.4 74 3 2768.7 No
7770147  Anderson Columbia Inc, #5 33889 502.0 ~-130.8 53.8 141.4 292 8 2828.9 No
1130031 The Quikrete Companies 33835 4971 -135.7 48.4 144.§ 290 30 ) 2881.5 No
1130017  Santa Rosa Concrete Co, 3386.5 496.8 -136.0 514 145.3 291 2 2906.9 No
1130172 Santa Rosa County Board of Commissioners 33827 464.3 -138.5 47.6 146.5 289 5 2029.0 Ne
7770024 Joseph Concrete Company 33879 496,1 -136.7 52.8 146.5 291 6 2930.9 No
7775043 Shear Concrete Preducts Inc. 33837 4943 -138.5 48.6 146.8 289 5 2035.8 No
1130015 DBA Santa Rosa Asphalt & Materials Inc. 33840 4918 -139.0 48.9 147.4 289 2 2947.0 No
7774806 Milton Plant 3385.1 493.7 -139.1 50.0 147.8 290 10 2956.8 No
1130033 Santa Rosa County Board of Commissioners 33847 493.1 -139.7 49.6 148.2 290 6l 2964.9 No
1130039 Milton Concrete Block Plant 3382.2 4922 -140.6 47.1 148.3 289 14 2965.6 No
1130022 Naval Air Station Whiting Field 3398.2 497.8 -135.0 63.1 149.0 295 2 2980.4 No
1130003 Sterling Fibers, Inc. 3380.2 489.2 -143.6 45.1 150.5 287 269 30103 No
1130004  Air Products and Chemicals Inc. 33834 487.0 -145.8 48.3 153.6 288 183 3071.8 No
7770058 NWF Contractors, Inc, 33710.3 482.6 -150.2 35.2 154.3 283 18 3085.9 No
0330119 Pensacola Plant 33756 4839 -148.9 40.5 154.3 285 19 3086.2 . No
1130173 Cogeneration Plant (Pea Ridge Plant) 33816 485.6 -147.2 46.5 154.3 288 5 3086.6 No
0330132 Freeport McMorran Sulphur, Inc. 33632 480.0 -152.8 28.1 155.4 280 16 3107.2 No
0330060 Coastal Fuels Marketing Inc. . 33634 479.6 -153.2 283 155.8 280 1 31158 No
0330067  Main Street WWTP 3363.7 478.9 -153.9 28.6 156.6 281 20 31314 Na
0330043  Reichhold, Inc. 33648 478.6 -154.2 297 157.0 281 | 3140.7 No
0330041 Sacred Heart Hospital 33720 480.0 -152.8 369 157.2 284 4 31435 No
0330122 Hudsco, Inc. 33758 480.8 -152.0 40.7 157.4 285 4 1147.1 Nu
0330126 Arizona Chemicals 33639 476.6 -156.2 28.8 158.8 280 4 31767 No
0330114 Pensacola Christian College Inc. 33710 477.8 -155.0 359 159.1 283 1 3182.7 No
7775030 Compression Coat, Inc. 33634 476.1 -156.7 283 159.2 280 5 31850 No
0330006  Armstrong World Industries 3363.5 4758 -156.9 284 159.4 280 539 3189.0 No
0330121 Autoshred Recycling, L.L.C. 33634 475.8 -157.0 28.3 159.5 280 9 3190.6 No
0330129 Enviro-Mates, Inc. 3363.0 474.6 -158.2 279 160.6 280 66 32119 Na
0330080  GS1Recycling, Inc. 3366.5 475.0 -157.8 3.4 160.9 281 3 32179 No
0330045  Gulf Power Co. (Crist Plant) 3381.4 478.3 -154.5 46.3 l61.3 287 3,524 3226.1 No
0330091  Southeastern Crematory 3364.2 473.5 -159.3 29.1 161.9 280 2 32387 No
0330123  MAACO Auto Painting & Body Works 33732 4752 -157.6 38.1 162.1 284 | 32428 No
0330082  Naval Air Station Pensacola 33583 472.3 -160.5 23.2 162.2 278 2 32434 No
0330112  Chadbourne Asphalt Plant 105 3361.1 47127 -160.1 26.0 162.2 L2719 27 32439 No
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Table 4-4. Summary of PM Facilities Considered for Inclusion in the AAQS and PSD Class [ and Class I Modeling Analyses (Revised 01/30/02)
PM Q

UTM Coordinates Relative Location® Emissions Emissions Included in

Plant Facility North East X Y Distance Direction Rate” Threshold Modeling

ID Name (km) (km) (km) (km) {km) {deg.) {TPY) Distance x 20 Anatysis?*
0330097  Navy Public Works Center 3363.8 4722 -160.6 28.7 163.1 280 3 32629 No
0330086 Naval Hospital 3362.3 471.2 -161.6 272 163.9 280 8 32775 No
0330133 Advanced Elastomer Systems, L.P. 31384.6 476.5 C-156.3 49.5 164.0 288 5 3279.0 No
0330118 Harris Concrete and Patio Center . 33625 470.7 -162.1 274 164.4 280 5 3288.7 No
0330040 Solutia Inc. 33850 476.0 -156.8 46,9 164.5 288 611t 3290.7 No
7775008  Group 11l Asphalt, Inc. 31759 469.9 -162.9 40.8 167.9 284 16 3358.2 No
0330248 Specialty Minerals, Inc. 346 469.6 -163.2 39.5 168.0 284 8 33590 No
1130043 Group 111 Asphalt, Inc. 33759 469.6 -163.2 40.8 168.2 284 2 3364.2 No
0330096  Navy Public Works Center 3370.0 467.0 -165.8 349 169.4 282 6 33887 No
7775074 Panhandle Land and Timber 1386.4 4704 -162.4 51.3 170.3 288 8 3406.9 No
0330042  Pensacola Mill 33858 469.0 -163.8 50.7 1715 287 1,848 3429.3 No
7775073 400 TPH Asphalt Plant 3390.9 469.8 -163.1 55.8 172.3 289 2] 3446.4 No
1130027  Burkhead Gin 34258 485.3 -147.5 90.7 173.2 302 73 3463.1 No
1130026 Golden Gin & Warehouse 3426.1 484.3 -148.0 91.0 173.7 302 59 34748 No
7770068  Sunbelt Resources, Inc. 33741 452.0 -180.8 .0 185.0 282 9 3690.0 No
0330024 Chadboumne Asphalt Plant 104 34146 454.5 -178.3 79.5 1952 294 31 3904.4 No
0330136 West Florida Cotton Gin 34279 4534 -179.4 928 202.0 297 78 4040.2 No

* The SSCC Mill is located at UTM Coordinates: North 3335.1 km
East 632.8 km

® Sources with emissions less than 1 TPY not considered in screening analysis.

“ Source included in AAQS if (20 * Distance} < Emission Rate up to [00 km away from SSCC Mill.

¢ Saurce included in the air modeling analysis because it is a PSD source.

© Source included for PSD Class [ analysis only, because of its proximity to PSD Class | areas,

" Distance from SSCC Mill to Arizona Chemical Company obained from Arizona Chemicat Co. plot plan.
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Table 3.5b. Summar. of Rackeround PAl Volume Sources Included in the Air Modeling Analisis

9937519409 Tables
Tables 4.2 thru 4-11.x1 45 A%b

202

Stack Pammeters

Release Lanial Lateral Ininal Verical
Facilis 1D [SC-PRIME Height Dimension Dumension Emission Rate PSD Source? Modeled sn
Number Fazihty Unars T Name {m) (m) Im s} ies) (EXP CON) AAQS Class Il Class §
0770010 Grergaa Pacific Corporatuon ( Hos ford}
Bark Pile GPHOS13 23 709 106 1.85E02 CON No Yeu Yes
Barl, Hog GPHOS14 hX] 08 042 1.39E03 CON No Yey Yes
Transier Points 1,23 GPHOS1S 49 o 3ed) 021 6.80E-D& CoN Ne Yey Yes
Transler Potnts 4.5.8,7 GPHOS18 76 a2 021 2.77E05 coN No Yey Yee
Road Segments GPHOS1? 37 1834 170 1.2CE-01 CON No Yes Yes
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SEITH1AA 0T Tables
Tables 4 2 thou 4-11.xls4-3 ALE
EREY M

Tahte 4-5a. Summan of Background PM Powt Sources Included i the A Modehing Analysis (Reveeed 0730024

Stack Panmeicrs

Facility [D ISC-PRIME Hewghe Drarmener Temper. Velocuy Ermission Rate P50 Source? Modeled in
Number Facilin Umiz 10 Name (m) im} (K) im's (g3) {EXP CON) AAQS Class II Clas |
H PO30001 Arzona Chemical Company
Boler ¥1 ARIZCHM) 305 L1 5109 3273 2% Yes No Na
Botler #2 ARIZCHM? 325 122 466.5 17.64 220 Yes No Na
0050014 Gulf Powet
. Lansing Smuth Unats | and 2 GULFPWI2 0.7 549 1.0 1130 4801 Yes No Na
! Peaking Turbines GULFPWPK 1.1 41 9220 1690 416 Ye No No
050031 Bay Cotnty Energy Systems.
B Boulers No. | and 2 BAYENRGY 381 137 16 1730 1.7 CON Yes Yes Y
50005 Flonida Coast Paper
- Kiln #1 138 122 1526 2078 130
Kiln #2 318 122 3526 1985 (1]
Kiln #3 s L2 524 [LR3) L0
Slaket A 12.2 076 1554 323
1 Slaker B 122 076 1554 31
: Smeh Dissolving Tank No. 5 381 107 3604 [}
: Smel: Dissolving Tank No. 6 381 107 1554 &7l
Smelt Dissebving Tank We.? 0 . . ... W8 1MW we o 2al R . el
"_ FCPLKSDT 05 138 3676 1429 T T Ya Ho Ho
: ) Becovery Hoiler 85 81 256 460.9 1481 47
Recovery Boiler #6 384 256 3943 294 412
": RecoveryBoiler¥r ... __.._.______ &0 53 ___ 49F .19 PR L e e et e e
: PCPRESST 181 256 343 510 2864 Yes Na Ne
Power Boiler #9 FCPPB$ 518 4231 331 1233 1Ll CON Yer Yes Yes
. ¢i70010 Grorgia Pacific Corporatian {Hosford)
-3 Dryers | &2 GPHOSL 9.6 5% 3993 1531 LRI CON No Yex Yes
Fanel Press GPHOS? 30.5 21 3409 1846 036 CON No Yes Yet
Sercen Fines GPHOS3 403 o7 2943 15571 0.26 CON Ko Yes Yes
Saw Tnm GPHOSS 30.5 12 943 1504 017 CON Ne Yes Yo
Mat Reyect GPHOSS 36.6 122 43 18.98 0.25 CON No Yes Yeu
Specialty Saw GPHOS® 274 £02 2943 15.08 0.7 CON No Yes Yey
-t Fucl System Baghtuse GPHOS? 228 025 M43 (] 0.04 CON No Yes Yeu
: Forming Buns Baghouse GPHOSS e 076 %43 2251 0.24 CcoN No Yes Yeu
. . Hamnmermi!l Baghause GPHOSY 402 076 2943 1522 026 coN No Yes Yeu
Thermal Qi System GPHOS !0 20 168 6443 635 ool CON No Yes Yer
1 Debarkers 1,2,3 GPHOSI1 85 0.001 o0 ool 009 CoN No Yes Yes
. Paint Spray Bocths 1,2,3 GPHOS 12 181 0.22 2943 L] 001 CON No Yes Yer
1230001 City of Tallahassee 5.0.Purdomn Plant
. Unit Na. 2 TALPURZ 26.0 1.9 478.0 589 -181 EXP No No Yeu
. Unit Na.3 TALPUR3Y 26.0 195 4780 589 181 EXP No No Yes
B Unit No, 4 TALPUR4 26.0 195 4780 589 181 EXP No No Yes
Unit No. § TALPURS 381 396 4410 7233 473 EXP No Na Yes
Unit Ne. 6 TALPURS 381 396 4470 13 -4.73 EXP No Na Yex
Unrt No. § TALPURE 510 5.00 3530 1538 214 CON No No Yex
Gas Turbines TALPURGT 1.6 3.05 440 25.56 0ol CON No Mo Yes
. Cooling Tower TALFURCT 134 10.1 3050 .09 030 CON No Na Yes
0730003 City of Taltzhassee A B Hopkins Plant
Unit No. 2 . TALHOP2 162 427 5330 2260 2932 CON Ko No s
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Table 4-6. Summary of NO, Facilities Considered for Inclusion in the AAQS and PSD Class I and Class Il Modeling Analyses {Revised 01/30/02) 2/17/2002
NOx Q
UTM Coordinates Relative Location® Emissions Emissions Included in ;
Plant Facility North East X Y Distance Direction Rate” Threshold Modeling
D Name (km) {km) (km) (km) (km) (deg.) (TPY) Distance x 20 Analysis?”
0050001 Arizona Chemical Company 33354 633.1 0.08 0.07 0.1 ' 49 460 2.1 Yes
0050045 Citgo Petroleum Corporation 33352 630.5 23 0.1 23 f 273 3 - 459 No
0050024 Tyndall Air Force Base 3326.8 635.6 28 -8.3 88 161 19 175.2 No
0050008 Gulf Asphalt Corporation 33437 634.9 21 8.6 89 14 13 177.1 No
0050014 Gulf Power (L.S. Plant) 3349.1 625.2 -7.6 14.0 15.9 332 6,920 318.6 Yes
0050031 Bay County Energy Systems Inc. 3348.9 644.0 11.2 13.8 17.8 39 236 355.5 Yes®
7770034 Drum Mix Asphalt Plant #6 3362.8 648.8 16.0 27.7 32.0 30 9 6393 No
0450008 Eagle Recycling Inc. 3333.9 669.1 363 -1.2 364 92 3 727.2 No
0450001 Premier Refractories Inc. 3302.8 664.7 31.9 -32.3 45.4 135 20 907.9 No
0450002 Sylvachem Corporation 3299.6 661.9 29.1 -35.5 45.9 141 93 917.1 No
0450005 Florida Coast Paper Company, L.L.C. 3299.0 662.8 30.0 -36.1 46.9 140 2,839 938.8 Yes
0770007 North Florida Lumber 33589 689.5 56.7 238 61.5 67 29 1230.4 No
1330035 Trawick Pit 3397.5 633.9 1.1 62.4 62.4 1 25 1247.6 No
1330005 Florida Gas Transmission Station 13 33942 610.6 =222 59.1 63.1 339 93 1262.6 No
1310008 Freeport Batch Plant 33603 5731 -59.7 25.2 64.8 293 28 1296.0 No
0630031 White Construction Company 3403.5 654.2 214 68.4 71.7 17 g 1433.4 No
1310013 Alabama Electric Cooperative 33835 575.1 -57.7 48.4 753 310 28 7 1506.2 No
1310019 Defuniak Drum Mix Asphalt Plant 33993 590.1 -42.7 64.2 77.1 326 s [542.1 No
0770009 Timber Energy Resources 33581 709.4 76.6 230 80.0 73 140 1599.6 No
0630035 Anderson Columbia Company, Inc. Plant #2 3404.5 677.0 442 69.4 82.3 32 6 1645.6 No
7775017 Defuniak Drum Mix Asphalt Plant 3400.5 579.5 -53.3 65.4 84.4 321 25 [687.4 No
7770049 Jones Pit Facility 3417.2 657.8 25.0 82.1 85.8 17 29 1716.4 No
7770021 #12 Asphalt Plant 3400.7 577.2 -55.6 65.6 86.0 320 04 1719.8 No
0770010 Georgia Pacific Corporation - Hosford 3369.5 713.5 80.7 34.4 87.7 67 336 1754.5 Yes'
0630045 Springhill Regional Landfill 3423.1 650.5 17.7 88.0 29.7 11 6 1794.9 No
0630014 Gulf Power (Scholz Plant) 3395.8 T02.4 69.6 60.7 92.4 49 4,099 1847.0 Yes
0630044 Apalachee Correctional Institution 33993 703.0 70.2 64.2 95.2 48 3 1903.5 No
0910031 Eglin Air Force Base 336596 542.6 -90.2 345 96.6 291 18 1931.5 No
0390029 Florida Gas Transmission Station 14 3377.4 719.9 87.1 423 96.8 64 46 1936.6 No
0390004 Florida State Hospital - Chattahoochee 3399.2 707.6 74.8 64.1 98.5 49 132 1970.2 No
. 1770_L42 Chadbourne Plant 106 _ 34022 559.1 -13.7 67.1 99.7 31z 6 1993.1 No
0390032 C.W. Roberts Contracting Inc. 35704 7365 937 363 1005 e T T TN T o Ne
' 0910064 Hurlburt Field 3364.7 529.7 -103.1 29.6 107.3 . 286 79 21454 No
0390005 Engelhard Corporation 33875 732.6 99.8 524 112.7 62 18 2254.4 No
0910033 Fleming Lumber Co. 3402.5 534.7 -08.1 67.4 ] 119.0 304 9 2380.5 No
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Table 4-6. Summary of NO, Facilities Considered for Inclusion in the AAQS and PSD Class I and Class If Modeling Analyses {Revised 01/30/02) 2117/2002
NOx Q
UTM Coordinates Relative Location Emissions Emissions included in !
Ptant Facility North East X Y Distance Direction Rate® Threshold Modeling
ID Name (km} {(km) (km} (km) (km) (deg.) (TPY) Distance x 20 Analysis?
0730003 City of Tallahassee - Hopkins nnag 749.5 116.7 36.6 122.3 73 5,384 2446.7 Na
7770014 Peavy and Son Construction Company 33952 7424 109.6 60.1 125.0 61 25 24999 No
0390009 Havana Mills 33943 747.1 114.3 592 128.7 63 34 2574.4 No
0730065 National Linen Service 3368.3 759.0 126.2 332 130.5 75 5 2609.9 No
0730009 Physical Plant 3368.9 760.5 127.7 338 132.1 75 98 2641.9 No
0730062 Department of Management Services 33702 760.9 128.1 35.1 132.8 75 3 2656.4 No
1290005 St. Marks Terminal 33384 769.3 136.5 33 136.5 89 18 2730.8 No
1290001 City of Tallahassee $.0.Purdom Plant 3340.0 769.5 136.7 4.9 136.8 88 465 2735.7 Yes'
0730034 Mitchell Brothers Inc. 33721 766.2 133.4 37.0 138.4 74 23 2768.7 No
7770147 Anderson Columbia Inc, #5 3388.9 502.0 -130.8 53.8 141.4 292 44 2828.9 No
1130031 The Quikrete Companies 33835 497.1 -135.7 48.4 144.1 290 2 2881.5 No
1130015 DBA Santa Rosa Asphalt & Materials Inc. 3384.0 493.8 -139.0 48.9 147.4 289 3 2947.0 No
7774806 Milton Plant 3385.1 493.7 -139.1 50.0 147.8 290 6! 2956.8 No
1130037 Florida Gas Transmission Station 12 3419.6 510.8 -122.0 84.5 148.4 305 77 2968.1 No
1130032 McLellan Field 342738 515.2 -117.6 927 149.7 308 44 29949 No
1130003 Sterling Fibers, Inc. 3380.2 489.2 -143.6 45.1 150.5 287 615 30103 No
1130004 Air Products and Chemicals Inc. 33834 487.0 -145.8 48.3 153.6 288 2,944 3071.8 No
1130173 Cogeneration Plant (Pea Ridge Plant) 3381.6 485.06 -147.2 46.5 154.3 288 50 3086.6 No
0330060 Coastal Fuels Marketing Inc. 33634 479.6 -153.2 283 155.8 280 13 31158 No
0330067 Main Street WWTP 3363.7 478.9 -153.9 28.6 156.6 281 72 31314 No
0330139 Transmontaigne Terminaling Inc, 33614 4784 -154.4 28.3 157.0 280 G 31399 No
0330043 Reichhold, Inc. 3364.8 478.6 -154.2 29.7 157.0 281 42 3140.7 No
0330041 Sacred Heart Hospital 33720 480.0 -152.8 369 157.2 284 35 31435 No
0330122 Hudsco, Inc. 33758 4808 -152.0 40.7 157.4 285 50 31471 No
0330114 Pensacola Christian College Inc. 3310 4778 -155.0 359 159.1 283 444 3182.7 No
0330006 Armstrong World Industries 3363.5 4759 -156.9 284 159.4 280 5 3189.0 No
0330045 Gulf Power Co. (Crist Plant) 33814 478.3 -154.5 46.3 161.3 287 40,807 3226.1 No
0330082 Naval Air Station Pensacola 33583 472.3 -160.5 2312 162.2 278 23 32434 No
0330097 Navy Public Works Center 3363.8 4722 -160.6 287 163.1 280 55 32629 No
0330086 Naval Hospital 33623 4712 -161.6 272 163.9 280 50 32775 No
0330040 Solutia Inc. 3385.0 476.0 -156.8 499 164.5 288 2,752 3290.7 No
0330089 Puritan - Bennet Corporation 3384.6 4758 -157.0 49.5 164.6 287 3 32924 No
7775008 Group III Asphalt, Inc. 33759 469.9 -162.9 408 167.9 284 25 33582 No
0330248 Specialty Minerals, Inc. 33746 469.6 -163.2 395 168.0 T 284 130 3359.0 No

1130043 Group IIT Asphalt, Inc. 33759 469.6 -163.2 40.8 168.2 284 4 33642 No
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993751 8A\0NTables

Tables 4-2 thru 4-11-6
Table 4-6. Summary of NO, Facilities Considered for Inclusion in the AAQS and PSD Class I and Class I Modeling Analyses

(Revised 01/30/02) 2/17/2002
NOx Q
UTM Coordinates Relative Location® Emissions Emissions Included in !

Plant Facility North East X Y Distance Direction Rate” Threshold Modeling

1D Name (km) (km) {km) (km) (km) (deg.) (TPY} Distance x 20 Analysis?®
0330096 Navy Public Works Center 33700 467.0 -165.8 349 169.4 282 84 3388.7 No
0330042 Pensacola Mill 33858 469.0 -163.8 50.7 171.5 287 5,875 34293 No
1130026 Golden Gin & Warehouse 3426.1 484.8 -148.0 980 1737 302 2 3474.8 No
1130005 St Regis Treating Facility and Jay Gas Plant 3425.6 4828 -150.0 90.5 175.2 301 75 3503.7 No
7770068 Sunbelt Resources, Inc. 33741 452.0 -180.8 390.0 185.0 282 14 3699.0 No

* The SSCC Mill is located at UTM Coordinates: North 33351 km

East 6328 km
® Sources with emissions less than 1 TPY not considered in screening analysis.

© Source included in AAQS if (20 * Distance) < Emission Rate up to 100 km away from SSCC Mill.
4 Source included in the air modeling analysis because it is a PSD source.
¢ Source included for PSD Class I analysis only, because of its proximity to PSD Class 1 areas.

"Distance from SSCC Mill to Arizona Chemical Company obained from Arizona Chemical Co. plot plan.
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9937518A\09 Tables
Tables 4-1 thru 4-11.xl5\4-7
2/18/02

Table 4-7, Summary of Background NOy Sources Included in the Air Modeling Analysis {Revised 01/30/02)

Stack Parameters

Facility ID ISC-PRIME Height  Diameter Temper.  Velocity Emission Rate PSD Source? Modeled in i
Number Facility Units 1D Name {m) (m) {K) (m/s) {g/s) (EXP/CON) AAQS Class I Class !
0050001 Arizona Chemical Company )

Boiler #1 ARIZCHMI1 30.5 1.22 5109 235 6.62 Yes Mo No

Boiler #2 ARIZCHM2 30.5 1.22 466.5 17.64 6,62 Yes No No

0050014 Gulf Power (L.S. Plant) -
Lansing Smith Units 1 and 2 GULFPWI2 60.7 549 441.0 31,30 258.00 Yes No No
Peaking Turbines GULFPWPK 10, 4.18 922.0 16.90 47.67 Yes No No

0050031 Bay County Encrgy Systems
Beilers No. | and 2 BAYENRGY k1N 1.37 4716 17.50 6.78 CON Yes Yes Yes

0450005 Florida Coast Paper Company, LL.C,

Kiln #1 338 1.22 3526 20,78 7.76

Kiln #2 311.8 1.22 1526 19.85 1.76

Kiln #3 : WS A2 326 8336

FCPLKSDT 0.5 238 367.6 2.25 2328 Yes No No

Recovery Boiler #5 381 2.56 460.9 14.8) 34.03

Recovery Boiler #6 38.1 2.56 3943 2.94 16.80

RecoveyBoiler#? 6L 833 498__ 910 44 .

PCPRBSET 38.1 2.56 394.3 .10 55.23 Yes No Ne

Power Boiler #9 FCPPB9 51.8 427 343t 10.33 3334 Yes No No
0770010 Georgia Pacific Corporation {Hosford)

Dryers 1 & 2 GPHOSI 39.6 2.59 3993 1531 9.07 CON No Yes Yes

Panel Press GPHOS2 30.5 2.18 3409 18.46 1.35 CON No Yes Yes

Thermal Oil System GPHOSI0 42,0 1.68 644.3 6.35 0.76 CON No Yes Yes
0630014 Gulf Power Co, (Scholz Plant) #

Units 1 & 2 (ESP) SCHI2 45,7 4.11 438.7 12.19 117,91 Yes No No
1290001 City of Tallahassee 5.0.Purdom Plant

Linit No. § TALPURS 38.1 3.96 447.0 7.23 -0.52 EXP No No Yes

Unit Na. 6 TALPURG 381 396 447.0 723 -1.25 EXP No No Yes

Unit No. 7 TALPUR? 549 2,74 422.0 14.44 11.98 CON No No Yes

Auxiliary Boiler TALPURAUX 9.2 0.61 450.0 6.47 0.0675 CON No No Yes
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9937518A\ONTables
Tables 4-2 thru 4-1144-8
2N TI002
Table 4-8. Summary of CO Facilities Considered for Inclusion in the AAQS Modeling Analyses (Revised 01/10/02)
co Q
UTM Coordinates Relative Location" Emissions Emissions Included in
Plant Facility North East X Y Diistance Direction Rate” Threshold Modeling
ID Name {km) {km) {km} (km) (km) {deg ) (TPY) Distance x 20 Analysis?
0050001 Arizona Chemical Company 33354 633.1 0.08 0.07 0.1 ¢ 49 52 2.1 Yes
0050045 Citgo Petroleum Corporation 3335.2 630.5 223 0.1 23 19 273 9 45.9 No
0050024 Tyndall Air Force Base 33268 635.6 2.8 -8.3 8.8 161 4 175.2 No
0050008 Gulf Asphalt Corporation 33437 634.9 2.1 8.6 8.9 14 3 177.1 No
0050014 Gulf Power (LS. Plant) 3349.1 625.2 7.6 14.0 15.9 332 114 318.6 No
0050031 Bay County Energy Systems Inc. 3348.9 644.0 11.2 13.8 17.8 k) 813 3555 Yes
7770034 Drum Mix Asphalt Plant #6 33628 648.8 16.0 27.7 320 30 9 6393 No
0450002 Sylvachem Corporation 32996 661.9 29.1 -35.5 45.9 141 25 917.1 No
0450005 Florida Coast Paper Company, L.L.C. 3299.0 662.8 30.0 -36.1 46.9 140 2,563 938.8 Yes
0770007 North Florida Lumber 33589 689.5 56.7 2318 61.5 67 265 12304 No
1330035 Trawick Pit 33975 633.9 I.} 62.4 62.4 1 5 1247.6 No
1330005 Florida Gas Transmission Station 13 33942 610.6 -22.2 59.1 63.1 339 o7 1262.6 No
1310008 Freeport Batch Plant 33603 5731 -59.7 25.2 64.8 293 11 1296.0 No
0630031 White Construction Company 34035 654.2 21.4 68.4 71.7 17 8 1433.4 No
1310013 Alabama Electric Cooperative 33835 575.1 -57.7 484 75.3 310 2 1506.2 No
0770009 Timber Encrgy Resources 3358.1 7094 76.6 230 80.0 73 1,218 1599.0 No
0630035 Anderson Columbia Company, Inc. Plant #2 3404.5 671.0 442 69.4 82.3 32 ] 1645.6 No
7775017 Defuniak Drum Mix Asphalt Plant 3400.5 5795 -53.3 65.4 84.4 321 21 1687.4 No
7770049 Jones Pit Facility 34172 657.8 25.0 82.1 B5.8 17 [ 1716.4 No
7770021 #12 Asphalt Plant 3400.7 5172 -55.6 65.6 86.0 320 31 1719.8 No
0770010 Georgia Pacific Corporation - Hosford 3369.5 7135 80.7 344 817 67 20 1754.5 No
0630045 Springhill Regional Landfill 34231 650.5 12.7 88.0 89.7 11 67 1794.9 No
0630014 Gulf Power (Scholz Plant) 31958 702.4 69.6 60.7 92.4 49 26 1847.0 No
0910031 Eglin Air Force Base 3369.6 342.0 -90.2 345 96.0 291 5 1931.5 No
0390029 Florida Gas Transmission Station 14 33774 7199 87.1 423 90.8 04 49 1936.6 No
0390004 Florida State Hospital - Chattahoochee 3399.2 707.6 74.8 04.1 98.5 49 71 1970.2 No
_E'.’_QI_ﬂZ Chadboumne Plant 106 - 34022 559.1 -73.7 67.1 99.7 312 7 1993.1 _ No
0390032 C.W. Roberts Contracting Ine. TTRIa T T mes 937 363 1008 © 220097 No
0210033 Fleming Lumber Co. 3402.5 5347 -98.1 67.4 119.0 304 85 2380.5 No
0730003 City of Tallahassee - Hopkins 33717 749.5 116.7 36.6 122.3 73 170 24467 No
7770014 Peavy and Son Construction Company 3395.2 742.4 109.6 60t 125.0 6l 27 24999 Ne
0390009 Havana Mills 33943 747.1 114.3 59.2 128.7 63 90 25744 No
0730065 National Linen Service 3368.3 759.0 126.2 332 130.5 75 1 2609.9 No
0730009 Physical Plant 3368.9 760.5 127.7 338 132.1 75 67 2641.9 No
0730062 Department of Management Services 33702 760.9 128.1 351 132.8 75 4 2656.4 No
[290005 St. Marks Terminal 33184 769.3 136.5 33 136.5 89 2 27308 No
1290001 City of Tallahassee S.0.Purdom Plant 33400 769.5 136.7 49 136.8 88 509 27357 No
0730034 Mitchell Brothers Inc. 1372.1 766.2 1334 37.0 138.4 74 ' 15 2768.7 No
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9937518A09\Tables
Tables 4-2 thru 4-11'4-8
2112002
Table 4-8. Summary of CO Facilities Considered for Inclusion in the AAQS Modeling Analyses (Revised 01/30/02)
CcO Q
UTM Coordinates Relative Location” Emissions Emissions Included in
Plant Facility North East X Y Distance Direction Rate” Threshold Modeling
1D Name (km) (km) (km) (km} (km) {deg.} (TPY) Distance x 20 Analysis?
7770147 Anderson Columbia Inc, #5 33880 502.0 -130.8 538 141.4 292 4 28289 No
1120031 The Quikrete Companies 33835 497.1 -135.7 484 144.1 290 20 2881.5 No
1130015 DBA Santa Rosa Asphalt & Materials Inc. 3384.0 493.8 -139.0 48.9 147.4 289 3 2947.0 No
7774806 Milton Plant 33851 493.7 -139.1 50.0 147 .8 290 28 2956.8 No
1130037 Florida Gas Transmission Station 12 3419.60 510.8 -122.0 B4.5 148.4 303 97 2968.1 No
1130032 McLellan Field 34278 515.2 1170 92.7 1497 208 22 2994 9 Mo
1130004 Air Products and Chemicals Inc. 33834 487.0 -145.8 48.3 153.6 288 556 30718 No
1130173 Cogeneration Plant (Pea Ridge Plant) 33816 485.6 -147.2 46.5 154.3 288 18 3086.6 No
0330060 Coastal Fuels Marketing Inc. 33634 479.6 -153.2 283 155.8 280 k! 3115.8 No
0330139 Transmontaigne Terminaling Inc. 3363.4 478.4 -154.4 28.3 157.0 280 15 3139.9 No
0330041 Sacred Heart Hospital 3372.0 480.0 -152.8 369 157.2 284 9 31435 No
0330014 Pensacola Christian College Inc. ERYIRE 477.8 -155.0 359 159.1 283 443 31827 No
0330045 Gulf Power Co. (Crist Plant) 33814 4733 -154.5 46.3 161.3 287 1,374 3226.1 No
0330091 Southeastern Crematory 33642 4735 -159.3 29.1 161.9 280 1 3238.7 No
0330082 Naval Air Station Pensacola 33583 472.3 -160.5 232 [62.2 278 ) 32434 No
0330097 Navy Public Works Center 3363.8 472.2 -160.6 28.7 163.1 280 14 3262.9 No
0330086 Naval Hospital 3362.3 471.2 -161.06 272 163.9 280 12 3277.5 No
0330040 Solutia Inc. 33850 476.0 -156.8 499 164.5 288 7.136 3290.7 No
0330089 Puritan - Bennet Corporation 3384.6 475.8 -157.0 49.5 164.6 287 49 32924 No
7775008 Group Il Asphalt, Inc. 33759 469.9 -162.9 40.8 167.9 284 12 3358.2 No
0330248 Specialty Minerals, Inc. 31374.6 469.6 -163.2 395 168.0 284 14 3359.0 No
1130043 Group [l Asphalt, Inc. 13759 4069.6 -163.2 40.8 168.2 284 4 3364.2 No
0330096 Navy Public Works Center 33700 467.0 -165.8 349 169.4 282 15 3388.7 No
0330042 Pensacola Mill 3385.8 469.0 -163.8 50.7 I71.5 287 1,089 34293 No
7770068 Sunbelt Resources Inc. 3374.1 452.0 -180.8 39.0 185.0 282 1] 3699.0 No
" The SSCC Mill is located a1 UTM Coordinates: North 33351 km
East 6328 km

® Sources with emissions Jess than 1 TPY not considered in screening analysis.
€ Source included in AAQS if (20 * Distance) < Emission Rate up to 100 km away from SSCC Mill.
9 Distance from SSCC Mill to Arizona Chemical Company obained from Arizona Chemical Co. plot plan.
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9937518A\0NTables
" Tables 4-2 thru 4-11\4-9
2/17/2002
Table 4-9. Summary of Background CO Sources Included in the Air Modeling Analysis (Revised 01/30/02)
Stack Parameters
Facility ID ISC-PRIME Height Diameter Temper. Velocity Emisston Rate
Number Facility Units ID Name {m) {m) (K) {nmy/s) {g/s)
0050001 Arizona Chemical Company
Boiler #1 ARIZCHM]1 30.5 1.22 5109 2275 0.75
Boiler #2 ARIZCHM?2 30.5 1.22 466.5 17.64 0.75
0050031 Bay County Energy Systems
Boilers No. | and 2 BAYENRGY 38.1 1.37 477.6 17.50 23.38
0450005 Florida Coast Paper
Kiln #1 338 1.22 352.6 20.78 0.55
Kiln #2 338 1.22 352.6 19.85 0.55
Kiln #3 335 1.22 31526 18.31 0.55
FCPLKSDT 30.5 2.38 367.6 2.25 1.65
Recovery Boiler #5 38.1 2.56 460.9 14.81 2.13
Recovery Boiler #6 38.1 2.56 3943 294 34.03
PCPRB567 38.1 2.56 3943 9.10 36.16
Power Boiler #9 FCPPB9 51.8 4.27 3431 10.33 3591

Golder Associates Page 1 of 2



9937518 A\0%Tables

Tables 4-2 thru 4-114-10

2/17/2002

Table 4-10. SCC Mill Building Structures Considered in the Air Modeling Analysis {Revised 1/30/02)
Structure Height Length Width
ft m ft m ft m

Recovery Boiler Building's ESPs 1+2* 214 65.2 124 378 43 13.7
Recovery Boilers 1+2" 173 52.7 100 30.5 34 10.4
Bleach Plant 71 21.6 123 375 78 23.8
Engineering & Maintenance 35 10.7 315 96.0 56 16.9
Offices/Storeroom 35 10.7 362 110.2 89 27.0
Cooling Towers 30 9.1 200 60.8 90 274
Pulp Mill g3 25.3 296 90.1 194 59.0
Paper Mill 490 12.2 1284 3914 353 107.4
Bark Boilers Building 83 25.3 98 29.7 140 42.7
Power Boiler 6 Building® 150 45.7 35 10.5 53 16.0

* Sources were modeled as a single solid structure having the height and width of the ESPs and the length of the recovery boilers.
® Sources were modeled as a single solid structure,

* Existed during baseline (1974 and 1988) only.
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Tables 4-2 thru 4-11\-11
2/17/2002
Table 4-11. Property Boundary Receptors Used in the Air Modeling Analysis (Revised 01/30/02)
Receptor Distance Distance Receptor Distance  Distance
X (m) Y (m) X (m) Y (m)
1 -224.3 382.8 35 -454.2 -603.4
2 -1243 3828 36 -487.7 -622.4
3 -76.8 330.4 37 -487.7 -522.4
4 -33.0 274.1 38 -559.6 -534.5
5 48.4 254.6 39 -643.6 -588.9
6 53.1 1547 40 -727.5 -643.2
7 15.4 71.3 41 -814.1 -688.4
8 60.6 44 42 -897.5 -743.7
9 121.5 26.7 43 -990.0 -775.9
10 159.5 39.9 44 -1084.8 -754.8
11 171.5 -34.4 45 -1164.0 -695.1
12 207.0 -6.8 46 -1238.6 -629.5
13 266.1 43.6 47 -1309.1 -558.6
14 3153 116.5 48 -1379.6 -487.7
15 414.0 120.7 49 -1328.7 -450.5
16 476.2 §2.2 50 -1234.1 -420.9
17 478.0 -17.8 51 -1151.2 -365.3
18 479.9 -117.8 52 -1061.6 -320.8
19 481.7 -217.8 53 -972.0 -276.4
20 483.6 -317.7 54 -887.2 -248.9
21 4854 -417.7 35 -820.8 -320.5
22 4873 5177 56 -721.8 -328.0
23 489.1 -617.7 57 -634.7 -283.0
24 478.9 -697.4 58 -538.8 -259.6
25 3904 -653.5 59 -460.6 -236.6
26 2913 -664.7 60 -438.9 -149.3
27 192.8 -681.6 61 -423.7 -148.8
28 91.6 -691.2 62 -335.9 -158.5
29 -6.4 -689.4 63 -277.2 -89.6
30 -103.8 -670.3 64 -234.2 -0.4
31 -200.1 -643.4 65 -239.6 93.0
32 -288.4 -599.6 66 -179.0 172.5
33 -363.6 -537.7 67 -188.0 263.9
34 4542 -503.4 68 -223.1 356.5
Note: Distances are relative to the air modeling origin location, which is the easternmost
comner of the Combination Boilers Building.
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Revised 5/30/00 9937518A\09\Tables\Table 4-12.pdf

Table 4-12. Summary of Receptors Used for the PSD Class | Medeling Anlyses

Receptor UTM Coordinate (m) Receptor UTM Coordinate (m) Receptor UTM Coordinate (m)
Number Easting Northing | Number Easting Northing | Number Easting Northing

St. Marks NWR 50 771000 3332000 100 784000 3336183
1 769660 3334380 51 773000 3330500 101 783000 3336171
2 770000 3333480 52 774000 3330500 102 791646 3336585
3 770420 3332920 53 771000 3336000 103 791439 3338244
4 771060 3332350 54 773000 3336000 104 789431 3338305
5 771850 3332110 55 774000 3336000 105 791300  3332259.3
6 772100 3332710 56 775000 3335000 106 791300  3331468.6
7 772380 3332160 57 775000 3334000 107 790443  3338299.2
8 772230 3331440 58 775000 3333000 108 791257.6 3335786.3
9 771570 3331050 59 776000 3333000
10 771450 3330530 60 776000 3331000 5t. Marks NWR (Thoms Isl.)
1 771700 3330220 61 7780600 3333500 109 744700 3322400
12 772420 3329810 62 779000 3334000 110 745400  3321399.9
13 773350 3329870 63 789000 3333000 111 746500  3321399.9
14 774000 3330230 64 794368 33284545 112 747100 3320500
15 774270 3331020 65 778372 33322685 113 746400 33198999
16 774100 3330040 66 778882.5 3332190.7 114 746200 3318800
17 774740 3330480 67 779661.2 33326752 115 745600 3318000
18 775370 3330910 68 780388.1 3332580.1 116 745200 3319200
19 776140 3331240 69 7807428 3332363.7 117 745200  3320399.9
20 776220 3331880 70 781219.2 33324245 118 744100 3321500
21 776490 3332400 71 781868.1 33329524 119 744700 3321000
22 776440 3333010 72 7823354 3332987 120 744700 3321700
23 777370 3332250 73 7829843 33334716 121 745400 3321000
24 770000 3338000 - (74 783192 3333359.1 122 745400 3322000
25 770000 3336000 75 783936.1 3333488.9 123 746000 3319500
26 772000 3336000 76 784585  3333627.3 124 746000 3320500
27 772000 3333000 77 785173.4 3333203.3 125 746000 3321200
28 772000 3331000 78 785597  3333748.3
29 775000 3333000 79 786159.4 33336444 Bradwell Bay NWR
30 775000 3331000 80 787000 3333750 1 728000 3343000
31 777000 3333000 81 788000 3333218.75 2 728000 3341000
32 770200 3339000 82 782000  3335390.24 3 731000 3343000
33 770200 3338000 83 781000 3335268.29 4 731000 3341000
2 770200 3337200 84 780000 3333939 5 731000 3338000
35 774400 3336100 85 789500 3331512 6 733000 3343000
36 770400 3333000 86 791098 3330375 7 733000 3341000
37 768900 3337600 87 790098 3330847 8 733000 3338000
38 769100 3336800 88 794098 3329274 9 733000 3336000
39 768800 3338400 89 793098 3329183 10 733000 3333000
40 769300 3338800 90 792098 3329606 i1 736000 3346000
41 769800 3339100 91 791244 3330549 12 736000 3343000
42 768755 3338411 92 791305 3333366 13 736000 3341000
43 769093 3338713 93 790915 3335000 14 736000 3338000

769399 3338902 94 791342 3337159 15 736000 3336000
45 769717 3339105 95 789000 3337914 16 738000 3343000

770257 3339219 9% 788000 3337182 17 738000 3341000
47 769200 3336000 97 787000 3336476 18 741000 3341000
48 769700 3335000 98 786000 3336415
49 770000 3334000 99 785000 333624
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9937518A\09\Tables

. ' Table 5-1 thru 5-6\5-1
Table 5-1. Maximum Predicted Pollutant Impacts Due to All Future Sources, (Revised 01/30/02) ULT2002

AAQS Screening Analyses

Averaging Time  Concentration® Receptor Location® Time Period
(ug/ml) Direction Distance {(YYMMDDHH)
{(degree) (m)
SQ;
Annual
19.9 320 1100 86123124
20.9 300 1100 87123124
24.9 300 1100 88123124
227 310 1100 89123124
32.6 300 1100 90123124
HSH 24-Hour
169 130 1100 86012624
183 290 800 87120724
142 300 1100 88040124
154 140 800 89022324
200 300 00 90052524
HSH 3-Hour
727 300 800 86060412
843 300 800 87011724
602 330 1100 88080612
792 310 1100 89072615
733 300 1100 90031215
NOQ,
Annual
6.3 170 1100 86123124
6.1 300 1100 87123124
8.3 300 1100 88123124
7.6 310 1100 89123124
11.0 310 1100 90123124
BM,,
Annual
10.2 172.3 697.5 86123124
H6H 24-Hour
65.0 154 71.3 87052824
o
HSH 8-Hour
2,077 85.8 60.8 86011508
2,066 85.8 60.8 87021224
2,115 85.8 60.8 88040716
1,521 85.8 60.8 89031224
1912 85.8 60.8 90040424
HSH 1-Hour
5,591 85.8 60.8 86041721
6,292 85.8 60.8 87011824
6,489 85.8 60.8 88041117
4,551 858 60.8 89042722
5,764 85.8 60.8 90111004

* Based on 5-year meteorological record, Pensacola/Apalachicola, 1986-87, and
Apalachicola /Apalachicola, 1988-90

® Relative to Modeling Analysis Origin Location

Notes

YYMMDDHH = Year, Month, Day, Hour Ending

HSH = Highest, 2nd-Highest Concentration in 5 years.

H6H = Highest, 6th-Highest Concentration in 5 years.
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9937518A\0NTables
Table 5-1 thru 5-6\5-2
2/17/2002
Table 5-2. Maximum Predicted Pollutant Impacts Due to All Future Sources for Comparison to AAQS, (Revised 01/30/02)
Refined Analysis
Averaging Time Concentration (ug/m") Receptor Location” Time Period Florida
Total Modeled Background Direction Distance (YYMMDDHH) AAQS
_ (degree) (m) (ug/m’)
80,
Annual 46.4 344 12 304 1200 90123124 60
HSH 24-Hour 246 219 27 302 1100 90052524 260
HSH 3-Hour 962 856 106 300 9200 87011724 1,300
NO,
Annual 31 12 19 304 1100 90123124 100
PM,,
Annual 352 10.2 25 172.3 697.5 86123124 50
H6H 24-Hour 116 65.0 51 15.4 71.3 87052824, 150
€O
HSH 8-Hour 6,448 2,115 4,333 85.8 60.8 88040716 10,000
HSH 1-Hour 13,044 6,489 6,555 85.8 60.8 88041117 40,000

* Based on 5-year meteorological record, Pensacola/Apalachicola, 1986-87, and
Apalachicola /Apalachicola, 1988-90

® Relative to Modeling Analysis Origin Location

Notes

YYMMDDHH = Year, Month, Day, Hour Ending

HSH = Highest, 2nd-Highest Concentration in 5 years.

H6H = Highest, 6th-Highest Concentration in 5 years.
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Table 5-1 thru 5-6\5-3
2/1712002
Table 5-3. Maximum Predicted Pollutant PSD Class II Increment, Screening Analysis  (Revised 01/30/02)

Averaging Time  Concentration® Receptor Location® Time Period
(ug/m’) Direction Distance {(YYMMDDHH)
(degree) (m) '
SO,
Annual
3.94 300 800 86123124
4.37 300 800 87123124
6.50 300 1100 88123124
5.28 300 1100 890123124
299 300 1100 90123124
HSH 24-Hour
28.8 300 800 86051024
48.7 300 800 87092724
46.1 300 1100 88040224
46.0 300 1100 89051924
75.5 300 800 90060124
HSH 3-Hour
385.3 300 800 86041912
412.0 300 800 87060912
359.5 310 800 88062012
459.8 310 800 89072615
407.4 300 800 90091312
PMy
Annual
2.80 30 100 86123124
242 172.3 697.5 87123124
2.76 252.1 ) 291.3 88123124
2.66 310 500 89123124
3.07 252.1 291.3 90123124
HSH 24-Hour
27.4. 18.9 163.6 86100124
243 12.2 72.9 87062024
17.1 172.3 697.5 88022024
18.8 18.9 163.6 89050924
15.8 300 800 90060124
NQ,
Annual
14 310 1100 86123124
1.4 300 1100 87123124
2.0 300 1100 88123124
1.8 310 1100 89123124
2.6 300 1100 90123124

* Based on 5-year meteorological record, Pensacola/Apalachicola, 1986-87, and
Apalachicola fApalachicola, 1988-90

® Relative to Modeling Analysis Origin Location

Notes

NA = Not Applicable

YYMMDDHH = Year, Month, Day, Hour Ending

HSH = Highest, 2nd-Highest Concentration in 5 years.

Golder Associates
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Table 5-4. Maximum Predicted Pollutant PSD Increment Consumption For Comparision With

PSD Class II Allowable Increments, Refined Analysis (Revised 01/30/02)

. Allowable

Averaging Concentration Receptor Location®  Time Period PSD Class Il

Time (uglm3) Direction Distance (YYMMDDHH) Increment

(degree) (m) (ug[mj)

S0,

Annual 9.7 302 1000 90123124 20

HSH 24-Hour 82.8 302 900 90060124 : 91

HSH 3-Hour 460 310 800 89072615 . 512

PM,,

Annual 3.1 252.1 291.3 90123124 17

HSH 24-Hour 274 18.9 163.6 86100124 30

NO,

Annual 2.8 304 1200 90123124 25

* Based on 5-year meteorological record, Pensacola/Apalachicola, 1986-87, and
Apalachicola/Apalachicola, 1988-90
® Relative to Meodeling Analysis Origin Location

Notes:

YYMMDDHH = Year, Month, Day, Hour Ending
HSH = Highest, 2nd-Highest Concentration in 5 years.
PSD = Prevention of Significant Deterioration

Golder Associates
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Table 5-5. Maximum Predicted SO, PM,,, and NO, PSD Increment at the Bradwell Bay and St. Marks NWRs

Allowable
Averaging Time Concentration” Receptor Location (UTM) Time Period PSD Class I
(ug}m:') (m) (m) (DDDHH} Increment
(ug/m’)
S0,
Annual
<0 NA NA NA 2
HSH 24-Hour
4.09 736000 3346000 209/23 5
HSH 3-Hour
274 736000 3346000 324/11 25
PM,,
Annual
<0 NA NA NA 1
HSH 24-Hour
0.55 741000 3341000 284/23 5
NO,
Annual
024 769400 3338900 NA 2.5

* Based on CALPUFF model and NW Florida Calmet Wind Field, 1990; UTM Coordinates in Zone 16.
Note:

NA = Not Applicable
PSD = Prevention of Significant Deterioration

DDDHH = Julian Day, Hour Ending
UTM = Universal Transverse Mercator
HSH = Highest, 2nd-Highest

Golder Associates




9937518 A\09\Tables
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Table 5-6. Maximurn SO, Contribution from SCC During Predicted 3-Hour PSD Class I Exceedances

PSD Class
Concentration® (ug/m®) Receptor Location (UTM) Time Period Significant
All Future Sources SCC Only {m) (m) {DDDHH) Impact
(ug/m’)
49.0 0.0 736000 3346000 311711 1.0
274 0.0 736000 3346000 324/11
259 0.31 736000 3346000 135/8
315 0.0 736000 3343000 3111
254 0.31 736000 3343000 135/8

* Based on CALPUFF model and NW Florida Calmet Wind Field, 1990; UTM Coordinates in Zone 16.
Note:

NA = Not Applicable

PSD = Prevention of Significant Deterioration

DDDHH = Julian Day, Hour Ending

UTM = Universal Transverse Metcator

Golder Associates




ATTACHMENT F

PHOTOGRAPHS AND FIGURES PERTAINING TO THE
AIR DISPERSION MODELING ANALYSES




02/15/02 9937518A\09\Figures\Figure |
300 —
£
£
2o -
L
@)
E
o
w
8 .
© 100 —
2 Legend
=
= # Stane Container Sources
a *Arizona Chemical Sources
+
500 i i }
-500 -100 300

Distance From Origin (m)

Source: Golder, 2001,

Figure la. SCC Panama City Mill Property Boundaries and Receptors
Arizona Chemical Co. and SCC Sources

‘_ﬁ;$
!? Golder
Associates




2/17/2002 ## 9937518A\09\Figures\Attachment F Figure 1b
1500 — . .
E 500 - . . cee
f ot . . o
o
o)
& -
2
v .
3
C
3 Legend
0 500 — -
Q @ Stone Container Sources
® Model Receptors
-1500 -500 500 1500

Distance From Origin {m}

Figure 1b. SCC Panama City Mill Property Boundaries, Receptors, and Sources

!"“ Golder
Associates

Source: Golder, 2001.




TNO.7
chom TALL
I STORAGE

SWF BATH HOUBE
N 10.600

!ll\l‘ll
n N 20,500 \
E
e
. /\ E TALL
1 b TCRAGE
. STONE GUARD HOUSE 7 ~ P
A

.| w2050 r - \.\
N “
_ 1 N 20400 X \&

A

N 20,350

“ W 20300

. N 20,225

Figure 2. Arizona Chemical Company
Facility Plot Plan

. ~
~
nmcomxm
CONTRCL

$937518AN9 Figures\Fig. 2 Pasteup

/

E 18,350
E 18.400
E 18,450

E 18.500




211712002 # 9937518A\09\Figures\Attachment F Figure 3
100 —
50 Bas—l

E °
c I BB4 ——m
=
E oo
-
8 Bark Boiler Building—
c
m —]
A7)
(@] Recovery Boiler Building Upper Tier

50 —

100 | | | | | | ' |

-100 50 0 50 100
Distance from Origin (m)

Figure 3. Plot of Recovery Boilers, Bark Boilers, Smelt Dissolving Tanks, and Nearby Buil ' a=

%Golder

Source: Golder, 2001.




TITLE: COMMERNTS:

Figure 4. Recovery and Combination Boiler With Associated Stacks

STACKS
9

BUILDINGS"
10

COMPANY NAME;

Golder Associates, Inc.

DATE:
2/5/2002

FROJECT NG.,

BPIP 3D View - Lakes Environmental Software
99375 1BANINFiguresiFig. E-44.ppt



TITLE

Figure 5. Facility Lavout - Stone Container Corporation. Panama City

9937518 A°0% Figures' FagureF-2.ppt

RPIP 1N View - | akag Frviennmental Softwzes

COMMENTS.

STACKS
g

BUILDINGS:
10

COMPANY NAME:

Golder Associates, Inc.

DATE.
2/5/2002

" PROJECT NO




2/18/02 9937518AV020102\0NFigures\Attachment F Figure 6a.doc

e

Photo 1. View From Southeast to Northwest

Photo 2. View From Northeast to Southwest.

Figure 6a.
Stone Container Panama City Photos - Recovery Boiler Building

Source: Golder, 2001.
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Photo 3. View From Northwest to Southeast (Close-Up)

Photo 4. View From Northwest to Southeast (Distant)

Figure 6b.

Source: Golder, 2001.
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