STATEMENT OF BASIS

Champion International Corporation

Pensacola Mill

Facility ID No.:  0330042

Escambia County

Initial Title V Air Operation Permit

DRAFT Permit No.:  0330042-002-AV

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

This facility is a Kraft pulp and paper mill consisting of a wood handling facility, digesters, brown stock washers, oxygen delignification, bleaching facilities, paper machines and associated equipment.

Recovery Boilers #1 and #2. These are a low odor design recovery boilers manufactured by Babcock and  Wilcox.  Each unit is a 655 MMBtu/hr heat input boiler designed to burn a maximum of 111,000 pounds per hour of virgin black liquor solids and recover 42,319 pounds of smelt per hour.  Black liquor is normally used for fuel but natural gas, number 4, or number 6 fuel oils may be used as a backup fuel at a maximum heat input rate of 572 MMBtu/hr.  Each unit has a Koppers dual chamber electrostatic precipitator to control particulate emissions. Total reduced sulfur emissions are monitored with a continuous emission monitor (CEM) system.  The heat input limitations have been placed in the permit to identify the capacity of each boiler for the purposes of confirming that emissions testing is conducted within 90 to 100 percent of the emissions unit’s rated capacity (or to limit future operation to 110 percent of the test load), to establish appropriate emissions limits and to aid in determining future rule applicability.  A note below the permitted capacity condition clarifies this.  Direct measurement is not required for heat input.  Instead, the owner or operator is expected to determine heat input whenever emission testing is required to demonstrate at what percentage of the rated capacity that the emissions unit was tested.  Rule 62-297.310(5), F.A.C., included in the permit, requires measurement of process variables for emissions tests.  Such heat input determination may be based on measurements of fuel consumption by various methods including but not limited to fuel flow metering or tank drop measurements, using the heat value of the fuel determined by the fuel vendor or the owner or operator, to calculate average hourly heat input during the test.

Power Boiler #3.  This boiler was manufactured by Riley and is fueled by wood waste, coal, gas or oil.  Rated capacity is 268 MMBtu/hr heat input for 100% coal, 282 MMBtu/hr if fueled by wood waste, or 347 MMBtu/hr if fueled with oil and/or gas.  Particulate emissions are controlled by multi-cyclones followed by a venturi wet scrubber manufactured by Neptune Airpol, Inc.  Sulfur dioxide emissions are controlled by the sulfur content of the fuels and by addition of sodium hydroxide to scrubber fluid to control pH.  The boiler has a CEM for SO2, NOx and O2.  A continuously monitored pressure drop has been approved in lieu of a CEM for opacity. 

Power Boiler #4.  This boiler was manufactured by Foster Wheeler and is fueled by wood waste, coal, gas or oil. Rated capacity is 546 MMBtu/hr heat input for 100% coal or up to 666 MMBtu/hr if fueled with other fuels supplementing coal.  Particulate emissions are controlled by multi-cyclones followed by a venturi wet scrubber manufactured by FMC Type TI, model 280K.  Sulfur dioxide emissions are controlled by the sulfur content of the fuels and/or by addition of sodium hydroxide to scrubber fluid to control pH.  The boiler has a CEM for SO2, NOx and O2.  A continuously monitored pressure drop has been approved in lieu of a CEM for opacity. 

Power Boiler #5.  This is a 195 MMBtu/hr heat input natural gas fired boiler. NOx emissions are controlled by a combination of flue gas recirculation and low NOx burners.  The boiler was constructed under permit AC17-140962/PSD-FL-126 and later modified under permit AC17-192933/PSD-FL-126A.  

Power Boiler #6.  This is a 533 MMBtu/hr heat input natural gas and landfill gas fired boiler.  NOx emissions are controlled by a combination of flue gas recirculation and low NOx burners.  The boiler was constructed under permit AC17-223343/PSD-FL-200 and replaces power boilers 1 and 2.  NOx emissions are monitored with a CEM system. 

Smelt Dissolving Tanks #1 and #2.  Each tank is rated to receive a maximum of 42,319 pounds per hour of molten smelt consisting primarily of sodium carbonate, sodium sulfide and sodium sulfate from the recovery boiler(s).  The smelt is dissolved in weak wash to yield green liquor for the slaking process.  Particulate emissions are controlled by a wet venturi scrubber manufactured by Air Pol. Total reduced sulfur emissions are controlled by maintaining the scrubber differential pressure above 3.5” water as a 12 hour average. Operating rate limitations have been placed in the permit to identify the capacity of the emissions unit for the purposes of confirming that emissions testing is conducted within 90 to 100 percent of the emissions unit’s rated capacity (or to limit future operation to 110 percent of the test load), to establish appropriate emissions limits and to aid in determining future rule applicability.  A note below the permitted capacity condition clarifies this.

Lime Kiln-Mud Dryer System.  A natural gas, or number 6 or 4 fuel oil, fired kiln with a maximum operating rate of 20.83 tons per hour of lime as CaO.  The kiln also serves as a control device for the Non-Condensable gas (NCG) system.  Emissions are controlled by an electrostatic precipitator which is vented in series to a modified packed column wet scrubber using NaOH as the scrubbing media.  Sulfur dioxide emissions are controlled by the sulfur content of the fuel oil (maximum of 1% by weight) and maintaining a minimum scrubber pH of 7.5. Total reduced sulfur compliance is maintained by proper combustion and the scrubber. Total reduced sulfur emissions are monitored with a CEM system.

Tall Oil Processing.  A maximum of 15,380 pounds per hour of black liquor soap is treated with sulfuric acid to yield 11,400 pounds per hour of crude tall oil.  Resulting TRS gases are vented through a packed scrubber and treated with white liquor. Total reduced sulfur emissions are controlled by maintaining 35 gallon per minute scrubber flow.  Operating rate limitations have been placed in the permit to identify the capacity of the emissions unit for the purposes of confirming that emissions testing is conducted within 90 to 100 percent of the emissions unit’s rated capacity (or to limit future operation to 110 percent of the test load), to establish appropriate emissions limits and to aid in determining future rule applicability.  A note below the permitted capacity condition clarifies this.

Tail Gas Scrubber, Chlorine Dioxide Generator, Storage.  A R8/R10 process, which uses methanol, sulfuric acid, and sodium chlorate to generate chlorine dioxide.  The system produces a maximum of 41.1 tons of ClO2 per day.  Emissions from the ClO2 generator and three storage tanks are controlled by the white liquor scrubber (tail gas scrubber) with a pH set point of 12.  In the event the white liquor scrubber is not functional, the emissions from the storage tanks will be controlled by a two chilled water scrubbers with a maximum temperature set point of 50 degrees F and a minimum flow rate of 25 gallons per minute. 

Methanol Storage Tank.  A 21,880 gallon fixed roof storage tank that is nitrogen blanketed and equipped with a conservation vent is used to store methanol.  The storage tank is 79.5 cubic meters with a vapor pressure of 19.2 kPa.  Under these conditions the storage tank and handling system is not subject to emissions standards; however, recordkeeping of capacity, throughput and vapor pressure apply.

A and B Bleach Plant Lines.  Emissions from each bleach plant are controlled by a Cl/ClO2 scrubber.  The scrubbers uses white liquor to maintain a minimum pH of 10.0.

Non-Condensable Gas (NCG) Handling System. The NCG handling system collects non-condensed gases containing total reduced sulfur compounds.  These gases are collected from twelve batch digesters processed through two blow tanks, a primary condenser and a secondary condenser; a Kamyr continuous digester processed through three flash tanks, a stripper reboiler, a secondary condenser, two condensate strippers; and two sets of multiple effect evaporators. Total reduced sulfur emissions are controlled by combustion in the lime kiln or the Fluo-Solids calciner as backup.

Nos. 1 and 2 Multiple Effect Evaporator (MEE) Sets.   The evaporators are used to concentrate the weak black liquor prior to firing in the recovery furnaces.  The off-gas from the evaporators is vented into the NCG system and combusted in the lime kiln or calciner.

Fluo-Solids Unit 1 (Lime Calciner).  The calciner is manufactured by Dorr Oliver, with a maximum operating rate of 5.4 tons of CaO per hour.  Emissions of total reduced sulfur compounds are controlled by combustion.  Emissions of SO2 are controlled by reaction with lime and particulate emissions are controlled by a venturi wet scrubber.  The calciner also serves as the backup control device for the Non-Condensable gas system. Total reduced sulfur emissions are monitored with a CEM system.  This unit is subject to all applicable standards pursuant to Rule 62-204.800(7)(b)35.

Lime Slaker.  Lime and green liquor react to yield white liquor and lime mud.  The maximum operating rate is 20.8 tons of lime as CaO added to green liquor per hour.  Particulate emissions are controlled by four water showers in a scrubber manufactured by Ducon.  Green liquor supplies the scrubber.

Dry Additives, Starch Receiving and Storage.  Dry additives are received in bags and are batch handled in a variety of make-down systems.  Particulate emissions are controlled by a rotating wet scrubber manufactured by American Air Filter, model W size 12 Roto-Clone.  Also, starch is pneumatically loaded from rail cars or trucks to a storage silo.  The maximum designed operating rate is 500 pounds of starch loaded to silo per minute.  Particulate emissions are controlled by a baghouse filter manufactured by Fuller Company.  The alkaline conversion process consists of a starch silo, clay silo and a winder dust collection system.  Each unit has a separate baghouse to control emissions. The maximum designed operating rate is 1500 pounds of starch loaded to silo per minute and 1500 pounds of clay loaded to silo per minute.

Coal Crushing and Handling.  Coal is received by rail cars and is unloaded, conveyed and stacked in piles.  Stock piled coal is conveyed to a coal crusher prior to use.  Fugitive emissions from the unloading, stacking and transfer of uncrushed coal are controlled by good engineering design and operating practices.  Particulate emissions from the coal crusher and initial transfer to conveyer belt are controlled by a baghouse filter manufactured by Johnson March Corp., model 5-8.  The crushed coal is transported by a series of belts to three coal bunkers feeding boiler #4 and to two coal bunkers feeding boiler #3.  Transfer points between conveyer belts and the five coal bunkers are ventilated to a baghouse filter manufactured by Johnson March Corp., model PS813.  All conveyors are enclosed to prevent windblown emissions. 

Woodyard, Log Chipping and Screening System.  Pine and hardwood are received as logs and/or chips by rail cars and/or trucks.  The logs are debarked and chipped and the chips are classified through screens according to thickness.  The chip handling system consists of a #1 cyclone separator, an air density separator and two fines separator cyclones.  Visible emissions from this system are limited to 5% opacity.  The maximum feed rate of pine wood chips to the thickness screening system is 237 tons per hour.  

Also included in this permit are miscellaneous unregulated and insignificant emissions units and/or activities.
Based on the initial Title V permit application received June 14, 1996June 14, 1996, this facility is a major source of hazardous air pollutants (HAPs).
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