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1. GENERAL INTRODUCTION
1.1 Purpose

It is the policy of International Paper and the [Insert mill name] Mill to manage personnel and operations in full compliance with environmental laws and regulations, and in a manner that will minimize the potential impact on the environment.

This Startup, Shutdown and Malfunction (SSM) Plan outlines the management systems and procedures for implementation at this facility as required by federal regulation 40 CFR 63.6(e). The objective of the plan is to document procedures that minimize the release of hazardous pollutants during periods of startup, shutdown and malfunction of emission sources, associated pollution control equipment and monitoring equipment.  During startup and shutdown, good safety and air pollution practices will be invoked to the greatest extent practicable to ensure compliance with the emission limitations in the applicable standard.  If this is not possible, the actions outlined in this plan will be invoked to minimize emissions to the greatest extent practicable.

This SSM plan will be updated within 45 days of an event that is not addressed or is inadequately addressed in the plan.  The plan will be revised when there is a change in mill design, construction, operation, or maintenance that materially affects the potential for emissions to exceed regulated limits.  The plan will be retained for the life of the affected source.  Superseded versions of the plan will be retained for a period of 5 years.  This plan will be made available upon request to the Florida Department of Environmental Protection (FDEP) and/or EPA Region IV.

Regulatory Requirements

The U.S. EPA has published various National Emission Standards to control the release of Hazardous Air Pollutants (HAPs) to air and water from the pulp and paper industry.  These emission standards are published in the  Code of Federal Regulations at:

· 40 CFR 63, Subpart S - Pulp and Paper Industry NESHAP (also referred to as the Cluster Rule or MACT I)

· 40 CFR 63, Subpart MM - Chemical Recovery Combustion Sources NESHAP (also referred to as MACT II)

· 40 CFR 63, Subpart DDDDD – Industrial/ Commercial/ Institutional Boilers and Process Heaters NESHAP (reserved)

Sources regulated by each of the above subparts are also required to meet the General Provisions, promulgated at 40 CFR 63, Subpart A.  The General Provisions codify general procedures and criteria for implementing the emission standards in each of the industry specific subparts.  The requirements for developing a written Startup, Shutdown and Malfunction (SSM) Plan are fragmented throughout the General Provisions and within the individual subparts as follows:

§63.2 - Definition of startup, shutdown and malfunction 

§63.6(e) - Operation and maintenance requirements

§63.6(e)(3) - SSM plan purpose and requirements

§63.6(f) - Statement that non-opacity standards apply except during SSM events

§63.6(h) - Statement that opacity standards apply except during SSM events

§63.8(c) - Operation and maintenance of continuous monitoring systems (CMS)

§63.10(b)(2) - SSM recordkeeping

§63.10(c) – Additional recordkeeping requirements for sources with CMSs

§63.10(d)(5)(i) – Periodic SSM reporting requirements

§63.10(d)(5)(ii) – Immediate SSM reporting requirements 

§63.866 (a) – Startup, Shutdown and  Malfunction plan (MACT II)

The purpose of the SSM plan is to:

1.) Ensure at all times that emission sources, including associated air pollution control equipment and monitoring equipment, are operated in a manner consistent with safety and good air pollution control practices for minimizing emissions.  

2.) Ensure malfunctions are corrected as soon as practicable after their occurrence in order to minimize excess emissions of hazardous air pollutants (or in the case of continuous monitoring systems, ensure malfunctions are corrected as soon as practicable in order to minimize downtime).

Excess emissions during startup and shutdown refer to non-typical emissions from initiating and stopping manufacturing process operations.  Malfunctions refer to excess emissions occurring outside of the ability to reasonably control upset conditions and equipment failures.  The regulatory definitions for startup, shutdown and malfunction are: 

Startup - The setting in operation of an affected source for any purpose.


Shutdown - The cessation of operation of an affected source for any reason.

Malfunction - Any sudden, infrequent and not reasonably preventable failure of air pollution control and monitoring equipment, process equipment, or a process to operate in a normal or usual manner which causes, or has the potential to cause, the emission limitations in an applicable standard to be exceeded. Failures that are caused in part by poor maintenance or careless operation are not malfunctions.

Deviations from the SSM plan are allowed only in those instances where the plan does not address or inadequately addresses good pollution control practices or when it is necessary to prevent loss of life, personal injury or severe property damage.  Regardless of whether the plan has or has not be deviated from, actions must be taken as soon as practicable: 1) to minimize the period of excess emissions and operating parameter exceedances, and 2) to minimize periods of CMS downtime. 

1.2 Plan Maintenance and Updates

The Mill’s SSM Coordinator maintains a complete copy of this Plan.  The Area SSM Coordinators maintain copies of pertinent portions of the Plan for each of the Mill’s MACT regulated areas.  The Mill’s SSM Coordinator has the overall responsibility to ensure that the Plan is maintained and updated as required by the rules (see Section 1.1).  The Mill’s SSM Coordinator works with the Area SSM Coordinators to obtain the information needed to maintain and update the Plan. The Pensacola Mill’s standard approach that outlines the procedures for modifying the SSM Plan for a given system is detailed below:

· Area SSM Coordinators notify the Mill SSM Coordinator immediately when procedures inconsistent with the Plan must be incorporated to respond to an SSM event.

· Area SSM Coordinators track the MACT regulated equipment and systems in the Area and notify the Mill’s SSM Coordinator in the event that the systems will change in any fashion that affects the validity of the Plan.

· The Mill’s SSM Coordinator updates the Plan consistent with the new procedures or systems and distributes the revisions of the Plan to the affected MACT Areas.  The updated Plan must be clearly labeled with the revision date.

· Affected Mill Areas receive the appropriate Section(s) of the updated Plan and returns the earlier version to the Mill’s SSM Coordinator.

· The Mill’s SSM Coordinator maintains one copy of the earlier versions of any Plan revisions.   

The Pensacola Mill’s document control system procedures are applicable to this Plan.  However, all earlier versions of the Plan that have been subsequently revised will be maintained by the Mill SSM Coordinator for a period of five years. 

1.3 STANDARD OPERATING PROCEDURES, EQUIPMENT MALFUNCTION CLASSIFICATIONS AND EQUIPMENT MAINTENANCE PROGRAM

1.3.1 REFERENCE TO STANDARD PROCEDURES And Equipment Malfunction Classifications

Certain sections of this SSM Plan reference other Pensacola Mill documents, including preventative maintenance procedures, standard operating procedures for equipment and systems, and other similar mill documents.  When referring to other documents, this SSM Plan is referring to the most recent version of any such applicable document and is only referring to the portions of the referenced document that are specifically applicable to the equipment or system to which the relevant portion of this SSM Plan is directed.  Standard operating procedures are available to operating personnel electronically in each control room through the Skills Now computer software.  Lime kiln standard procedures are available in the control room in hard copy.

In addition, certain equipment malfunction classifications that result in MACT excess emissions are referred to throughout this document.  Therefore, in this document, these equipment malfunction classifications shall have the general meaning given to them as follows:

· Electrical Malfunction – Refers to the loss or interruption of electrical power serving equipment associated with a particular process.

· Mechanical Malfunction – Refers to the loss of mechanical components of a system such as pumps, motors, drives, etc.

· Process Malfunction – Refers to an upset condition caused by process variability such as loss of steam flow, K number out of range, plugged lines/reactors, etc..

· Instrument/Process Control Malfunction (PCS) – Refers to the inability of the process logic controller (digital or analog), process monitoring equipment, or distributive control system equipment to perform a required task.

1.5.2  Equipment Maintenance Program
In accordance with (63.6(e), all process equipment, pollution control equipment and continuous monitoring systems affected by the SSM requirements will be operated and maintained in such a fashion as to minimize emissions (general duty).  Mill production and maintenance departments have the responsibility to ensure that equipment repairs are made in an expeditious manner.  The Environmental Department will periodically assess the effectiveness of the maintenance program as part of the self audit program.

1.5.2.1 Maintenance Tracking Database

A maintenance tracking database will be used to track the maintenance history of the equipment identified as potentially impacting the MACT standard, “critical” equipment.  Examples include:

· pollution control equipment (specified by the standard),

· continuous monitoring systems (specified by the standard),

· process equipment, i.e., equipment failures known to create excess emissions (specified by the general duty clause),

· process surrogate parameters for detecting excess emissions (specified by the general duty clause).

Critical pieces of equipment will be “flagged” in the maintenance database and may be subject to one or more of the following types of maintenance:

· Preventative Maintenance

· Shutdown Maintenance

· Emergency Maintenance

· Mill Outage Maintenance

· No-destructive Testing (mechanical integrity)

· Vibration Analysis

The maintenance frequency will be based on the manufacturer’s recommendations, equipment history, or the industry standard.  Adjustments in the frequency will be made as necessary.  Mechanical problems identified during basic care routes will be identified in the work request system and repaired at the next available opportunity or during the next shutdown depending on the severity of the problem and the potential environmental impact.

1.5.2.2 Work Request System

Work requests will be used to document all maintenance of critical equipment (including emergency and unscheduled repairs) as required by (63.8( c )(1)(i) and (63.10(b)(2)(iii), (x), (xi).  When a work order is complete, the instrument electrician or mechanic must clearly indicate on the work order his/her name, date and what (if any) problems were identified.  The acting area maintenance supervisor must sign his/her name certifying that the PM route has been properly completed.  Completed work orders will be retained on file by each maintenance process manager for a period of 5 years [(63.10(b)].

1.5.2.3 Delinquent Reports

If a PM has not been completed by the due date, a delinquent report will be automatically generated by the maintenance database.  Delinquent report forms must be completed and signed by the Area Maintenance Supervisor and forwarded onto the Maintenance Manager.  The reason(s) that the PM was not completed in a timely fashion and the corrective action to prevent a reoccurrence will be documented on these report forms and filed in the Maintenance Planner’s office for a period of 5 years.

1.5.2.4 Spare Parts

Sufficient spare parts must be maintained at all times to ensure timely repair or replacement of critical equipment and CMS instruments [63.8( c )(1)(i)].  The spare parts list will be based on manufacturer recommendations and/or equipment history.

1.5.2.5 Continuous Monitoring Systems

All CMS’s specifically required by the NESHAP standard will be calibrated, operated and maintained according the manufacturers specifications.  Calibration checks, adjustments and maintenance will be documented by the work request system as described above.  

1.5.2.6 Equipment Modifications

All process modifications and changes to affected equipment will be evaluated to determine the possible impact to ant regulated system described in the plan (i.e., LVHC collection and treatment, foul condensate collection and treatment, bleach plants, etc.).  An environmental checklist will be completed for capital projects and routed through the appropriate approval process.  Indirect work requests will be reviewed by the production area superintendent or area maintenance manager (or designee) for possible SSM plan implications.

1.4 Plan Organization and Content

The SSM Plan has been organized into sections to correspond to the MACT II regulated equipment:  Recovery Boiler Smelt Dissolving Tanks and Lime Kiln.  Within these sections, each system regulated under the MACT rules are addressed and an individual SSM Plan is identified.  The following information is summarized for each Regulated system:

· Process Descriptions – Includes individual subsections for each of the Mill’s MACT II regulated areas.  Each subsection includes an overview of the regulated systems in the area and details for the process equipment, pollution control equipment and continuous monitoring systems in the area including simple process flow diagrams showing pertinent details.

· SSM Events – Includes subsections for each of the Mill’s MACT regulated areas that include important definitions, provide details for process-specific SSM events and corrective actions.

· CMS Events – Includes tables for each of the Mill’s CMS variables on MACT regulated treatment devices that provide details for process-specific CMS events and corrective actions. 

1.5 RECORDKEEPING REQUIREMENTS

Recordkeeping and Reporting is required by the MACT Rules to document that proper procedures are followed during Startup/Shutdown and Malfunction events.  The procedures outlined below should be followed to ensure that such events are excluded from excess emissions determinations.

1.5.1.1 Recordkeeping Provisions

The Pensacola Mill must keep records of the following events for the MACT II regulated equipment:

· The occurrence and duration of each startup, shutdown, or malfunction of operation for the regulated process equipment.

· The occurrence and duration of each malfunction of the air pollution control equipment;
· All maintenance performed on the air pollution control equipment; 
· Actions taken during periods of startup, shutdown, and malfunction when such actions are different from the procedures specified in this SSM Plan, including corrective actions to restore malfunctioning process and air pollution control equipment to its normal or usual manner of operation; 
· All information necessary to demonstrate conformance with this SSM Plan when all actions taken during periods of startup, shutdown, and malfunction are consistent with the procedures; and
· Each period during which a CMS is malfunctioning or inoperative, including out-of-control periods.
The following General Recordkeeping Requirements should also be addressed:

· The mill maintains files of all information (including all reports and notifications) required with the environmental files located in the EH&S Department.  The files must be readily available for expeditious inspection and review.

· The files are retained on-site for two (2) years and maintained in storage for an additional three (3) years.

· Files are maintained in a hardcopy format.  Some files may also be maintained electronically.

1.5.1.2 International Paper Recordkeeping Techniques

International Paper has developed an electronic tracking/reporting database to satisfy the recordkeeping requirements associated with SSM Plans.  The electronic database is integrated with process control computers and instrumentation to identify and record startup/shutdown conditions, excess emission conditions and CMS downtime events.  Logic has been developed utilizing process control computers and the mill’s Plant Information (PI) system to electronically determine when processes begin to have and cease to have the potential to emit pollutants.  If a vent valve opens during a period when the process logic determines there is the potential to emit pollutants, an event log will be activated on a PC in the appropriate control room, Shift Supervisors office and Pulp System Technical Group Leaders office.  If a vent valve opens when the PI logic for potential to emit is not satisfied (process has no potential to emit), no action is taken.

The electronic database will require operators to answer a series of questions and input comments when SSM events are triggered.  In the comments section the operators will be required to provide specific information regarding the actual cause and corrective actions taken.  The operator will also be required to input a work request into the maintenance tracking database with equipment identification if equipment repairs are needed.  The maintenance information will be used to track equipment maintenance history.  The Mill SSM Coordinator will review information input by the operators to make sure we do not have a recurring problem that should be addressed through process/equipment changes.  Information in the database will be used by the Mill SSM coordinator to compile the requisite reports as outlined in the following subsection.

A hard copy form has been developed for operators to use in the event of a malfunction of one or more of the electronic components used for tracking purposes.  The hard copy will be used to update the electronic database when the system returns to normal operation.

1.6 REPORTING REQUIREMENTS

1.6.1.1 Periodic Startup, Shutdown, and Malfunction Reports

The Mill’s SSM Coordinator conducts the following reporting activities for actions during a startup, shutdown, or malfunction that occur during the specified reporting period (e.g., quarter) of a MACT regulated system.  This includes actions taken to correct a malfunction that are consistent with the procedures specified in this SSM Plan. 

· Periodic SSM Report Contents:
· A cover letter including the name, title, and signature of the responsible Mill official who is certifying its accuracy.
· A summary of the SSM events during the reporting period and duration of each event.
· Submittal Requirements:
· Postmarked by the 30th day following the end of each calendar half (or other calendar reporting period, as appropriate). 
· Submitted simultaneously with the excess emissions and continuous monitoring system performance (or other) reports. 
1.6.1.2 Immediate Startup, Shutdown, and Malfunction Reports

The Mill’s SSM Coordinator will submit an Immediate Startup, Shutdown, and Malfunction Report at any time an action taken during a startup, shutdown, or malfunction (including actions taken to correct a malfunction) is not consistent with the procedures specified in the SSM Plan.  

Immediate SSM Report Contents:
· A cover letter containing the name, title, and signature of the responsible Mill official who is certifying its accuracy.

· The circumstances of the event.
· The reasons for not following the SSM Plan.

· The occurrence of any excess emissions and/or parameter monitoring exceedences.
· Submittal Requirements:
· Immediately report via a telephone call or a facsimile transmission to the Administrator within two (2) working days after commencing actions inconsistent with the plan.
· Submit a follow-up letter within seven (7) working days after the end of the event. 
1.6.1.3 CMS Reporting Requirements

The Mill’s SSM Coordinator reports the following CMS related SSM items for those malfunctions or other events that affect the CMS and are not addressed by the startup, shutdown, and malfunction plan:

· Immediate CMS Report Contents:
· A cover letter containing the name, title, and signature of the responsible Mill official who is certifying its accuracy.
· The circumstances of the event.
· The reasons for not following the SSM Plan.
· The actions inconsistent with the SSM Plan.
· The occurrence of any excess emissions and/or parameter monitoring exceedences.
· Submittal Requirements:
· Immediately report via a telephone call or a facsimile transmission to the Administrator within 24 hours after commencing actions inconsistent with the plan.
· Follow-up CMS Report Contents:
· A cover letter containing the name, title, and signature of the responsible Mill official who is certifying its accuracy.
· The circumstances of the event.
· The reasons for not following the SSM Plan.
· The actions inconsistent with the SSM Plan.
· Certification that corrections have been made or a Corrective Action Plan and Schedule has been prepared and implemented.
· Proof that repair parts have been ordered or any other records that would indicate that the delay in making the repairs is beyond his/her control.
· Submittal Requirements:
· Submit the follow-up letter within two (2) weeks after the end of the event.

2. Recovery Boilers

2.1 Recovery Boilers 1 and 2

2.1.1 PROCESS DESCRIPTION

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. 

No Potential to emit exists if ANY of the following are true: 1) No guns in boiler for >240 minutes, 2) Liquor Divert valve position equals “divert” for >240 minutes, 3) No steam flow for >240 minutes, 4) Wash operate switch position equals “ON”

2.1.2 STARTUP, SHUTDOWN, MALFUNCTION EVENTS

This section provides a summary of startup, shutdown, and malfunction events and the corresponding corrective measures or appropriate actions.  The terms startup, shutdown, and malfunction are defined in the regulations as:

Startup -
Startup means the setting in operation of an affected source for any purpose.
Shutdown -
Shutdown means the cessation of operation of an affected source for any purpose.
Malfunction - 
Malfunction means any sudden, infrequent, and not reasonably preventable failure of air pollution control equipment, process equipment, or a process to operate in a normal or usual manner. Failures that are caused in part by poor maintenance or careless operation are not malfunctions.

A separate section for each of these operating conditions is discussed below. 

2.1.2.1 Startup Procedures

Startup Procedures for the Recovery Boilers are detailed in the Recovery Boiler Training documents maintained by the Area Training Coordinator.

The exact procedures and the transition between startup and normal operations are event-specific and few system startups are completed in the identical timeframe with the identical steps noted here.  Minor malfunctions may occur to process equipment that delay the transition from startup to normal operating conditions.  To account for this, startup of a Recovery Boiler is considered to be complete when the Black Liquor Solids Firing Rate = 2.4 MM lbs./day for 24 consecutive hours.  

The following Operating Procedures are used during Startup to minimize emissions:

· Confirm the operation of the Electrostatic Precipitator.  

· Confirm that the Continuous Opacity Monitor is operational.  

· Once confirmation is obtained, startup of the Recovery Boilers can be initiated.  This will ensure that any particulate matter generated will be vented through the control device.

2.1.2.2 Shutdown Procedures

Startup Procedures for the Recovery Boilers are detailed in the Recovery Boiler Training documents maintained by the Area Training Coordinator.

Shutdown begins when black liquor firing is reduced with the intention of taking the boiler down.

2.1.2.3 Malfunction Events

Four types of malfunctions that can result in excess MACT emissions have been defined:  Process Malfunctions, Equipment Malfunctions, Electrical Malfunctions and Instrument/PCS Malfunction.  Each type of malfunction is addressed in this Plan.  A description of each type of malfunction was given earlier in this document.

Note:  Malfunctions that are associated with startup or shutdown conditions are covered under Startup and Shutdown Procedures of this plan.

A summary of excess emission/malfunction events for the Recovery Boilers is provided below.

[image: image2.wmf]Smelt Dissolving Tank Scrubber Corrective Action and Excess Emission TCC Trees

Treename:

SDT DP EE

Location

SDT1 dP EE

Location

SDT2 dP EE

Trouble

Cause

Correction

Report Code

Differential Pressure Low

mechanical malfunction

identify and repair malfunction

Control Equipment Problems

Differential Pressure Low

mechanical malfunction

other known - reportable

Other Known Causes

Differential Pressure Low

mechanical malfunction

other unknown - EE

Other Unknown Causes

Differential Pressure Low

electrical malfunction

identify and repair malfunction

Control Equipment Problems

Differential Pressure Low

electrical malfunction

other known - reportable

Other Known Causes

Differential Pressure Low

electrical malfunction

other unknown - EE

Other Unknown Causes

Differential Pressure Low

process malfunction

identify and correct malfunction

Process Problems

Differential Pressure Low

process malfunction

other known - reportable

Other Known Causes

Differential Pressure Low

process malfunction

other unknown - EE

Other Unknown Causes

Differential Pressure Low

instrument/PCS malfunction

identify and repair malfunction

Control Equipment Problems

Differential Pressure Low

instrument/PCS malfunction

dP verified

No Excess Emission

Differential Pressure Low

instrument/PCS malfunction

other known - reportable

Other Known Causes

Differential Pressure Low

instrument/PCS malfunction

other unknown - EE

Other Unknown Causes

Differential Pressure Low

startup

followed startup procedures

Startup/Shutdown

Differential Pressure Low

startup

other known - reportable

Other Known Causes

Differential Pressure Low

startup

other unknown - EE

Other Unknown Causes

Differential Pressure Low

shutdown

followed shutdown procedures

Startup/Shutdown

Differential Pressure Low

shutdown

other known - reportable

Other Known Causes

Differential Pressure Low

shutdown

other unknown - EE

Other Unknown Causes


3. Smelt Dissolving Tanks

3.1.1 PROCESS DESCRIPTION

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. 


3.1.2 STARTUP, SHUTDOWN, MALFUNCTION EVENTS

This section provides a summary of startup, shutdown, and malfunction events and the corresponding corrective measures or appropriate actions.  The terms startup, shutdown, and malfunction are defined in the regulations as:

Startup -
Startup means the setting in operation of an affected source for any purpose.
Shutdown -
Shutdown means the cessation of operation of an affected source for any purpose.
Malfunction - 
Malfunction means any sudden, infrequent, and not reasonably preventable failure of air pollution control equipment, process equipment, or a process to operate in a normal or usual manner. Failures that are caused in part by poor maintenance or careless operation are not malfunctions.

A separate section for each of these operating conditions is discussed below. 

3.1.2.1 Startup Procedures

Startup Procedures for the Smelt Dissolving Tanks are detailed in the Recovery Boiler Training documents maintained by the Area Training Coordinator.

The exact procedures and the transition between startup and normal operations are event-specific and few system startups are completed in the identical timeframe with the identical steps noted here.  Minor malfunctions may occur to process equipment that delay the transition from startup to normal operating conditions.  To account for this, startup of a Smelt Dissolving Tank is considered to be complete when the Associated Recovery Boiler Black Liquor Solids Firing Rate = 2.4 MM lbs./day for 24 consecutive hours.  

The following Operating Procedures are used during Startup to minimize emissions:

· Confirm the operation of the Scrubber.  

· Confirm that the dP and Flow have reached appropriate levels.  

· Once confirmation is obtained, startup of the Smelt Dissolving Tanks can be initiated.  This will ensure that any particulate matter generated will be vented through the control device.

3.1.2.2 Shutdown Procedures

Shutdown Procedures for the Smelt Dissolving Tanks are detailed in the Recovery Boiler Training documents maintained by the Area Training Coordinator.

Shutdown begins when black liquor firing is reduced with the intention of taking the boiler down.

The following Operating Procedures are mandatory during Shutdown to minimize emissions:

· The scrubber shall remain in operation until the associated recovery boiler has no potential to emit.

3.1.2.3 Malfunction Events

Four types of malfunctions that can result in excess MACT emissions have been defined:  Process Malfunctions, Equipment Malfunctions, Electrical Malfunctions and Instrument/PCS Malfunction.  Each type of malfunction is addressed in this Plan.  A description of each type of malfunction was given earlier in this document.

Note:  Malfunctions that are associated with startup or shutdown conditions are covered under Startup and Shutdown Procedures of this plan.

A summary of excess emission/malfunction events for the Batch Digester System is provided below.
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4. Lime Kiln

4.1.1 PROCESS DESCRIPTION

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 produces CaO by calcining calcium carbonate recovered from the white liquor system.  The kiln also serves as a backup control device for the LVHC  system.  Emissions are controlled by an electrostatic precipitator which is vented in series to a Ducon Ventri-Rod wet scrubber using NaOH as the scrubbing media.  

4.1.2 STARTUP, SHUTDOWN, MALFUNCTION EVENTS

This section provides a summary of startup, shutdown, and malfunction events and the corresponding corrective measures or appropriate actions.  The terms startup, shutdown, and malfunction are defined in the regulations as:

Startup -
Startup means the setting in operation of an affected source for any purpose.
Shutdown -
Shutdown means the cessation of operation of an affected source for any purpose.
Malfunction - 
Malfunction means any sudden, infrequent, and not reasonably preventable failure of air pollution control equipment, process equipment, or a process to operate in a normal or usual manner. Failures that are caused in part by poor maintenance or careless operation are not malfunctions.

A separate section for each of these operating conditions is discussed below. 

4.1.2.1 Startup Procedures

Startup Procedures for the Lime Kiln are detailed in the Lime Kiln training documents maintained by the Area Training Coordinator.

The exact procedures and the transition between startup and normal operations are event-specific and few system startups are completed in the identical timeframe with the identical steps noted here.  Minor malfunctions may occur to process equipment that delay the transition from startup to normal operating conditions.  The end of the startup period is defined to be when the combined flow to Mud Filters >150 gpm for 24 Hours AND Filtered Mud Belt Direction = To Lime Mud Dryer.  

The Lime Kiln will be considered to have no potential to emit when (Mud Flow to #1 Filter <25 gpm for 4 Hours) AND (Mud Flow to #2 Filter <25 gpm for 4 Hours) OR (Filtered Mud Belt Direction = To Grade for 4 Hours)
The following Operating Procedures are mandatory during Startup to minimize emissions:

· Confirm the operation of the Electrostatic Precipitator.  

· Confirm Operation of the wet scrubber

· Confirm that the Continuous Opacity Monitor is operational

· Confirm that the continuous parameter monitoring system is operational.

· Once confirmation is obtained, startup of the Lime Kiln.  This will ensure that any particulate matter generated will be vented through to the control devices.

4.1.2.2 Shutdown Procedures

Shutdown Procedures for the Lime Kiln are detailed in the Lime Kiln Training documents maintained by the Area Training Coordinator.

Shutdown begins when Mud flow to the filters is reduced with the intention of shutting down the Lime Kiln. 

The following Operating Procedures are mandatory during Shutdown to minimize emissions:

· Continue operation of the Electrostatic Precipitator until the potential to emit equals “NO”.  

· Continue operation of the wet scrubber until the potential to emit equals “NO”. 

4.1.2.3 Malfunction Events

Four types of malfunctions that can result in excess MACT emissions have been defined:  Process Malfunctions, Equipment Malfunctions, Electrical Malfunctions and Instrument/PCS Malfunction.  Each type of malfunction is addressed in this Plan.  A description of each type of malfunction was given earlier in this document.

A summary of excess emission/malfunction events for the Lime Kiln is provided below.
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