STATEMENT OF BASIS
Stone Container Corporation

Port St. Joe Facility

Facility ID No.:  0450005

Gulf County

Initial Title V Air Operation Permit

FINAL Permit No.:  0450005-001-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.

Facility Description.
This facility is a Kraft pulp and paper mill that consists of major activities areas such as: wood handling facility, pulping, bleaching, chemical recovery, power house, paper machines, finishing/shipping/warehouse and associated processes and equipment.
Recovery Boilers #5 and #6.  Each recovery boiler is a 295 MMBtu/hr heat input boiler designed to burn a maximum of 50,159 pounds per hour of black liquor solids.  Although black liquor is normally used for fuel, natural gas, propane, and number 6 fuel oil may also be used, but only for purposes and periods of startup, shutdown, and boiler stabilization.  Each unit has a high efficiency wet bottom electrostatic precipitator to control particulate emissions.  Total reduced sulfur (TRS) emissions are monitored with continuous emissions monitor (CEM) system.  These emissions units are regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills. 

Recovery Boiler #7.  This recovery boiler a 885 MMBtu/hr heat input boiler designed to burn a maximum of 150,477 pounds per hour of black liquor solids.  Although black liquor is normally used for fuel, natural gas, propane, and No. 6 fuel oil may also be used, but only for purposes and periods of startup, shutdown, and boiler stabilization.  This unit has a dry bottom electrostatic precipitator to control particulate emissions with a design efficiency of 99.74%.  TRS emissions are monitored with a CEM system. This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills. 

Power Boiler #9.  This is a carbonaceous fuel fired power boiler which is fueled by carbonaceous fuel, natural gas, propane or No. 6 fuel oil.  Rated capacity is 882.1 MMBtu/hr heat input from bark and wood waste, 756 MMBtu/hr if fueled by No. 6 fuel oil, natural gas, or propane.  Consumption of fuel oil is limited to 25% of total heat input; which serves as a surrogate parameter in lieu of continuous monitoring of sulfur dioxide.  100% fuel oil can be burned for three 24-hour periods per year to allow for routine maintenance.  During routine maintenance sulfur dioxide emissions will be controlled by the 
addition of sodium hydroxide to scrubber fluid to control pH.  Particulate emissions are controlled by multi-cyclones followed by a venturi wet scrubber.  This emissions unit is regulated under Rule 62-296.405, F.A.C., and 40 CFR Part 60 Subpart D Fossil Fuel Fired Steam Generators. 

Smelt Dissolving Tanks #5 and #6.  These emissions units receive molten smelt consisting primarily of sodium carbonate, sodium sulfide and sodium sulfate from recovery boilers 5 and 6.  The smelt is dissolved in weak wash to yield green liquor for the slaking process.  Particulate emissions are controlled by a scrubber manufactured by Ducon.  Scrubber liquid (weak wash) flow rate and pH are surrogate parameters to assure continuing compliance with the TRS emissions standard.  The maximum operating rate of each unit is 50,159 pounds per hour of black liquor solids being fired on its respective recovery furnace.  These emissions units are regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills. 

Smelt Dissolving Tank #7.  This unit consists of two tanks (east and west).  The tanks receive molten smelt consisting primarily of sodium carbonate, sodium sulfide and sodium sulfate from recovery boiler 7.  The smelt is dissolved in weak wash to yield green liquor for the slaking process.  Particulate emissions are controlled by a scrubber manufactured by Ducon.  Scrubber liquid (weak wash) flow rate and pH are surrogate parameters to assure continuing compliance with the TRS emissions standard.  The maximum operating rate is 150,477 pounds per hour of black liquor solids being fired on its respective recovery furnace.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills. 

Lime Kiln #1, #2, and #3.  Each unit is a natural gas, propane, or No. 6 fuel oil (maximum of 3% sulfur by weight), fired kiln with a firing rate of 54.7 MMBtu per hour heat input.  The maximum allowable operating rate is 5.9 tons of CaO per hour.  This is based on a total process input rate of 13.95 tons per hour of lime mud.  Particulate matter emissions are controlled by maintaining a minimum pressure drop of  20.0 inches of water across a venturi scrubber.  The kilns also serve as control devices for the non-condensable gas (NCG) system.  TTS emissions compliance is maintained by proper combustion and is monitored with a CEM system.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills.

Soda Ash Silo.  The soda ash silo is pneumatically loaded from truck transporters and/or railcars.  Particulate matter emissions are controlled by a baghouse filter manufactured by Schick, model no. 58AF16, style B.  The maximum allowable operating rate is 20,000 pounds of soda ash per hour.  This emissions unit is regulated under Rule 62-296.320, F.A.C., General Pollution Emission Standards.
Lime Slakers A&B.  Lime is added to green liquor in the slaker to form white liquor which is used for cooking of the wood chips.  The operating rate of each slaker is 40,192 pounds per hour of green liquor solids plus 16,542 pounds per hour of lime. This emissions unit is regulated under Rule 62-296.320, F.A.C., General Pollution Emission Standards.
Starch Storage Silo.  Starch is pneumatically loaded into the storage silo from a truck transporter.  The maximum allowable operating rate is 25 tons of starch pneumatically loaded into the storage silo per hour.  Particulate emissions are controlled with a baghouse filter, manufactured by Ducon, type UFV, model II, size 200.  This emissions unit is regulated under Rule 62-296.320, F.A.C., General Pollution Emission Standards.
Black Liquor Evaporation System.  The evaporation system is used to concentrate weak black liquor prior to firing in the recovery boilers. NCGs containing TRS are collected and transported to the lime kilns for incineration.  The maximum allowable operating rate is 134.6 tons per hour of dry black liquor solids (BLS) as measured at the concentrator outlet.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills and 40 CFR Part 60, Subpart BB, Standards of Performance for Kraft Pulp Mills..
Batch Digester.  The Batch Digester System consists of ten batch digesters, and Blow Tank and Heat Accumulators No. 1 and No. 2.  The cook cycle relief gases during digestions are vented through a condenser to recover turpentine.  At the completion of pulp digestion, hot pulp slurry is discharged from a digester into a Blow Tank.  Steam and vapors containing TRS flash to the Blow Tank through a condenser into a Heat Accumulator.  Blow Tank and Heat Accumulator No. 1 operates at 37.6 tons per hour of unbleached air-dried pulp from six batch digesters (1-6) and Blow Tank and Heat Accumulator No. 2 operates at 25.1 tons per hour of unbleached air-dried pulp from four batch digesters (7-10).  NCGs containing TRS are collected into the Digester NCG Header and then sent to the Lime Kilns for incineration.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills.
Continuous Digester System.  The Continuous Digester System consists of the Kamyr Continuous Digester, the Kamyr Blow Tank, the flash tanks and the turpentine condenser system.  Gases generated during digestion are vented through a condenser to recover turpentine.  At the completion of continuous pulp digestion, hot pulp slurry is discharged to the Kamyr Blow Tank.  Steam and vapors containing TRS flash to the Blow Tank through a flash tank and the turpentine condenser.  The production rate of the continuous digester system is 33.3 tons per hour of unbleached air dried pulp.  NCGs containing TRS are collected into the Digester NCG Header and then sent to the Lime Kilns for incineration.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills.
Condensate Stripper System.  This system consists of a contaminated condensate collection tank, feed heat exchanger, steam stripper column, reflux condenser, foul oil cooler, foul oil storage tank, 600 gallon surge tank, foul oil vaporizer, and associated pumps, piping, ducts, etc.  The system is used to strip approximately 334 pounds per hour of volatile compounds from up to 116,000 pounds per hour of foul condensates collected from the blow heat evaporator hotwell, black liquor evaporator/concentrator hotwell, batch turpentine system decanter underflow, Kamyr turpentine system decanter underflow, NCG system seal pots, and other condensate streams.  The volatile compounds are sent through the NCG system to be incinerated in the Lime Kilns.  This emissions unit is regulated under Rule 62-296.404, F.A.C., Kraft Pulp Mills and 40 CFR Part 60, Subpart BB, Standards of Performance for Kraft Pulp Mills.
Lime Unloading System.  This system consists of a closed pneumatic unloading system which will unload 18,000 pounds per hour of calcium oxide (CaO) from railcars.  Particulate matter emissions are controlled using two 99.97 percent efficient baghouses (Shick model 58HV74 and Shick 85AJ64).  This emissions unit is regulated under Rule 62-296.320, F.A.C., General Pollution Emission Standards.
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 17, 1996June 17, 1996, this facility is a major source of hazardous air pollutants (HAPs).
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