STATEMENT OF BASIS
Gerard P. Carroll/New NGC, Inc.

d/b/a National Gypsum Company

Tampa Plant

Facility ID No.: 0570028

Hillsborough County

Title V Air Operation Permit Revision
FINAL Permit Project No.: 0570028-033-AV

This Title V Air Operation Permit Renewal 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 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 permit revision is being issued for the purpose of incorporating the terms and conditions of Air Construction Permit Nos. 0570028-031-AC and 0570028-032-AC.  Permit No. 0570028-032-AC was co-issued with this permit revision since the changes authorized by Permit No. 0570028-032-AC are only adjustments to the limits stated in the current permit and do not require any additional compliance testing.  Permit No. 0570028-031-AC was issued for the use of an additional raw material to add moisture resistance to the drywall.  The raw material, silicone additive (SILRES BS 94), is added into the process at the “Pin Mixer” (EU Nos. 038 and 027) as part of the slurry which cures to make the gypsum wallboard.  This modification primarily affects the two kilns, as volatile organic compounds (VOCs) and hazardous air pollutants (HAPs), which include formaldehyde, methanol and carbon disulfide, are emitted as a result of volatilization due to the high temperatures in the kilns. 

Stack testing of a kiln was required by Permit No. 0570028-031-AC, and based on the results the facility requested adjustments in the throughput limits to help ensure that the facility does not become a major source of HAP emissions.  These adjustments in throughput limits and more site-specific potential-to-emit specifications for VOCs and HAPs are authorized in Permit No. 0570028-032-AC.  That construction permit increases the permitted throughput for the “Specialty Boards” from 274,000 ton/yr (as specified in Permit No. 0570028-031-AC) to 360,000 ton/yr.  The overall wallboard production limit remained at a maximum of 600,000 ton/yr for regular and specialty boards combined.  Therefore, Permit No. 0570028-033-AV formally recognizes the addition of the “specialty” board as part of the process and includes the changes in VOC and HAP PTEs and throughput limits specified by Permit No. 0570028-032-AC.
New NGC, Inc. is a wallboard manufacturing plant. The wallboard manufacturing process consists of five operation categories: raw gypsum handling, initial rock processing, by-product gypsum (BPG) handling, landplaster and stucco processing, and gypsum wallboard manufacturing.
Gypsum Unloading (EU 060 and 066)

The raw gypsum handling system consists of a ship unloading system, a rock storage pile, and a conveyor system to the initial rock processing area. Raw gypsum includes both natural source gypsum and synthetic gypsum (by-product gypsum). Natural gypsum arrives via ship and is unloaded at a maximum rate of 2,500 tph to a rock storage area surrounded by a low retaining wall approximately 2.5 feet in height. Particulate matter emissions generated from ship unloading are controlled by the use of tarps and water sprays at the discharge point onto the storage pile(s). From the rock storage pile, the gypsum rock is loaded into a hopper that feeds a pan feeder. From the pan feeder the rock is transferred to a weigh belt before entering the rock crusher. From the rock crusher, the gypsum is transferred to a covered conveyor that carries it to the production building. This conveyor is equipped with a diverter to allow the transfer of crusher rock to the BPG storage and handling building to be loaded into trucks. Truck loading activities are conducted within the BPG storage and handling building. The trucks enter on the north side of the building and are loaded by a front end loader. After loading, the trucks exit the building on the east side. 

By-product gypsum arrives via truck and is unloaded at a maximum rate of 35 tph into a by-product gypsum storage area surrounded by a retaining wall or directly into the BPG storage and handling building. The outside by-product gypsum storage area is equipped with fixed water sprays mounted on the surrounding walls. Once inside the BPG storage and handling building, the by-product gypsum is transferred to a hopper that feeds a series of conveyor belts within the building. These belts carry the material up to, and along, the top of the storage area (building) were a movable tripper is used to form piles within the building. 

Gypsum, Stucco Processing and Waste Wallboard Enclosure (021-024, 028-031, 032, 033, 036, 040, 061, 065, 013, 014, 025, 026, 100, 101, 102, 103, 105, 106, 107, 108, 109 and 111)

Waste wallboard from the plant may be blended in with the raw and by-product gypsum. The recycled wallboard is crushed in the Waste Crusher (EU No. 105), which vents to the inside of the BPG storage and handling building. The second Rock Crusher (EU No. 106) is operated as a primary crusher at the facility, and vents to the inside the BPG Storage and Handling Building. (The crushed gypsum rock, to be processed for the Apollo Beach Plant, is crushed in the second rock crusher (EU 106) and transferred by belt conveyors back into the BPG storage and handling building where it is loaded into trucks for transport off site.) From the BPG storage and handling building, gypsum is transferred via front end loader into a reclaim hopper on the floor of the building and transferred by belt conveyers to the production building to be processed by the Imp Mills (EU Nos. 102 and 103) or the Rotary Rock Crusher/Dryer (EU No. 036) and the Calcidynes (EU Nos. 021-024, 028-031, 100, and 101).  A new conveyor system is able to divert and convey crushed rock from the existing older rock crusher (EU 036) prior to the drying process, and discharge onto the new concrete pad (47’ x 30’) outside the building.  The concrete pad is surrounded by a retaining wall about 3’ height with the access for front-end loader (Cat 988) which is used to move crushed rock pile into the Crushed Rock Storage Building associated with the operation of EU 109. 
The waste wallboard is primarily in sheets or boards. The wallboard is usually rejected due to damaged edges. The waste wallboard sheets are loaded into the hopper of the waste wallboard crusher (EU No. 105). Very little particulate matter is generated due to the loading activities because the wallboard has not been broken yet. Once the hopper is full, the waste wallboard crusher is operated until the hopper is emptied. The broken wallboard is discharged onto a short conveyor belt. The conveyor carries the broken wallboard to the waste wallboard enclosure (EU No. 111). The enclosure is equipped with water nozzles and has three fixed sides and a fixed roof. The fourth side is made of vinyl strips. When the wallboard crusher is operating, water pressure is supplied to the nozzles producing a water spray to control any particulate matter emissions generated. The enclosure provides additional PM control efficiency.  After the wallboard has been transferred into the waste wallboard enclosure, the saturated material is transferred via front end loader to be processed with the natural rock. The use of water sprays, enclosures, and work practices are used to control the emissions of particulate matter from the recycling of the reject (waste) wallboard.
The waste wallboard is already included in the facility wide throughput and does not require an increase in the annual throughput of the facility or of any emissions units. The increase in particulate matter emissions is attributed to the addition of two drop points at the Waste Crusher (EU 105) and the Waste Wallboard Enclosure (EU 111) associated with the recycling of waste wallboard.
To be processed by the Imp Mills, the crushed gypsum rock, recycled wallboard, and by-product gypsum may be conveyed via a covered belt conveyor to a 350-ton Gypsum Storage Silo (EU No. 108). The blended materials from the 350 ton gypsum silo is dried, ground to the correct size, and calcined in one of two (2) Imp Mills (EU Nos. 102 and 103). A classifier returns all oversized material to the Imp Mills for further processing. The material passing through the classifier (called stucco) is pneumatically conveyed to the Stucco Surge Bin (EU 107) and two (2) low-pressure transfer pods. The transfer pods pneumatically transfer the stucco from the Imp Mills to a storage silo within the mill building. Stucco is transferred to the board plant silos by screw conveyors S-3A, S-222, E-4 elevator, S-223 and S-224. The stucco is divided at RV-13 and is dropped into an air slide and transferred to board plant 2 or the stucco may be further transferred to S-26 and S-27 to board plant 1 silo. 

To be processed by the Rock Crusher/Dryer (EU No. 036), the crushed gypsum rock, recycled wallboard, and by-product gypsum may be conveyed via a covered belt conveyor to the Rock Crusher/Dryer (EU 036). The gypsum rock is first conveyed to a wobblier and is crushed to a diameter of about 1-inch prior to entering the 100 tph dryer. The crushed and dried gypsum rock is then conveyed via two (2) belt conveyors (B-6 and B-7) to the Raymond Mill Feed Bins Nos. 1 - 3 and/or a Rock Silo (EU No. 013) before entering one of three Raymond Mills (EU Nos. 014, 025, 037). The Rock Silo (EU 013) is used to store excess gypsum that could not be stored in the three Raymond Mill feed bins. When needed, the Rock Silo feeds all three Raymond Mill Feed Bins. The ground material from the Raymond Mills is called landplaster. 

Particulate matter emissions generated from the wobblier and the Rotary Rock Crusher/Dryer are controlled by a Flex Kleen 23,000 ACFM Jet Pulse Baghouse (Baghouse No. 36). Particulate matter emissions from belt conveyors B-6 and B-7 (EU No. 065) are controlled by a Flex Kleen 4700 ACFM Jet Pulse Baghouse (Baghouse No. 65). The three Raymond Mill Feed Bins feed directly into its corresponding Raymond Mill. Particulate matter emissions from the Raymond Mill Feed Bin No. 1 and Landplaster Feed Bin No. 1 are controlled by a Flex Kleen 4334 ACFM Jet Pulse Baghouse (Baghouse No. 14). A Flex Kleen 3300 ACFM Jet Pulse Baghouse (Baghouse No. 25) controls particulate matter emissions from Raymond Mill Feed Bin No. 2, a screw conveyor feeding Raymond Mill Feed Bin No. 3 and Landplaster Bin No. 2. A Flex Kleen 3286 ACFM Jet Pulse Baghouse (Baghouse No. 37) controls particulate matter emissions from Raymond Mill No. 3 and its associated feed bin. 

The landplaster is conveyed to one train of four (4) calcidynes (EU Nos. 021-024) or one train of six (6) calcidynes (EU Nos. 028-031, 100, 101) where it is heated to remove three quarters of the chemically bound water to form stucco. Each calcidyne has a dedicated Flex Kleen 4100 ACFM Jet Pulse Baghouse to control particulate matter emissions.

From the calcidynes, the stucco is transported to the board plant through a series of screw conveyors and elevators (EU No. 061). A Flex Kleen 3600 ACFM Jet Pulse Baghouse (Baghouse No. 61) controls particulate matter emissions from E-4 elevator, S-223 screw, and S-224 screw. Three additional Flex Kleen Jet Pulse Baghouses (2200 ACFM, 2760 ACFM, 2280 ACFM) control particulate matter emissions from the three Hot Stucco Conveyors Nos. 1, 3, 4 (EU Nos. 032, 033, 040).

Particulate matter emissions attributed to the drop point of the conveyor belt system are controlled through the use, water sprays (water wand) with 95% control efficiency at the conveyor’s head box equipped with rubber discharge enclosure, and maintaining the moisture content of the material. 

Gypsum Board Manufacturing (009, 045, 008, 041, 038, 027, 047, 034, 035, 042, 046 and 112)

Stucco is conveyed to the two (2) Board Plant Silos (EU Nos. 008 and 041) via two (2) stucco feed screws designated S-26 East and S-26 West (EU Nos. 009 and 045) to one of 
two (2) Board Plant Lines. Particulate matter emissions from the feed screws are controlled by two (2) Flex Kleen 1080 ACFM Jet Pulse Baghouses designated as Baghouse Nos. 9 and 45, respectively. At the head of each gypsum board manufacturing line is a Board Plant (BP) Storage Silo designated as No. 1 BP Silo and No. 2 BP Silo. Stucco is pneumatically conveyed from the silos to the board forming lines. Particulate matter emissions from the No.1 BP Silo and No.2 BP Silo are controlled by a 1800 ACFM and 400 ACFM Flex Kleen Jet Pulse Baghouses designated as Baghouse Nos. 8 and 41, respectively.

Stucco is conveyed from the Board Plant Storage Silos to two (2) Pin Mixers where additives are combined with the stucco and water. A silicone additive (SILRES BS 94) can also be added to improve the moisture resistance properties of the drywall for the production of “Specialty Boards”.  The slurry from the Pin Mixers, designated as the No. 1 BP Pin Mixer (EU No. 038) and the No. 2 BP Pin Mixer (EU No. 027), is gravity fed onto a paper bed, where the top paper is added and glue is applied to seal the paper sides. A flour paste is used to glue the paper ends together. Particulate matter emissions from the No. 1 BP Pin Mixer are controlled by a Ducon 2300 ACFM Scrubber. Particulate matter emissions from No. 2 BP Pin Mixer are controlled by a Ducon 800 ACFM Scrubber.

The starch is pneumatically loaded from railcars/trucks to the starch silo (EU 112) by using a blow pack.  The starch is then conveyed to holding or feed bins in the No. 1 BP and No. 2 BP.  Particulate matter emissions generated by loading the silo are vented to an 800 acfm Flex-Kleen baghouse.  The holding or feeding bins have baghouses (700 acfm) that vent inside the building.
The wallboard is sent to either of two (2) kilns where it is dried and conveyed to the board sawing area, trimmed, and bundled for shipment. Kiln No. 1 (EU No. 047) has ten decks and three zones which vent through two exhaust stacks installed in zones 2 and 3. Kiln No. 2 (EU No. 034) has eight decks and four zones which vent through four exhaust stacks. Each zone in Kiln No. 2 has two natural gas fired burners and Kiln No. 1 has one natural gas burner per zone.  Emissions from each kiln are not controlled.

The gypsum wallboard is made a half inch longer on each end than the desired finished length. The board is trimmed to the proper size using saws on each Board-End-Trim (BET) line, designated as BET No.1 (EU No.035) and BET No.2 (EU No. 042). Particulate matter emissions from the BET Units are controlled by two Flex Kleen 3300 ACFM baghouses. The trimmed material is collected and transferred back to the milling area. Particulate matter emissions from each BET line are controlled by Flex Kleen Baghouse Nos. 035 and 042.

Dry gypsum board that is rejected after the kiln is made into “risers” which are spacer blocks to be used between stacks of gypsum board in storage. Excess from the riser making process is either made into smaller pieces in the Riser Maker (EU No. 046) and fed to the drop vents for return to storage for the milling operation or sent by front end loader to the gypsum rock storage pile. Particulate matter emissions from the dry waste chop are controlled by a Flex Kleen 4800 ACFM baghouse. Particulate matter emissions from the Dry Waste Chop are controlled by Baghouse No. 46.

Unconfined Areas

The areas categorized as unconfined areas include roadways and paved parking area located throughout the plant. Emissions of fugitive dust or PM may occur in these areas.

National Gypsum uses a wet sweeper and a watering to control fugitive dust emissions. The plant is watered and swept as needed but a minimum of twice per day. 

The Primary fuel for the calcidynes, dryer, and kilns is natural gas.  However, No. 2 fuel oil with a sulfur content not to exceed 0.3 % is used as a backup.  

The tables in Specific Conditions A.1. and A.6. list the facility’s emission units, maximum throughputs, maximum fuel usages and emissions. 

Also included in this permit are miscellaneous insignificant emissions units and/or activities.
Based on the initial Title V permit application received June 17, 1996, and the Title V revision permit application received June 16, 2008, this facility is not a major source of hazardous air pollutants (HAPs).
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