STATEMENT OF BASIS
William L. Gardner/Alcoa Extrusions, Inc.

Secondary Aluminum Processing
Facility ID No. 0570249

Hillsborough County

Initial Title V Air Operation Permit
PROPOSED Permit No. 0570249-003-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.

Alcoa Extrusions, Inc. is a secondary aluminum melting and extrusion facility.  The extruded products are then sold for retail use, with the various stages of production and equipment used in the process as described below.

For the operation of a secondary aluminum melting process designated as Cast House No. 1 (EU #s 7,8,9) which includes an 18.0 MMBTU/hr. melt furnace, a 6.0 MMBTU/hr. Casting/Hold Furnace, and a 9.0 MMBTU/hr. Log Homogenization Furnace. In the process, the melt furnace is charged with aluminum T-ingots and aluminum scrap.  When the melting process is complete (approximately 2 hours), a mixture of a small amount of chlorine and argon gases is bubbled through the molten aluminum.  Impurities (dross) float to the surface of the molten bath and are skimmed into a steel dross pot.  The dross is then cooled, pressed, and trucked off site to be recycled.  The remaining molten aluminum is transferred to the casting/hold furnace.  Once the cast/hold furnace contains a sufficient amount of molten aluminum, the aluminum is cast, using water, into aluminum logs at the casting station (pit) adjacent to the cast/hold furnace.  After cooling, the logs are sent to sent to either the Cast House No. 1 or the Cast House No. 2 Log Homogenization Furnace for heat curing.  The casting station is not considered a source of air pollution.  Particulate matter (PM) emissions, and products of combustion from each furnace vent uncontrolled through individual stacks above the roof.  The melter stack is 41.8 feet above ground, the hold furnace stack is 43.4 feet above ground, and the log homogenization furnace stack is 18.3 feet above ground.  The Log Homogenization Furnace, the Melt Furnace and the Casting/Hold Furnace are fired with natural gas. The Melt Furnace and Casting/Hold Furnace are a source of hydrogen chloride (HCL) emissions; however, no testing is being required since there is no applicable standard for HCL.  The permittee demonstrated initial compliance with the acceptable ambient concentrations of chlorine emissions using modeling, therefore, no additional requirements or monitoring is being requested.

For the operation of Cast House No. 2 (EU Nos. 14,15) consisting of two Reverberatory Aluminum Melting Furnaces designated as Melt Furnace #1 and #2 with a maximum combined heat input rate of 44 MMBtu/hr (22 MMBtu/hr each), and a Log Homogenization Furnace with a maximum heat input of 9 MMBtu/hr.  Cast House No. 2 also includes a 2.5 MMBtu/hr preheater which is included in this permit as an insignificant emissions unit.  The three furnaces and the preheater are fired on natural gas.  In the process, the furnaces are charged with aluminum T-ingots and aluminum scrap.  When the melting process is complete (approximately 2 hours), a mixture of a small amount of chlorine and argon gases is bubbled through the molten aluminum.  Impurities (dross) float to the surface of the molten bath and are skimmed into a steel dross pot.  The dross is then cooled, pressed, and trucked off site to be recycled.  The remaining molten aluminum is cast, using water, into aluminum logs at the casting station (pit) adjacent to the melting furnaces.  After cooling, the logs are then sent to sent to either the Cast House No. 1 or the Cast House No. 2 Log Homogenization Oven for heat curing.  The casting station is not considered a source of air pollution.  PM emissions and products of combustion from each furnace vent uncontrolled through individual 77-foot stacks above the roof. The melt furnaces are a source of  HCL emissions, however, no testing is being required since there is no applicable standard for HCL.  The permittee demonstrated initial compliance with the acceptable ambient concentrations of chlorine emissions using modeling, therefore, no additional requirements or monitoring is being requested.

For the operation of the No. 1 Aluminum Extrusion Process (EU Nos. 2,3,4,5,6) consisting of: 


A.  2,200 Ton Hydraulic Press Line
1.  One (1) Belco Mod. 79-20-4-PR20-P Billet Heater with a maximum heat input of 6.0 MMBTU/hour.

2.  One (1) Extrusion Aging Oven with a maximum heat input of 3.5 MMBTU/hour.


B.  1,650 Ton Hydraulic Press Line
1.  One (1) Belco Mod. 57-20-4-PR20-P Billet Heater with a maximum heat input of 6.0 MMBTU/hour.

2.  One (1) Extrusion Aging Oven with a maximum heat input of 3.5 MMBTU/hour.


C.  1,250 Ton Hydraulic Press Line
1.  One (1) Gerref Extrusion Aging Oven with a maximum heat input of 2.5 MMBTU/hour.

For the operation of No. 2 Aluminum Extrusion Process (EU Nos. 17,18,19) consisting of:

A.  3,000-ton hydraulic press line: The press line has a maximum throughput of 90 TPD of extruded aluminum products.

1.  Billet Heater
(3.9 MM Btu/hr - natural gas) 

2.  Age Oven No. 1  (3.5 MM Btu/hr - natural gas)

3.  Age Oven No. 2  (3.5 MM Btu/hr - natural gas)    

In the extrusion process, aluminum billets (logs) are heated, at a prescribed rate, to a working temperature (approximately 800(F to 1000(F).  They are then mechanically charged, via a hydraulic ram, into the presses, and extruded through a die to impart a specific cross sectional configuration for the customer. The extrusions are air quenched to ambient temperature, straightened by stretching, and cut to customer specified lengths at the finish saw.  Imperfect extrusions and a small portion of the billets are not used, but are recycled and sent back to the melt furnaces.  Once cut, the extrusions are sent to the age ovens where they are heated and typically maintained at 200-600( F for up to 12 hours.  All heating systems are operated on natural gas only.  Each line’s billet heater and aging oven operates in series, with all billet material (minus scrap) passing into the respective aging oven after extrusion.  The 24-hour average process weights take into account the time required for billet loading, heating, cool-down, and billet unloading periods.  The press, the extrusion saw, and the air quenching operation are not considered air pollution sources.  PM emissions, and products of combustion from each age oven and billet heater vent through individual stacks above the roof.  

For the operation of the No. 2 Die Nitrider (EU No.20) to harden the surface of the extrusion dies used for extruding aluminum.  In the process, dies and anhydrous ammonia are charged into the nitrider, and subjected to high temperatures to acquire the desired hardness.  The anhydrous ammonia is allowed to vent uncontrolled to the atmosphere, and the nitrider is then cooled and the dies removed.  The maximum charging rate of anhydrous ammonia is two (2) pounds per hour during the continuous charge time (approximately 10 hours).  Since there is no chemical reaction or adsorption involved, all anhydrous ammonia used is expected to be released as ammonia vapors.  Anhydrous ammonia is brought to the site by truck, and stored on site in a 2,000 pound capacity tank.  From the tank, the anhydrous ammonia is delivered to the nitrider through a line equipped with safety valves and meters.  The heat requirement for the process is provided by electricity, and a 0.5 ACFM vents fumes to the atmosphere.  

For the operation of the Horizontal Paint Line (EU No.10) in an Extreme Performance Coating Facility for the manufacturing of aluminum extrusions.  The extrusions are initially dipped (using a pendulum operated overhead crane) into four pretreatment tanks (approximately 3770 gallons each), and are allowed to drip dry.  Once reasonably dry, the extrusions are manually transferred onto a drag chain (conveyor) and enter a 1.5 MMBtu/hr drying oven.  From the drying oven, they are conveyed to two automated horizontal paint spray booths.  The extrusions are then conveyed to a flash-off area to partially dry the coating.  The flash-off area has two exhaust fans that vent to the atmosphere.  From the flash-off area, the extrusions enter a 1.5 MMBtu/hr baking oven where they are cured to acquire the desired dryness.  The maximum temperature from the aforementioned heating processes may reach 350° F, and is expected to be from the drying oven exhaust.  Heating for the Pretreatment Tanks is provided by a 4.2 MMBtu/hr steam boiler. The maximum total heat input for the horizontal paint line’s drying oven and baking oven is 7.7 MMBTU/hr., as fired exclusively on natural gas.  

Mist and paint overspray from the spray booths are controlled by dry media filters.  Volatile organic compounds (VOC) and organic solvents (OS) emissions are controlled by applying RACT low solvent technology, and by restrictions in the usage of coatings and solvents.

For the operation of a Vertical Paint Line (EU No.11) in an Extreme Performance Coating Facility. The project consists of a washing/pretreatment operation with two heaters (7.85 MMBtu/hr and 3.85 MMBtu/hr), a 5 MMBtu/hr dry-off oven, two paint application booths (spray booths) each with a 10,000 ACFM fan, a flash-off area, a 10.0 MMBtu/hr bake oven with a 5,000 ACFM fan and a 2.65 MMBtu/hr Tellkamp Systems, Inc. Roxidizer Model 25 Thermal Oxidizer System (incinerator) with a 25000 ACFM fan.

Emissions from the vertical paint line are principally in the form of volatile organic compounds (VOC) and organic solvents (OS).  These VOC/OS emissions from the two spray booths and the bake oven are controlled by the incinerator.  Other aforementioned sources/operations vent their VOC/OS emissions uncontrolled.  The incinerator’s maximum capacity is to process up to 25,000 ACFM of VOC/OS laden gas.  The maximum total heat input associated with the vertical paint line is 29.4 MMBTU/hr. (see above) as fired exclusively on natural gas. 

Also, included in this permit are miscellaneous unregulated/exempt emissions units and/or activities.  There are no requirements to perform daily V.E. checks for the natural gas fired emission units because there is no reasonable expectation that the 5% opacity standard will be exceeded with proper maintenance.  Therefore, annual V.E. testing has been determined to be adequate periodic monitoring for these units.
Based on the initial Title V permit application received June 14, 1996, this facility is a major source of hazardous air pollutants (HAPs).
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