A

National Emission Standards for Hazardous Air Pollutants for Secondary Aluminum Production

Operation, Maintenance, and Monitoring Plan

(OM&M Plan)

Alcoa Extrusions, Inc.
Plant City, Florida

Prepared by:

Alcoa Engineered Products

Cressona, PA

March 2003

Revised:  March 2004

Revised: November 2004

Revised: May 2005

Revised: June 2005

Table of Contents

11.
Introduction


42.
OM&M Plan Elements


123.
Secondary Aluminum Processing Units


134.
Summary of Requirements for Group 1 Furnaces without Add-on Control Devices




3Table 1:  Units Subject to 40 CFR 63 Subpart RRR


4Table 2:  Operating Specifications


5Table 3:  Monitoring Schedule


6Table 4:  Operation and Maintenance Procedures for Affected Process Units


7Table 5:  Monitoring Devices


8Table 6:  Procedures for Monitoring Process Parameters


9Table 7:  Corrective Actions for Process Deviations


10Table 8:  Process Unit Maintenance Schedule




	Attachments

	Attachment 1:
	Site-Specific Monitoring Plan

	Attachment 2:
	Startup, Shutdown, and Malfunction Plan 

	Attachment 3:
	Environmental Excursion or Event (“Triple-E”) Form

	
	


1. Introduction

On March 23, 2000, the United States Environmental Protection Agency promulgated National Emissions Standards For Hazardous Air Pollutants (NESHAP) for Secondary Aluminum Plants under 40 CFR Part 63, Subpart RRR.  These regulations, which are applicable to secondary aluminum operations, establish regulations on the emissions of organic hazardous air pollutants (HAPs), inorganic gaseous HAPs (hydrogen chloride, hydrogen fluoride, and chlorine), and particulate HAP metals.  An additional requirement of this rule is to prepare and submit an Operation, Maintenance, and Monitoring (OM&M) Plan to the regulatory agency for each affected facility.  This document has been prepared to satisfy that requirement.

As outlined in 40 CFR 63.1510 (b), the OM&M Plan should address the following elements:

1. Process and control device parameters to be monitored to determine compliance, along with established operating levels or ranges, as applicable, for each process and control device.

2. A monitoring schedule for each affected source and emission unit.

3. Procedures for the proper operation and maintenance of each process unit and add-on control device used to meet the applicable emission limits or standards in §63.1505.

4. Procedures for the proper operation and maintenance of monitoring devices or systems used to determine compliance, including:

· Calibration and certification of accuracy of each monitoring device, at least once every 6 months, according to the manufacturer’s instructions; and

· Procedures for the quality control and quality assurance of continuous emission or opacity monitoring systems as required by the general provisions in Subpart A of this part.

5. Procedures for monitoring process and control device parameters, including procedures for annual inspections of afterburners, and if applicable, the procedure to be used for determining charge/feed (or throughput) weight if a measurement device is not used.

6. Corrective actions to be taken when process or operating parameters or add-on control device parameters deviate from the value or range established in paragraph (b)(1) of this section, including:

· Procedures to determine and record the cause of a deviation or excursion, and the time the deviation or excursion began and ended; and 

· Procedures for recording the corrective action taken, the time corrective action was initiated, and the time/date corrective action was completed.

7. A maintenance schedule for each process and control device that is consistent with the manufacturer’s instructions and recommendations for routine and long-term maintenance.

8. Documentation of the work practice and pollution prevention measures used to achieve compliance with the applicable emission limits and a site-specific monitoring plan as required in §63.1510(o)(1) of this section for each group 1 furnace not equipped with an add-on air pollution control device.

Additionally, §63.1510(s) states that an owner or operator of a secondary aluminum processing unit at a facility must include, within the OM&M plan prepared in accordance with §63.1510(b), the following information:

· The identification of each emission unit in the secondary aluminum processing unit;

· The specific control technology or pollution prevention measure to be used for each emission unit in the secondary aluminum processing unit and the date of its installation or application;

· The emission limit calculated for each secondary aluminum processing unit and performance test results with supporting calculations demonstrating initial compliance with each applicable emission limit;

· Information and data demonstrating compliance for each emission unit with all applicable design, equipment, work practice or operational standards of this subpart; and

· The monitoring requirements applicable to each emission unit in a secondary aluminum processing unit and the monitoring procedures for daily calculation of the 3-day, 24-hour rolling average using the procedure in §63.1510(t).

The following sections of this OM&M Plan address each of the above elements.

1.1 Source Ownership and Permitting 

	Facility Name:
	Alcoa Extrusions, Inc.

Plant City Operation

	Facility Address:
	1650 Alumax Circle

Plant City, FL 33567

	Name of Parent Company:
	Alcoa Inc.

	Permitting Status:
	Title V Permit No. 0570249-011-AV

Last Revised:  February 12, 2002

Major Source for HAPs


1.2 Plant Description and Operation

Alcoa Extrusions, Inc. - Plant City Operation (Alcoa) operates two (2) identical 25-ton melters with a combined annual operating capacity of 45,000 tons.  These furnaces process clean charge materials
; purchased aluminum scrap; internally generated painted scrap and internal (uncoated) runaround. The molten aluminum is cast into round ingots (logs) of various diameters and lengths. A reactive salt flux is added to the molten aluminum to remove contaminants and promote the safe release of hydrogen gas. Emissions from the melting furnaces are discharged directly through a separate stack on each furnace.  No add-on control devices are used.  

The purchased scrap consists of primarily material from post-consumer markets as well as from other extrusion, forging, and fabricating operations.  All purchased scrap is inspected to ensure consistency with Alcoa’s Purchased Scrap Specification.  The maximum amount of purchased scrap included in a typical charge is 40% (18,400 pounds). Commercial metals including chromium and copper are added to produce the desired alloy.  Approximately 30 pounds of salt flux (packaged in 10-pound bags) are added to each charge.  The salt flux currently used contains magnesium chloride (~70 %) and potassium chloride (~30 %)
.  Each furnace processes up to 25 tons per charge
 (batch).  A full charge cycle typically lasts 6-10 hours.  The charge cycle could be prolonged if a process upset prohibits the molten metal from being poured into the casting unit.
Molten metal from the melting furnaces is subsequently transferred (tapped) through a trough system to direct chill-type casters.  As molten metal exits the trough, it flows into the molds supported by the direct-chill caster.  In this process, water is used to cool the molten aluminum into round ingots (logs) of various diameters and lengths.  The logs are subsequently used as the feed for the location’s extrusion presses.  

The melting furnaces are existing units as defined in the rule.  The compliance date for these units is March 23, 2003.

Table 1:  Units Subject to 40 CFR 63 Subpart RRR

	Source ID
	Regulatory Classification
	Production Capacity
	Feed/Charge Materials
	Flux Type

	North Melting Furnace
	Group 1 Furnace
	25 tons/cycle
	Clean charge, internally-generated painted scrap, purchased scrap
	Salt

	South Melting Furnace
	Group 1 Furnace
	25 tons/cycle
	Clean charge, internally-generated painted scrap, purchased scrap
	Salt


2. OM&M Plan Elements

2.1 Process and control device parameters to be monitored to determine compliance, along with established operating levels or ranges, as applicable, for each process and control device.

The following process parameters have a potential effect on the emissions of PM, HCl, and D/F from the melting furnaces and shall be monitored:

· The quantity of internal painted scrap and purchased scrap charged

· The quality of scrap charged

· The total reactive chlorine flux injection rate

The way in which operating limits have been established for each of these parameters is discussed in the attached Site-Specific Monitoring Plan (Attachment 1).  The limits for each of these parameters and the associated documentation are provided in Table 2.  These limits are based on the performance test results completed on August 13 and 14, 2002.

Table 2:  Operating Specifications

	Melting Furnaces
	Operating Range (lbs./Charge)

	Clean charge material
	Unrestricted

	Charge material not qualifying as clean charge 

(Purchased scrap 
 + internal painted scrap)
	Up to 23,756

	Painted scrap (purchased + internally generated)
	Up to 15,330

	Total Reactive Chlorine Flux Injection Rate 

	1<1.003 lbs Cl2/ton charged

(32 pounds of Zendox SF6 per full charge)


Procedures to ensure that purchased scrap is of an acceptable quality are discussed in the Site-Specific Monitoring Plan (See Attachment 1).

The total reactive chlorine flux injection rate is a function of the chlorine content of the flux and that rate at which the flux is added.  During the performance test, Alcoa added 32 pounds of salt flux to each of the three test charges.  The salt flux contained 66.4 percent chlorine.  If a salt flux containing no chlorine is used, then the total reactive chlorine flux injection rate will be equal to zero.

Prior to the compliance date, each affected unit will be provided with a label as required by Subpart RRR.  The label shall identify the unit number, its classification under this rule (i.e., Group 1furnace), operational standards and practices, and applicable emission limits.  Affected units shall be inspected monthly for presence and legibility of the label.

2.2 Monitoring schedule for each affected source and emission unit.


Monitoring requirements for Group 1 furnaces without add-on control devices are identified in §63.1510 and include:

· Inspect labels at least once per calendar month to confirm that they are intact & legible. [§63.1510(c)]

· Monitor weight of each feed/charge using a device or other procedure w/accuracy of ±1%; calibrate device according to manufacturers specifications or at least once every 6 months. [§63.1510(e)]

· Record the time, weight, and type of flux for each addition of solid reactive flux and calculate and record the total reactive flux injection rate for each operating cycle. [§63.1510(j)]

· Develop Site-Specific Monitoring Plan [§63.1510(p)].  An initial Site-Specific Monitoring Plan was submitted to the EPA and FDEP on May 31, 2002.  A revised Monitoring Plan was sent to EPA and FDEP on February 20, 2003 and is provided as an attachment to this OM&M Plan.  The revised Monitoring Plan incorporates the required elements for scrap inspection programs developed as an alternative to the monitoring requirements cited in §63.1510(p).  These required elements were developed in a cooperative effort between EPA Headquarters and Alcoa.

The documentation used to verify compliance with each of the requirements listed above is as follows:


Table 3:  Monitoring Schedule

	MELTING FURNACES

	Requirement
	Monitoring Frequency

	Inspect labels.
	1/month

	Record weight of purchased scrap, painted scrap, and total charge weight.
	1/cycle

	Calibrate scale used to determine charge weight
	1/6 months

	Record weight of chlorine containing salt flux used; calculate the reactive flux injection rate
	1/cycle


2.3 Procedures for the proper operation and maintenance of each process unit and add-on control device used to meet the applicable emission limits or standards in § 63.1505.

Operation and maintenance procedures for affected units are presented here:

Table 4:  Operation and Maintenance Procedures for Affected Process Units

	Group 1 Furnaces

	Procedures
	Description

	Purchased Scrap Specification
	These procedures ensure that only scrap that is consistent with the Purchased Scrap Specification and inspection procedures is charged, and only at a rate no greater than that charged during the performance test.  Copies of these procedures are included in the Site-Specific Monitoring Plan.

	Purchased Scrap Inspection Procedure 
	

	DMR Process Description
	

	Combustion System Checks
	Burners are checked to ensure optimal combustion.

	General and Electrical
	Furnace is checked to ensure structural integrity and reliability of process control systems.


No add-on control devices are used with these Group 1 furnaces.

2.4 Procedures for the proper operation and maintenance of monitoring devices or systems used to determine compliance, including:

i Calibration and certification of accuracy of each monitoring device, at least once every 6 months, or according to the manufacturer’s instructions; and

ii Procedures for the quality control and quality assurance of continuous emission or opacity monitoring systems as required by the general provisions in subpart A of this part. 

The following devices are used to determine compliance:

Table 5:  Monitoring Devices 

	Group 1 Furnaces

	Monitoring Device
	Purpose
	Calibration Frequency
	Associated Documentation

	Charge Scales
	For weighing of metal prior to charging into furnace
	1/6 months
	Calibration will be performed by an outside, certified firm and records will be maintained by the Quality Control Department for not less than 5 years



Since the Group 1 furnaces do not have any continuous emission or opacity monitoring systems associated with them, (ii) does not apply.

2.5 Procedures for monitoring process and control device parameters, including procedures for annual inspections of afterburners, and if applicable, the procedure to be used for determining charge/feed (or throughput) weight if a measurement device is not used. 

Procedures for monitoring process parameters were previously addressed in Sections 2.3 and 2.4.  

Table 6:  Procedures for Monitoring Process Parameters

	Group 1 Furnaces

	Parameter
	Procedure or Device (Make/Model)
	How is Data Obtained/Maintained?

	Scrap Quality
	Scrap Inspection
	Procedures described in Site-Specific Monitoring Plan

	Charge Weight
	See Site-Specific Monitoring Plan Attachment 1
	Manually obtained  / record in Charge Log

	Weight of Purchased Scrap
	Toledo Scale 

model #8530
	Manually obtained  / record in Charge Log

	Weight of Painted Scrap
	First Weigh      Model #DI - 12
	Manually obtained  / record in Charge Log


The data obtained will be compared to the operating ranges identified in Section 2.1
As stated previously, there are no add-on control devices associated with these Group 1 furnaces.   

2.6 Corrective actions to be taken when process or operating parameters or add-on control device parameters deviate from the value or range established in paragraph (b)(1) of this section, including:

i
Procedures to determine and record the cause of a deviation or excursion, and the time the deviation or excursion began and ended; and, 

ii
Procedures for recording the corrective action taken, the time corrective action was initiated, and the time/date corrective action was completed.

Process operating parameters include the “charge mix” (quantity and quality of charge material) and total reactive flux injection rate.  These parameters were previously identified in Section 2.1 of this plan.  When a process or operating parameter deviates from the value or range established in Section 2.1, actions are taken as expeditiously as practicable to restore the equipment to the normal operating conditions.

These actions are completed in accordance with safety and good control practices for minimizing emissions.  The following table lists the process or operating parameters that were established in Section 2.1 and the deviations that can occur.  The corrective actions that are to be taken in response to the process/operator parameter deviations are indicated on the subsequent table.  Deviations not caused by a malfunction will be considered an Environmental Incident and will be documented on an Environmental Excursion or Event (“Triple-E”) Report, or its equivalent.  A copy of the Triple-E form is provided as Attachment 3.  

Table 7:  Corrective Actions for Process Deviations 

	Group 1 (Melting) Furnaces

	Process/Operating Parameter
	Deviation
	Corrective Actions

	Charge Mix
	Purchased scrap or painted scrap charge weight limit exceeded.

 
	1. Log the date and time the parametric excursion began and ended

2. Notify the Department Manager.  The Department Manager will verify that the limit was exceeded.

3. Environmental Coordinator works with Department Manager to complete a Triple-E Form (or its equivalent).  Information will consist of cause of the excursion, corrective actions, date and time corrective actions were initiated and completed, and steps to prevent reoccurrence of the excursion.

	Reactive Flux Injection Rate
	Reactive flux injection limit exceeds 1.003 lbs Cl2/ton feed
	Same as above.


2.7 A maintenance schedule for each process and control device that is consistent with the manufacturer’s instructions and recommendations for routine and long-term maintenance.

Maintenance procedures for preventative maintenance for affected units are completed as scheduled in the preventive maintenance work order system.  

Table 8:  Process Unit Maintenance Schedule

	Group 1 (Melting) Furnaces

	Maintenance Activity
	Frequency
	Procedure

	Combustion System Checks
	Varies – Typically Every 90 days
	Flame Detections, Purge Timers, Door Switches, Flow and Pressure Switches are checked - in place and operational

	Furnace Air/Gas Ration Settings
	At least every 6 months
	Measure Air/Gas Ratios

	General and Electrical
	At least every 6 months
	Check purge times, check pilot and main gas controls, check automatic shutdowns, visual checks of equipment for structural stability and loose fittings, check piping and wiring connections, check electrical grounds


2.8 Documentation of the work practice and pollution prevention measures used to achieve compliance with the applicable emission limits and a site-specific monitoring plan as required in §63.1510(o)(1) of this section for each group 1 furnace not equipped with an add-on air pollution control device.

The work practice and pollution prevention measures used to achieve compliance include 1) establishing acceptance criteria and inspection procedures for purchased scrap, 2) using only approved charge material in acceptable quantities, and 3) limiting the quantity of reactive flux.  Documentation of these procedures is described in the previous sections of this OM&M Plan and in the attached Site-Specific Monitoring Plan (Attachment 1).  

3. Secondary Aluminum Processing Units

3.1 The identification of each emission unit in the secondary aluminum processing unit

Each emission unit is identified on Table 1.

3.2 The specific control technology or pollution prevention measure to be used for each emission unit in the secondary aluminum processing unit and the date of its installation or application

Pollution prevention measures are addressed in Section 2.8 and the Site-Specific Monitoring Plan.  The date of application of pollution prevention measures is March 24, 2003.

3.3 The emission limit calculated for each secondary aluminum processing unit and performance test results with supporting calculations demonstrating initial compliance with each applicable emission limit

Consistent with §63.1510(u), Alcoa has demonstrated, through performance tests, that each individual emission unit within the secondary aluminum production unit complies with the applicable emission limits for the emission unit.  SAPU calculation (averaging) will therefore not be performed.

3.4 Information and data demonstrating compliance for each emission unit with all applicable design, equipment, work practice or operational standards of this subpart

Compliance documentation relating to equipment, work practice and operation standards is addressed throughout Section 2 of this Plan, particularly Subsections 2 and 5.  There are no applicable design standards for the affected units at Alcoa.

3.5 The monitoring requirements applicable to each emission unit in a secondary aluminum processing unit and the monitoring procedures for daily calculation of the 3-day, 24-hour rolling average using the procedure in §63.1510(t)

Monitoring requirements are identified in Section 2.2.  As mentioned above, SAPU calculations will not be performed.

4. Summary of Requirements for Group 1 Furnaces without Add-on Control Devices

  

	
	Requirement(s) 
	40 CFR Section 
	Deadline/Frequency 

	Emission Standards 
	Furnaces processing other than clean charge: 

· 15 ug D/F TEQ per MG feed/charge (2.1 x 10-4 gr/ton)

· 0.20 kg HCl per Mg feed/charge (0.40 lb/ton) 

· 0.20 kg PM per Mg feed/charge (0.40 lb/ton)
	§63.1505(i) 
	Existing sources: 3/24/03 

New sources: 3/24/00 or upon startup, whichever is later 

	Operating Requirements 
	Operate in accordance w/OM&M plan 

Maintain easily visible labels that identify type of affected source, applicable operational standards & control methods 

Operate a device that measures & records weight of feed/charge or aluminum production for each operating cycle or time period used in performance test (with ±1% accuracy)

Maintain total reactive chlorine flux injection rate for each operating cycle or time period used in performance test at or below average rate established during performance test 

When a process parameter (i.e. charge weights, flux injection rate) deviates from the value or range established during the performance test, corrective action must be taken as expeditiously as practicable.

Operate each furnace in accordance w/work practice/pollution prevention measures documented in OM&M plan & w/in parameter values/ranges established in OM&M plan 

Startups and shutdowns shall be conducted and logged in accordance with the SSM Plan. Malfunctions shall be addressed and logged in accordance with the SSM Plan.
	§63.1510(b); §63.1506(b), (d), (n), (p)

§63.1510(o)(1),

§63.1516(a)
	March 24, 2003


	
	Requirement(s) 
	40 CFR Section 
	Deadline/Frequency 

	Testing Requirements 
	Submit notification of intent to conduct performance test 
	•§63.1515(a)(6) 
	60 days before test 

Complete

	
	Submit site-specific test plan
	•§63.7(c)(2)
	60 days before test

Complete

	
	Conduct performance test to measure D/F, HCl, and PM at furnace exhaust outlet, measure total weight of feed/charge or aluminum production during performance test, can measure reactive flux addition rate & assume all is emitted instead of conducting HCl test.
	•§63.1512(e),(k); §63.7(a)(2); 
	•Within 180 days after compliance deadline, & every 5 years thereafter 

Complete

	
	Record identity, composition, & total weight of each addition of solid reactive flux
	•§63.1512(o)
	Complete (See Site-Specific Monitoring Plan)

	
	Establish operating parameter values
	•§63.1511(g)
	•During performance test

Complete (See Site-Specific Monitoring Plan)

	Monitoring Requirements 
	Inspect labels at least once per calendar month to confirm that they are intact & legible 

Monitor weight of each feed/charge using a device or other procedure w/accuracy of ±1%; calibrate device according to manufacturers specifications or at least once every 6 months 

Calculate & record total reactive flux injection rate for each operating cycle or time period used in performance test 

Develop site-specific monitoring plan 
	§63.1510(c),(e), (j), (o), (p),
	March 24, 2003

Site-Specific Monitoring Plan is complete

	
	Perform Scrap Inspection
	Per site-specific monitoring plan
	


	
	Requirement(s) 
	40 CFR Section 
	Deadline/Frequency 

	Reporting Requirements 
	Initial notification 
	•§63.9(b)(2) 
	120 days after effective date or startup  - Complete

	
	Notification of anticipated date of performance test
	•§63.1515(a)(6)
	60 days before performance test  - Complete

	
	Site-specific test plan
	•§63.7(c)(2)(iv)
	60 days before performance test  - Complete

	
	OM&M plan
	•§63.1510(b)
	March 24, 2003

	
	Site-specific monitoring plan
	•§63.1510(o)(1)
	6 months before compliance date  - Complete

	
	Notification of compliance status report
	•§63.1515(b)
	60 days after compliance date

	
	Excess emissions reports
	•§63.1516(b)
	Semi-annually, 60 days after calendar half

	
	Annual compliance certification/summary report
	•§63.1516(b),(c)
	Semi-annually, 60 days after calendar half

	
	SSM reports
	•§63.10(d)(5)(i)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/GPsections.html" \l "63.10(d)(5)"  
	30 days after calendar half when a SSM occurred

	
	Report of malfunctions outside of SSM plan that affect CMS 
	•§63.8(c)(1)(ii) 
	24 hrs. after event (phone report) & 14 days after event (letter report)

	
	Report of actions inconsistent w/SSM plan
	•§63.6(e)(3)(iv); §63.10(d)(5)(ii)
	2 working days after event (phone report) & 7 working days after event (letter report)


	
	Requirement(s) 
	40 CFR Section 
	Deadline/Frequency 

	Recordkeeping Requirements 
	Records of monthly inspections for proper unit labeling 
	•§63.1517(b)(13) 
	Keep records for at least 5 years, may keep off-site after first 2 years; records must be accessible within 24 hours of request 

	
	Records of total reactive flux injection rate & calculations, including records of any period rate exceeds compliant operating parameter value & corrective action taken
	•§63.1517(b)(5)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1517(b)(5)"  
	

	
	Records of feed/charge weights for each operating cycle or time period used in performance test 
	•§63.1517(b)(7)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1517(b)(7)"  
	

	
	Copies of all notifications & reports & their supporting documentation
	•§63.1517(a)
	

	
	Records of occurrence & duration of each SSM or malfunction of operation of process & control equipment
	•§63.1516(a)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1516(a)"  
	

	
	Records of actions inconsistent w/SSM plan & actions consistent w/SSM plan
	•§63.1516(a)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1516(a)"  
	

	
	Records of measurements needed to demonstrate compliance
	•§63.10(b)(2)(vii)
	

	
	Records of performance test results 
	•§63.10(b)(2)(viii)
	

	
	Approved site-specific monitoring plan & records documenting conformance w/plan
	•§63.1517(b)(8)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1517(b)(8)"  
	

	
	Records of any approved alternative monitoring or test procedure
	•§63.1517(b)(15)

 HYPERLINK "http://www.epa.gov/ttn/atw/alum2nd/631511_631520.html" \l "63.1517(b)(15)"  
	

	
	SSM plan
	•§63.1517(b)(16)
	

	
	OM&M plan
	•§63.1517(b)(16)
	

	
	Document scrap inspection for each furnace load.
	Per site-specific monitoring plan
	

	Training
	Conduct scrap inspection training and certification
	Per site-specific monitoring plan
	March 24, 2002 

Provide training to new scrap receivers

Provide biannual refresher training


Attachment 1

    Site-Specific Monitoring Plan for Two Uncontrolled Group 1 Furnaces

Attachment 2

Remelt Production System Startup, Shutdown and Malfunction Plan for Melters

Attachment 3

Triple-E Form

� Clean charge material is defined at §63.1503 as furnace charge materials including molten aluminum; T-bar; sow; ingot; billet; pig; alloying elements; uncoated/unpainted thermally dried aluminum chips; aluminum scrap dried at 343°C (650°F) or higher; aluminum scrap delacquered/decoated at 482°C (900°F) or higher; other oil- and lubricant-free unpainted/uncoated gates and risers; oil-and lubricant-free unpainted/ uncoated aluminum scrap, shapes, or products (e.g., pistons) that have not undergone any process (e.g., machining, coating, painting, etc.) that would cause contamination of the aluminum (with oils, lubricants, coatings, or paints); and internal runaround.





� As an alternative, Alcoa may chose to use a non-chloride type flux containing < 10% potassium aluminum fluoride, < 40% potassium fluorosilicate, <30% potassium carbonate, and < 30% potassium sulfate,


� Under normal operating conditions, a 2.5 ton molten metal heal will remain in the furnaces.  On rare occasions (up to twice a year), a furnace will be shut down for maintenance.  When the furnace is brought back on line, the first charge cycle may weigh up to 27.5 tons 


� See specifications for purchased scrap


� The total reactive chlorine flux injection rate is the sum of any chlorine gas flux used plus the amount of any chlorine (or chloride, Cl) used in the form of salt flux.  The equations for calculating “total reactive chlorine flux injection rate” are provided in �HYPERLINK "http://ecfrback.access.gpo.gov/otcgi/cfr/otfilter.cgi?DB=1&ACTION=View&QUERY=63.1512&RGN=BSEC&OP=and&QUERY=40&RGN=BTI&QUERY=13679&RGN=BSECCT&SUBSET=SUBSET&FROM=1&ITEM=1"��§63.1512(o)� of the rule.


6 Other fluxes of similar make-up are permitted as long as the potential HAP emissions are less than Zendox SF (the flux used during the performance test) and proper notification to the Environmental Protection Commission of Hillsborough County has been provided.





	
	
	


PAGE  
	Pc_omm_Rev_May-2005
	
	



