STATEMENT OF BASIS
Kenneth McCleave/Tampa Fiberglass, Inc.
Tampa Fiberglass, Inc.
Facility ID No.: 0570472

Hillsborough County

Title V Air Operation Permit Renewal

DRAFT Permit Project No.: 0570472-007-AV

This facility manufactures custom fiberglass products, such as septic tanks, small tanks for wastewater treatment plants, and pipes (12” in diameter), etc.  In the past, the facility also manufactured military tank simulators and cock pit simulators.  The facility is still capable of manufacturing these simulators if there are market demands.  The operation consists of; the open molding (spray lay-up and hand lay-up), closed molding, finishing, and clean-up activities.  The predominant materials associated with the processes include resin, gelcoat, polymerization initiator, styrene monomer, and miscellaneous filler.  All these operations are performed inside an enclosed building, which is divided in three sections.  

Usually, the parts/products with complex shape are made through the closed molding process. In the case of the septic tank production, the top portion of the tanks are made through the closed molding process by injecting resin/fiberglass into the closed mold, and the bottom portion of the tanks are made through the open molding process by spraying resin/fiberglass on the mold (lamination).  On the other hand, the pipes are made by open molding, manual resin application, which lay the resin/fiberglass on a flat sheet and then roll it to a round shape.  
During the process of spray lay-up application, the mold defines the structure of the outer surface.  A layer of gelcoat is sprayed onto the mold and allowed to cure.  Following the gelcoat application, the styrene based resin and polymerization initiator is applied with a spray gun equipped with a glass chopper.  Small atomized droplets of resin from the spray gun are applied to the mold.  The facility uses a non-atomized gun made by Magnum Venus Plastech (MVP), which employs Fluid Impingement Technology (FIT) for the spray nozzles to achieve a spray pressure of approximately 25 to 30 psi.  The spray lay-up application activities are conducted in the south side of the building. 

The hand lay-up application involves manually mixing the resin and the initiator in a container and applying the mixture to the mold or material with a brush or roller.  Each layer applied is rolled out to remove air pockets.  

The closed molding operation consists of a low pressure molding process, where glass fiber mats are placed between two gelcoat coated molds.  Catalyzed resin is injected into the molds after they are clamped together.  The hand lay-up and closed molding application activities are conducted in the middle of the building.

The finishing operations include grinding, sanding and gelcoat application.  Grinding is performed with hand-held grinding equipment.  The gelcoat is applied on products that require a smooth finish.  For the cleanup activities, the acetone is used as a cleanup agent.  Acetone that comes into contact with the styrene based resin and fiberglass material is incorporated into the manufacturing process as filler or glue.  Since acetone has been delisted as a photochemically reactive VOC, this function is now unregulated.  The cleanup activities can be done at the area where the application is conducted or in the north side of the building.  In addition, there is a smaller building located southeast of the main building, which is used for storage of molds.  

Tampa Fiberglass, as a major source of HAP emissions, is subject to the NESHAP for Reinforced Plastic Composites Production (40 CFR 63, Subpart WWWW).   Therefore, the facility must meet the annual average organic HAP emissions limits in Table 3 and the work practice standards in Table 4 of  40 CFR 63, Subpart WWWW.  When the facility is complying with an emission limit in Tables 3 or 5 to the Subpart, the permittee may use any control method that reduces organic HAP emissions, including reducing resin and gel coat organic HAP content, changing to nonatomized mechanical application, covered curing techniques, and routing part or all of the facility’s emissions to an add-on control.  The permittee may switch between the compliance options.
VOC and styrene emissions associated with these operations are controlled through material limitations and work practice standards.

Also included in this permit are miscellaneous unregulated/insignificant emissions units and/or activities listed in Appendix I-1.
