STATEMENT OF BASIS
Bradford Tatum/Tatum Manufacturing Incorporated
Facility ID No.:  0571305
Hillsborough County

Initial Title V Air Operation Permit
FINAL Permit No.:  0571305-002-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.

Tatum Manufacturing Incorporated manufactures acrylic/fiberglass spas and related articles in a wide range of shapes and sizes for the recreational products markets at their Tampa facility.  Bradford Tatum, Tatum Manufacturing Incorporated, submitted an air construction (AC) permit application to the Environmental Protection Commission of Hillsborough County (EPC) on January 28, 2005, and the AC Permit No. 0571305-001-AC was issued on August 8, 2005.  Tatum Manufacturing, Inc. is a major source of Hazardous Air Pollutants (HAP) and Volatile Organic Compounds (VOC) under the Clean Air Act Amendments and subject to the National Emissions Standards for Hazardous Air Pollutants (NESHAP) for Reinforced Plastic Composites Production (40 CFR Part 63, Subpart WWWW).  Tatum Manufacturing is not subject to the NESHAP for Boat Manufacturing (40 CFR Part 63, Subpart VVVV) because no boat hulls or decks is manufactured.  Also there is no pultrusion, filliment winding or other types of activities conducted at this facility.  The initial Title V operating permit application was received by the EPC on March 14, 2006.
The manufacturing building is approximately 800 feet long, 200 feet wide, and 30 high at roof peak.  A third of the building consists of non-emitting activities, such as finished goods storage, the lobby, offices, glass mat cutting room, stock room and break room.  The remaining portion of the building contains the buffing and assembly areas and the production area along the northern end of the building. The “buffing area” indicated on the site layout will be devoted to areas for product grinding, edge trimming and general assembly, and mold building, preparation and repair.  The production related activities will be performed using hand held tools to prevent the release of particulate emissions.
In the manufacturing operating, the spa shell is molded from a flat (typically acrylic) sheet preheated in an electric oven.  A fiberglass mold, created using tooling resin, is placed in the vacuum forming machine and the heated plastic sheet is placed over the mold.  A vacuum is applied, forcing the softened plastic sheet to conform to the mold.  After the shell is formed, it is removed from the mold, which is inspected, repaired and cleaned using mold care materials as necessary, and returned to the start of the process.  The shell is hand wiped with mold care products (not cleaning solvents that contain HAP, i.e., styrene monomer) to clean and prime the surface, and the shell is transported along a chain driven conveyor line to Fiberglass Reinforced Plastic (FRP) application Station 1, which is a spray booth, where the resin mix is applied using mechanical non-atomized guns or other application methods as allowed by the NESHAP, Subpart WWWW, to provide structural reinforcement to the shell.  The VOC/HAP emissions generated are removed from this area by an exhaust fan.
The spray booth is constructed, as 3-sided (open front) enclosures, with the exhaust fan pickup in the 4th side acting as the booth ceiling.  The fan, 34 inch diameter, 19,000 cfm, is located on the top of the booth, which discharges approximately 45 feet above ground through a stack.

After FRP Station 1, the shell is moved to an intermediate station where the resin is rolled out by hand tools to remove any entrained air pockets from the uncured resin.  This roll out area is also ducted to the same exhaust fan.  Depending on the structural strength required of the shell, a second layer of filled fiberglass may be applied at FRP Station 2 which is identical with the FRP Station 1 equipped with a same size fan mentioned above by using mechanical non-atomized guns or other application methods as allowed by the Subpart WWWW, until the required thickness is reached.  Following the second FRP application, the resin is again manually rolled to remove trapped air pockets and ensures good bonding with the first FRP layer.  This FRP Station 2 and the roll out area are ducted through a same exhaust fan to remove the VOC/HAP emissions emitted during the process.  The shell then proceeds to the Foam Application Station 1 where insulating foam is applied to the outside of the shell.  A third exhaust stack, identical to the two FRP stations exhaust and controls air flow in this area.  The VOC/HAP emissions from foaming operations are insignificant due to the high reactivity of the species in the mixture.  The new added Foam Application Station 2 located on the west side of the production building along with a new stack is to apply foam to the base of the spas.  The second foaming station is equipped with an exhaust identical to the original station, and is intended specifically for foam application on the plastic floor pans of the spas.  Filters are required to cover the plenum area.

After the foam has cured, the shell proceeds to the cut-off saw where the excess shell (“flashing”) is removed and discarded.  Pre-cutting of some of the trim using a hand held circular saw (trivial list activity) may be required.  A bag-type filter exhausting back into the building serves to control any particulates generated by this operation.

From the Cut Off area, the spa is transferred along the conveyor to one of two CNC routers, where holes are drilled in the spa for water outlets and controls.  Again, most of the particles generated by the cutting are too large to become airborne; however, each CNC router is equipped with a bag type dust collector venting back in the work area to prevent any dust from escaping the area.  

After the cutouts are milled, the spas move to the plumbing area, where the hoses, tubes and other plumbing, control panels, and components are installed.  The spa sides and frames, prepared in the wood shop, are attached and the spa is cleaned.  Solvents and adhesives are utilized in this area, and particulates generated by the atable saw, band saw, drill press, and miter saw are controlled by a bag-type filter exhausting back into the building.  The spa is then water test for integrity and operation, the shell receives a final cleaning with isopropyl alcohol, and is moved to the Finished Goods area for shrink wrapping prior to shipping.   

Mold building and mold repair activities (Tooling), previously conducted nonspecifically throughout the work area, will be condensed to a defined area at the southeast end of the building.  Here, tooling and other resins will be used to repair existing molds and to manufacture new molds to replace unrepairable molds or to produce new product lines.  To ensure adequate dispersion of the VOC species generated, a 34 inch diameter, 10,200 cfm rated exhaust fan will be utilized.  Due to the physical properties of some of the materials and the quantities involved, manual or atomized application as well as nonatomized application may be used.  The materials, HAP contents and application methods will be documented and demonstrated to comply with the Subpart WWWW HAP emission limitations for the facility.  In some cases, rather than build up a plug or mold directly, a rigid foam base may be made using a CNC router, located in the southwest corner of the building.  The use of the rigid foam as a starting point for plug and mold manufacturing decreases the quantity of material required for mold manufacturing.  A bag-type filter exhausting into the building serves to control any particulates generated by this operation.

Filters in the production area exhaust fan inlets will assist in preventing the discharge of any particulate potentially generated from any of these processes, and are changed weekly or more frequently as necessary to maintain adequate airflow.  The FRP exhaust fans will continue to run for at least one hour after the main resin operations have ceased to ensure that VOC species generated during curing are exhausted from the area.

The main production resin is received into a 6000 gallon bulk resin storage tank.  Resin is then transferred to a 1000 gallon day tank, where an inert filler, typically calcium sulfate or calcium carbonate, is added.  The tanks are located in a containment area in the northeast corner of the building.  The emissions from the tanks are insignificant based on the results of the TANKS 4.09b model submitted.
The main cleanup solvent will be acetone, classified as “non photochemically active” by U.S. EPA, and isopropyl alcohol.  Although the record keeping spreadsheet may track the usages of acetone for hazardous waste purposes, no emissions data will be maintained for acetone.  Aqueous cleanup materials may also be used, but do not contribute to the VOC/HAP emissions and will not be included in the facility spreadsheet.  Hazardous waste generated by the production and/or cleanup operations is removed from the facility by a licensed hauler as necessary.

There are three ancillary activities performed in support of the spa manufacture proposed for inclusion in the “insignificant” list of Attachment 3, as follows:

1. The VOC working losses from the resin storage and mixing tank are expected to be minimal, as demonstrated by the TANKS 4.09B calculations.  The day tank will be covered as pratical except when adding or removing material.

2. The wood supporting frames for the spa cabinet are constructed in the Wood Shop, where framing boards are cut, shaped and trimmed using a variety of hand held, miter and table saws.  The spa cabinet sides are prepared by attaching strips of synthetic wood paneling to the sheet of plastic using adhesive cement.  The hand held tools are proposed for inclusion in the “Insignificant” list: and the dust potentially generated will be controlled by the bag collector venting internally to the work area.

3. The dust collectors venting internally to the work area are presumed to result in insignificant particulate emissions.  Use of the collectors and frequent sweeping/cleaning of surfaces and floors as needed as part of normal “good housekeeping” procedures will be required of employees.  These careful “good housekeeping practices” which provide control of potentially fugitive particulates is necessary to prevent contamination of the molds and the fiberglass surfaces.
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