STATEMENT OF BASIS
Georgia-Pacific Wood Products LLC
Hosford OSB
Facility ID No.:  0770010
Liberty County

Title V Air Operation Permit Revision

DRAFT Title V Air Operation Permit Revision No.:  0770010-007-AV

The initial Title V Air Operation Permit, No. 0770010-003-AV, was issued/effective on December 9, 2006.  This Title V Air Operation Permit Revision 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.

The subject of this permit revision is to incorporate the terms and conditions of permit 0770010-005-AC, which added overlay capability to the existing facility as part of the finishing process.  This revision also incorporates the provisions of 40 CFR Part 63, subpart DDDD, National Emissions Standards for Hazardous Air Pollutants: Plywood and Composite Wood Panels (PCWP) and includes the approved Routine Control Device Maintenance Exemption for Emissions Unit (EU) 001 and EU002.

Three administrative corrections also are incorporated into this Title V revision.  The first administrative correction is permit 0770010-004-AV, which transferred the ownership from Georgia-Pacific Corporation to Georgia-Pacific Wood Products LLC.  The second administrative correction is permit 0770010-006-AV, which omitted all references to specific overlay or substrate materials for the overlay process of permit 0770010-005-AC.  The third administrative correction is permit 0770010-008-AV, which corrected references made to specific conditions in the operating permit 0770010-003-AV.

Other changes made during this revision include the addition of EU 014, which consists of Group 1 Miscellaneous Coating Operations that were previously included in unregulated EU 010 (Fugitives), but became regulated under 40 CFR 63 subpart DDDD.

This facility is also subject to 40 CFR Part 63 subpart ZZZZ (Reciprocating Internal Combustion Engines) for unregulated EU 012, which consists of the emergency generator.  However, based on Rule 62-210.200, F.A.C., unit-specific applicability requirement, EU 012 will remain unregulated since it is only subject to initial notification under Federal Rule 63.6645(d) (see Appendix40 CFR 63 subpart ZZZZ).
Process Description
This Oriented Strand Board (OSB) facility consists of four principal manufacturing processes:  (1) furnish production, which includes debarking, slashing, and flaking; (2) flake drying; (3) forming and pressing; and (4) finishing, which consists of sawing and sanding.  The facility has a maximum annual production rate of 600 million board feet based on a 3/8-inch thickness.

Logs are unloaded and temporarily stored in the log yard.  The logs are then cut to size, debarked and processed into flakes.

The drying process consists of five flake dryers (horizontal, cylindrical rotary drum-type) heated by suspension-type burners, and a pneumatic system that conveys the flakes through the dryers.  The suspension type burners are designed to burn ground wood fuel.  Raw wood fuel is first ground in the hammer mill and then stored in a metering bin.  From the metering bin, the ground wood fuel is pneumatically transferred and blown into the burner.  Maximum heat input to each dryer is 40 MMBtu/hr.  The wood fuel is introduced tangentially to the burners, creating a cyclonic flow pattern, thereby promoting combustion efficiency.  The flue gases leave the combustion zone at approximately 1,6000F, but are immediately cooled down by the addition of dilution air between the burner and the dryer.  The hot exhaust from the burners combines with ambient air pulled through by the dryer’s pneumatic system to dry the flakes.  The amount of dilution air, and resulting gas temperature, are dependent on the dryer operating rate, wood moisture content, desired moisture content of the furnish, etc.  Air pollutant emissions associated with the drying operation include products of wood fuel combustion, such as Particulate Matter (PM), Volatile Organic Compounds (VOC), Carbon Monoxide (CO), Nitrogen Oxides (NOx) and Sulfur Dioxide (SO2).  They also include additional PM, VOC, CO and formaldehyde, which are produced in the wood drying process.

The dried wood flakes are blended with resin and wax and placed as a mat on the forming line in layers oriented at right angles to provide structural integrity.  The mat is moved into the thermal oil-heated press, where it is compressed and heated to bond the resin to the flakes.  The thermal oil is heated to the appropriate temperature in a separate system consisting of two, wood fuel, suspension-type burners.  During normal operations, the exhaust gases from the thermal oil system burners are routed through the dryer system, to assist heating.  Air pollutant emissions associated with the board press operation include PM, VOC, CO, NOx and formaldehyde.

The Thermal Oil Heater uses its own gas or sanderdust burners to heat the oil circulating within the press.  An electrostatic precipitator (ESP) controls the Thermal Oil Heater (TOH) exhaust during periods of burning sanderdust fuel.  Once the exhaust passes through the ESP, it is conveyed to the flake dryers and to their subsequent RTOs.  If the TOH has to abort the dryers and RTO due to experiencing a malfunction, or abnormal operation (e.g., start-up or shut down), it will exhaust through the TOH abort stack or the ESP using only natural gas (other than the short period of time required to make the transition from wood fuel to gas in the event of a sudden shutdown of the dryer).  Air pollutant emissions associated with thermal oil heater operation include PM, VOC, CO, NOx and trace amounts of SO2 and Hazardous Air Pollutants (HAP).

The pressed mats are cut to size, cooled, and the edges are sprayed with sealant to prevent swelling.  The finished OSB will then be packed and shipped off site.  Dry end material will either be burned to heat the dryers and thermal oil system or shipped off site for use as wood fuel or as furnish in other wood products manufacturing operations.

Numerous material handling operations, which represent both point sources and fugitive emission sources, are associated with production of the OSB.  Those operations that can be characterized as point sources include the screen fines with saw trim transfer pneumatics, saw trim and finishing line pneumatics, materials reject and flying saw pneumatics, specialty saw and sander pneumatics, fuel system pneumatics, forming bin pneumatics, and hammer mill system pneumatics.  The pollutant emissions from these operations are limited to PM.  Fugitive sources of PM include the bark handling (batch drops and wind erosion from storage piles), paved roads, debarkers, bark hog, and edge sealing of finished boards.

Additional fugitive emissions sources of VOC and/or formaldehyde include the resin storage tanks, blend house, and finished product storage.

The dryers and press are controlled by three regenerative thermal oxidizers (RTO).  Two of the RTOs are dedicated to the dryers and the third RTO controls emissions from the press.  The owner or operator has, during the term of this permit and without need for modification of this permit, converted the press RTO to a TCO, in which a portion of the heat retention media is replaced with a precious metal catalyst to facilitate control at lower temperatures and/or with greater thermal efficiency.  Therefore, the press RTO has the flexibility to operate as an RTO/RCO/TCO.  The only difference is the actual media that is used – either regular media or catalytic media.  Multiclones precede the dryer RTOs.  As mentioned above, an ESP controls emissions from the thermal oil system.  During normal operations, the exhaust gases from the thermal oil system burners are routed through the dryer system where they, along with the exhaust gases from the dryers, pass through the multiclones and RTOs prior to exiting to the atmosphere.  Particulate matter emissions resulting from material handling are controlled by a series of bag filters. 

The overlay (EU 013) capability was added to the existing facility as part of the finishing process.  The overlay operation receives panels from the Panel Trim finishing line or other board substrates (i.e., off-site plywood), and operates in parallel to the Panel Sander and Edge Sealer finishing operation.  This separate process line overlays up to 7,884,000 panels a year or approximately 42 percent of the maximum capacity of the total facility.

The Overlay Production Line applies adhesive glue and then an overlay onto a board substrate.  A portion of the board substrate is coated with glue using a roller and then an overlay is applied.  HAP and VOC emissions from this process come from the adhesive used to attach the overlay.  The Overlay operation is capable of operating 24 hours per day, 365 days per year.  The emission point is the roller that applies the glue to the board panel.  The glue dries at ambient temperature while the panel is in the final shipping unit/package.  There is no change in the facility’s 12-month maximum production rate of 600 million board-feet on a 3/8-inch basis.
The following table summarizes the potential maximum emissions (tons per year) for all regulated emission units associated with this permit:

	Pollutant
	Dryers
	Panel Press
	Oil Heating

System
	Overlay Process
	Other

Processing
	Potential Maximum Total

	PM/PM10
	187.0
	15.5
	35.0
	
	59.3
	296.8/296.8

	NOx
	332.0
	59.2
	58.4
	
	-
	449.6

	CO
	185.9
	40.4
	210.0
	
	-
	436.3

	VOC
	349.1
	55.3
	8.6
	7.2
	-
	420.2

	SO2
	30.7
	-
	2.9
	
	-
	33.6*

	TOT HAPS
	
	
	
	5.0
	
	>25

	IND. HAPS
	
	
	
	2.8
	
	>10

	VE
	10%
	10%
	5%
	
	5%
	N/A


* SO2 potential emission estimates are based on wood firing.
This facility is not within an industry included in the list of the 28 Major Facility Categories per Table 62-212.400-1, F.A.C.  Because emissions are greater than 250 TPY for at least one criteria pollutant, the facility is also a Major Facility with respect to Rule 62-212.400, Prevention of Significant Deterioration (PSD).  Therefore, any future projects must be evaluated with respect to the PSD requirements of Rule 62-212.400, F.A.C.

This facility is a major source of HAP, based on potential point source and fugitive emissions of formaldehyde and total HAP.  The facility is subject to 40 CFR Part 63, subpart DDDD (National Emission Standards for Hazardous Air Pollutants for Plywood Composite and Wood Products (PCWP).  The facility has chosen the compliance option for add-on control systems, specifically the option to reduce emissions of total HAP, measured as THC (as carbon), by 90 percent per 40 CFR63.2240(b) and Table 1B to subpart DDDD of part 63 option (1).  However, the facility may choose other add-on control systems compliance options from Table 1B to demonstrate compliance.

The emission units and fugitive sources are subject to limits determined as BACT for PM and visible emissions (VE), NOx, CO and VOC.  The Thermal Oil system is also subject to regulation under New Source Performance Standards:  40 CFR 60 subpart A, General Provisions, and Subpart Dc, Standards of Performance for Small Industrial-Commercial-Institutional Steam Generating Units.  However, this regulation only applies to the thermal oil system when it exhausts through the bypass stack of emissions Unit 011 and this NSPS only imposes record keeping and reporting requirements.  The thermal oil system is not subject to regulation under Rule 62-296.406, F.A.C., for fossil fuel steam generators less than 250 MMBtu/hr, but is subject to the requirements of Rule 62-296.410(2), F.A.C., for carbonaceous fuel burning equipment, which limits VE and PM while firing wood fuel.  Emissions from the thermal oil system are routed to the dryer system to assist in heating while wood fuel is fired.  The PM/PM10 emission limit for the dryer system, based on potential wood fuel input to the dryers and thermal oil system, is equivalent to 0.15 pounds PM/PM10 per million Btu, which is more stringent than the limit of Rule 62-296.410(2)(b)2, F.A.C.  The VE limit for the dryer system is also more stringent than the limit of Rule 62-296.410(2)(b)1, F.A.C.  Compliance with the dryer system limits will ensure compliance with the requirements for carbonaceous fuel burning equipment (Rule 62-296.410(2), F.A.C.) applicable to the thermal oil system.  No separate compliance tests are required for the thermal oil system to demonstrate compliance with limits of Rule 62-296.410(2), F.A.C.  

Due to the fact that the thermal oil heaters exhaust primarily through the dryers, and according to the Federal Register response to comments on the proposed amendments and clarifications for subpart DDDD dated February 16, 2006, this response declares that any instances of exhaust that is aborted (from the dryer) through the ESP will be covered under the Startup, Shutdown, Malfunction (SSM) plan for the dryers covered under PCWP MACT, instead of the subpart DDDDD - Boiler MACT.  However, if the indirect heat exhaust stream does not routinely pass through the direct-fired dryers, then this exhaust stream would be subject to the future Boiler MACT (Boiler NESHAP subpart DDDDD, 40 CFR 63 was struck down after promulgation and is being revised by EPA.  When the revised regulation is promulgated it may be applicable to this emissions unit and may require a Title V permit revision). 
This facility is subject to CAM for EU 001, 002 and 011 (when the exhaust from the thermal oil heaters is routed to the dryer system).
Also included in this permit are miscellaneous unregulated/insignificant emissions units and/or activities.
Based on the initial Title V Operation Permit application received April 30, 2009, this facility is a major source of HAP.

Compliance Monitoring.
The facility is required to conduct a VE test once each federal fiscal year on EU 001 through 011 with EU 001 and 002 requiring the following stack testing annually (once during each federal fiscal year) and EU 011 requiring this testing once prior to the renewal permit application due date:

EU 001, EU 002 and EU 011

	POLLUTANT
	TEST METHOD

	PM/PM10
	Method 5

	NOx
	Method 7 or 7E

	CO
	Method 10

	VOC
	Method 25A

	VE
	Method 9


*Compliance with VE Limit in Lieu of PM Stack Test allowed for EU 003-009

The facility is also subject to CAM for EU 001 and 002.  The facility is also subject to numerous operational monitoring and recordkeeping requirements, which includes daily VE observations and recordkeeping on EU 003 through 009.  In addition, the Compliance Plan (Appendix CP-1) of this permitting requires additional corrective actions for EU 001.
Compliance History.  

Facility started production on April 20, 2005.

Compliance inspection in 2002- Noted the facility in compliance while undergoing construction.

2005 and 2006 Compliance Inspections noted the facility to be In-Compliance.
On 10/28/2005 inspector noted a slightly bluish plume exiting the dryer and RTO stacks.  A compliance plan was submitted to the Department and the facility is currently in compliance with the permitted opacity limit of 10% .
On 12/18/2009, the facility was issued a warning letter for failure to maintain the 3-hour block average firebox temperature above the minimum temperature established during the performance test on the dryer RTOs (EU001).  The facility has submitted a response to the letter and enforcement action is pending.
Fee Summary.
This is a Title V facility and is exempt from permitting fees.
