STATEMENT OF BASIS
[bookmark: _GoBack]Title V Air Operation Permit Renewal
Permit No. 1030224-016-AV
APPLICANT
The applicant for this project is Island Packet and Seaward Yachts, LLC.  The applicant’s responsible official and mailing address are:  Darrell Allen, President, Island Packet and Seaward Yachts, LLC, 1979 Wild Acres Road, Largo, Florida 33771.
FACILITY DESCRIPTION
The applicant operates the existing Island Packet and Seaward Yachts, LLC, previously Hake Marine, LLC, which is located in Pinellas County at 1979 Wild Acres Road, Largo, Florida.
The existing facility consists of EU No. 001 – Fiberglass Boat Manufacturing Facility. After a fiberglass reinforced boat and other related components are designed, molds for the fiberglass components are built. After applying a wax to the surface of the molds, they are sprayed with styrene-based gelcoat. When the gelcoat has sufficiently solidified, fiberglass and catalyzed styrene based polyester resin is applied to the gelcoated surface of the mold. After curing, the hardened fiberglass parts are removed from the mold. 
This facility also includes miscellaneous insignificant emissions units and/or activities.
APPLICABLE REGULATIONS
Based on the Title V air operation permit renewal application received on August 1, 2018, this facility is a major source of hazardous air pollutants (HAP).  A summary of applicable regulations is shown in the following table:  
	Regulation
	EU No(s).

	Federal Rule Citations

	40 CFR 63, Subpart A, NESHAP General Provisions
	001

	40 CFR 63, Subpart VVVV, National Emissions Standards for Hazardous Air Pollutants for Boat Manufacturing
	001

	State Rule Citations

	Chapters 62-4, 62-210.200, 62-213.440, 62-296.320
	001


PROJECT DESCRIPTION
The purpose of this permitting project is to renew the existing Title V permit for the above referenced facility and incorporate air construction permit revision no. 1030224-015-AC, which authorizes the relocation of activities previously conducted at the 2080 Wild Acres Road site to the 1979 Wild Acres Road site.
PROCESSING SCHEDULE AND RELATED DOCUMENTS 
Application for an air construction permit and Title V Air Operation Permit Renewal (concurrent processing) received August 1, 2018
PRIMARY REGULATORY REQUIREMENTS
Standard Industrial Classification (SIC) Code:  3732 – Boat Building and Repairing.
North American Industry Classification System (NAICS):  336612 – Boat Building.
[bookmark: q5]HAP:  The facility is identified as a major source of hazardous air pollutants (HAP).
Title V:  The facility is a Title V major source of air pollution in accordance with Chapter 62-213, Florida Administrative Code (F.A.C.).
NESHAP:  The facility operates a unit subject to the National Emissions Standards for Hazardous Air Pollutants (NESHAP) of 40 CFR 63.
GHG:  The facility is not identified as a major source of green house gas (GHG) pollutants.
PROJECT REVIEW
The permit was reformatted according to the current permitting template and relevant conditions of 40 CFR 63, Subpart VVVV were added to the Specific Conditions. The revisions made in air construction permit no. 1030224-015-AC have been incorporated. 
Changes to the permit are shown in strike through format for deletions and in double underline format for additions.  For ease of identification, all changes have also been highlighted in yellow.
1. Emissions Unit No. 001 Description revised.
[bookmark: _Hlk519254606]Fiberglass Boat Manufacturing Facility - The site at 1979 Wild Acres Road consists of two (2) main buildings (northern glass building and southern previously tooling/mold storage building) and an enclosure between these two (2) buildings.  The main lamination activities and curing are conducted in the glass building.  Inside the glass building is a cutting/grinding booth.  The main production resin (gp resin) is was formerly received into a storage tank located within an enclosed structure at the northwest corner of the glass building; this tank is no longer used but has not been removed from the property.  Small parts lamination, grinding, and trimming are conducted in the area between the glass building and tooling/mold storage building.  Hake Marine, LLC will not at present occupy or conduct any activities in the former tooling/mold storage building.  
After a fiberglass reinforced boat and other related activities components are designed, molds for the fiberglass components are built.  After applying a wax to the surface of the molds, they are sprayed with (typically pigmented) styrene-based gelcoat in the gelcoat spray booth located in the northeast corner of the glass building.  When the gelcoat has sufficiently solidified, fiberglass material is placed in the mold and polyester resin is applied to the fiberglass with hand-held, flow through pressure fed rollers.  The resin is catalyzed at a point just before it reaches the handle of the roller and catalyzed styrene based polyester resin is applied to the gelcoated surface of the mold. The application methods may include hand layup, pressure fed roller, or nonatomized spray techniques.  The required thickness of fiberglass and resin are built up using this method the selected process.  After curing, the hardened fiberglass hull and deck parts are removed from the mold and put on a cradle.  On some of the parts with large, flat horizontal surfaces, non-structural thickness is built up using putty applied by hand or by nonatomized applicator.
Closed molding techniques are used for some parts fabrication.  In this procedure the gelcoat is applied to the surface of the mold in a traditional “open molding” method; fiberglass cloth or mat is then laid over the gelcoated surface and a second “half” of the mold, or an impervious plastic sheet, is placed over the fiberglass.  The edges are sealed except for a point where the resin is introduced.  A vacuum is pulled on the part for several hours to verify the seal integrity.  Catalyst is introduced into the resin drums and/or pails (open container) and thoroughly mixed prior to infusion into the part.  The liquid is exposed to the air for the minimum time during material transfer and mixing, and VOC emissions are insignificant.  The vacuum draws the catalyzed resin into the part until it appears at the exit hose at which point the flow will be terminated.  Vacuum will continue to be applied overnight.  After curing overnight, the part is removed from the mold.  It is expected that closed molding (infusion) construction will be used for more components and will represent an increasing fraction of total manufacturing.  Closed molding operations meet the criteria for insignificant activity specified in Rule 62 -213.430(6)(b), F.A.C., specifically that the activity must emit less than 1000 lbs/yr of any HAP, and are not a covered activity under 40 CFR 63 Subpart VVVV.  Although there is no regulatory-accepted emission factor for infusion, a very conservative value of 0.01 lbs emitted/lb applied, which is one tenth of the open molding factor for nonatomized spay may be used with the MACT maximum allowable styrene content of 35% as an illustration.
Using these values, 100,000 lbs resin x 35 wt % styrene x 0.01 lbs emitted/lb applied = 350 lbs styrene (HAP) emitted.
Excess material is trimmed from the parts in the grinding booth which is equipped with a dust collection system.  Additionally, lesser amounts of grinding may be performed in the smaller grind booth, main building or glass shop.  All of these areas are equipped with dust filters “shop vac” type portable collectors.  No particulates are discharged outside the building from the grinding booth. These grinding and trimming activities are considered exempt.
Emissions from the grinding and trimming activities in the enclosed booth located in the area between the glass building and tooling/mold storage building (to remain at 1979 Wild Acres Road) are controlled by a three-stage filter system, which returns the filtered air back into the enclosure.
There are exhaust points (with fans) from:
The Putty Booth located in the glass building;
The gelcoat booth located in the glass building; and
The lamination activities located in the area between the glass building and tooling/mold storage building.
The trimmed parts are then sent to assembly. The empty molds are cleaned, inspected and prepared for return to lamination in the “mold care” step, using waxes, release agents and other solvent based materials. Scratches and other imperfections observed on the mold surface are repaired if necessary, typically with resin or gelcoat tooling.
The site at 2080 Wild Acres Road consists of Assembly Building No. 4 (south) and Assembly Building No. 5 (north), and a separate building (west) with a wood mill (shop).  Sand blast booth and paint booth/plenum are relocated in the Assembly Building No. 4 (south) from 1979 Wild Acres Road Site. The wood mill shop is located on the east side of the south building and utilizes small “shop vac” type collectors, which return exhaust to the inside of the building, to capture particulates from various pieces of equipment. 
At the assembly buildings, the fiberglass parts are prepped for construction of the boat.  Hatches, deck equipment and wood trim are installed on the deck part while it is still on a cradle.  Hulls are ballasted with steel, and the and/or lead typically surrounded by concrete. Lead ingots are used; there is no cutting or grinding of lead metal which could generate lead particulate or dust. After ballasting, the plywood floor structure is fiberglassed in place.  Then the IGU (internal glass unit), which is a base for the boat's interior, is fiberglassed into the hull.  Wood bulkheads, cabinets and machinery are then fastened and/or fiberglassed to the IGU/hull.
Bulkheads and cabinets are pre-assembled in the wood mill.  Some of these wood components are varnished in the varnish booth located in the northeast corner of Assembly Building No. 4 prior to installation. It is expected that the varnish area will be located in the southwest corner of the building, and will be equipped with walls and an exhaust stack discharging outside the building.  When most of the interior is finished, the deck is joined to the hull using stainless steel fasteners and a sealant, which may include using styrene or methyl methacrylate based adhesive/bonding putty.  The yacht boat is then cleaned up; the remaining unfinished wood is either varnished or oiled, and preparation for shipping proceeds. The boats are then moved into the assembly area, for installation of rigging, motor, equipment and wiring, addition of small parts and components, and final assembly.  Miscellaneous styrene- or MMA-containing bonding and other materials, fillers, waxes and solvents may be used during and prior to final assembly.
The wood mill utilizes two (2) small baghouses, which exhaust inside the building, to capture particulates from various pieces of equipment.
There is an exhaust point (with a fan) from the varnish booth.
Sources of unconfined particulate emissions at the facility include sawing, grinding, sanding, and similar operations.
{Permitting Note:  This emission unit is/or regulated under 40 CFR 63, Subpart VVVV – National Emissions Standards for Hazardous Air Pollutants for Boat Manufacturing}
[bookmark: _Ref521507949]
2. Specific Condition A.4. added.
A.4. Open Molding HAP Emissions Limit. Limit organic HAP emissions from the five open molding operations: (1) Production resin, (2) Pigmented gel coat, (3) Clear gel coat, (4) Tooling resin and (5) Tooling gel coat, to the limit specified by the following equation, based on a 12-month rolling average.
[image: eCFR graphic er22au01.011.gif]

Where:
HAP Limit= total allowable organic HAP that can be emitted from the open molding operations, kilograms.
MR = mass of production resin used in the past 12 months, excluding any materials exempt under paragraph (d) of this section, megagrams.
MPG = mass of pigmented gel coat used in the past 12 months, excluding any materials exempt under paragraph (d) of this section, megagrams.
MCG = mass of clear gel coat used in the past 12 months, excluding any materials exempt under paragraph (d) of this section, megagrams.
MTR = mass of tooling resin used in the past 12 months, excluding any materials exempt under paragraph (d) of this section, megagrams.
MTG = mass of tooling gel coat used in the past 12 months, excluding any materials exempt under paragraph (d) of this section, megagrams.

The following materials are exempt from the open molding emission limit.
(1) Production resins (including skin coat resins) that must meet specifications for use in military vessels or must be approved by the U.S. Coast Guard for use in the construction of lifeboats, rescue boats, and other life-saving appliances approved under 46 CFR subchapter Q or the construction of small passenger vessels regulated by 46 CFR subchapter T. Production resins for which this exemption is used must be applied with nonatomizing (non-spray) resin application equipment. You must keep a record of the resins for which you are using this exemption.
(2) Pigmented, clear, and tooling gel coat used for part or mold repair and touch up. The total gel coat materials included in this exemption must not exceed 1 percent by weight of all gel coat used at your facility on a 12-month rolling-average basis. You must keep a record of the amount of gel coats used per month for which you are using this exemption and copies of calculations showing that the exempt amount does not exceed 1 percent of all gel coat used.
(3) Pure, 100 percent vinylester resin used for skin coats. This exemption does not apply to blends of vinylester and polyester resins used for skin coats. The total resin materials included in the exemption cannot exceed 5 percent by weight of all resin used at your facility on a 12-month rolling-average basis. You must keep a record of the amount of 100 percent vinylester skin coat resin used per month that is eligible for this exemption and copies of calculations showing that the exempt amount does not exceed 5 percent of all resin used.
[40 CFR 63.5698]

3. Specific Condition No. A.5. added.
A.5. Compliance Methods. To demonstrate compliance with the Open Molding HAP Emissions Limit (Specific Condition A.4.), either the Emissions Averaging Option (40 CFR 63.5710) or the Compliant Materials Option (40 CFR 63.5713) may be used, but each time a compliance option is used, it must be used for a minimum of 12 consecutive months before switching to the other option. The two methods are specified in 40 CFR 63, Subpart VVVV, in §63.5704 titled “What are the general requirements for complying with the open molding emission limit?”
[40 CFR 63.5704(a) & (b)]

4. Specific Condition No. A.8. added.
A.8. Emissions Averaging Option. For those open molding operations and materials complying with the emissions limit in Specific Condition A.4. using the emissions averaging option, you must demonstrate compliance by performing the following steps.
a. Use the methods specified in 40 CFR 63.5758 to determine the organic HAP content of resins and gel coats.
b. Complete the calculations described in 40 CFR 63.5710 to show that the organic HAP emissions do not exceed the limit specified in 40 CFR 63.5698.
c. Keep records as specified in items (1) through (4) of this section for each resin and gel coat.
(1) Hazardous air pollutant content.
(2) Amount of material used per month.
(3) Application method used for production resin and tooling resin. This record is not required if all production resins and tooling resins are applied with nonatomized technology.
(4) Calculations performed to demonstrate compliance based on MACT model point values, as described in 40 CFR 63.5710.
d. Prepare and submit the implementation plan described in 40 CFR 63.5707 to the Administrator and keep it up to date.
e. Submit semiannual compliance reports to the Administrator as specified in 40 CFR 63.5764.
[40 CFR 63.5704(a)]

5. Specific Condition No. A.9. added. 
A.9. Compliant Materials Option. For each open molding operation complying with the emissions limit in Specific Condition A.4. using the compliant materials option, you must demonstrate compliance by performing the steps in paragraphs (a) through (d) of this section.
a. Use the methods specified in 40 CFR 63.5758 to determine the organic HAP content of resins and gel coats.
b. Complete the calculations described in 40 CFR 63.5713 to show that the weighted-average organic HAP content does not exceed the limit specified in Table 2 of 40 CFR 63, Subpart VVVV.
c. Keep records as specified in items (1) through (4) of this section for each resin and gel coat.
(1) Hazardous air pollutant content.
(2) Application method for production resin and tooling resin. This record is not required if all production resins and tooling resins are applied with nonatomized technology.
(3) Amount of material used per month. This record is not required for an operation if all materials used for that operation comply with the organic HAP content requirements.
(4) Calculations performed, if required, to demonstrate compliance based on weighted-average organic HAP content as described in 40 CFR 63.5713.
d. Submit semiannual compliance reports to the Administrator as specified in 40 CFR 63.5764.
[40 CFR 63.5704(a)& (b)]

CONCLUSION
This project renews Title V air operation permit No. 1030224-014-AV, which was effective on December 6, 2016.  This Title V air operation permit renewal is issued under the provisions of Chapter 403, Florida Statutes (F.S.), and Chapters 62-4, 62-210, and 62-213, F.A.C. 
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