STATEMENT OF BASIS
Title V Air Operation Permit Renewal
Permit No. 1070039-025-AV
APPLICANT
The applicant for this project is Continental Palatka, LLC.  The applicant’s responsible official and mailing address are:  Debbie Master, Plant Manager, Continental Building Products, Continental Palatka, 886 North Highway 17, Palatka, Florida 32177.
FACILITY DESCRIPTION
The applicant operates the existing Continental Palatka Facility, which is located in Putnam County at 886 North Highway 17, Palatka, Florida 32177.
This existing facility is a synthetic gypsum wallboard forming facility that consists of major activities that include: raw material storage/processing, cage mill dryer system and wallboard processing.
Raw Material Handling: Raw material (synthetic gypsum) is received via conveyor from the nearby Seminole Electric Generating Facility, and raw material via truck from other off-site sources of synthetic gypsum. The synthetic gypsum (calcium sulfate dihydrate [CaSO4•2H2O]) is transferred via conveyors to an
active storage pile located inside the Active Storage Dome. Up to approximately 25,000 tons of gypsum can be
stored inside the Active Storage Dome. Gypsum received from trucks is initially stored in the outdoor storage
area. With a free moisture content of typically 10%, the raw gypsum has the feel and consistency of wet fine
sand.  This characteristic minimizes the amount of particulate matter generated in the handling and storage
process.  A reclaim system, consisting of a conveyor that runs underneath the Active Storage Dome and Building
is used to distribute and retrieve the gypsum from the storage pile and transfer it to a primary conveyer
entering the process building.  Additionally, a hopper system (EU011) allows material to be placed
on the primary conveyor via front-end loaders when the reclaim system is down for maintenance.
Wet and dry additives are also received at the facility for use in making the wallboard. These include starch,
vermiculate, potash, boric acid, sugar, fiberglass, foaming agents, and other minor wet additive constituents.
The starch is received by truck or railcar and is pneumatically transferred into a starch silo (EU007). Similarly,
vermiculite received via trucks is stored in a dedicated storage bin (EU015).  The starch silo is located on the exterior of the plant building and exhausts to the atmosphere. The vermiculate bin sits inside the plant production building and vents into the interior.  The starch and vermiculate feed into the Pin Mixer via a screw conveyor.  Other dry raw materials are received in bags or totes and are manually fed into small hopper bins located on top of the additives screw conveyor leading to the Pin Mixer. A negative draft is induced at several pick-up points in the additives area to draw small amounts of dust away from the area to a dust collector. The Nuisance Dust Collector (exhausts to the interior of the building) is installed to specifically serve the pick-up points in the additives area.  The wet additives are stored in various size tanks near the Pin Mixer area. Wet additives include fiberglass slurry, a retardant, disperser, wax, soap (containing 12% isopropyl alcohol), and edge paste.  

Cage Mill Drying System:  The synthetic gypsum has a free moisture content of approximately 10%.  In
order to prepare the gypsum for calcining, it is first routed through one of the two Cage Mill Dryer Systems
(EU002 and EU023) where the material is flash dried to approximately 1% free moisture. The drying heat is
supplied by 55 MMBtu/hr gas burners in each of the Cage Mill Dryers, which combust natural gas.  The process stream from the Cage Mill, which contains both the dried gypsum and the by-products from the fuel combustion,
is pulled through a large dust collector to recover the dried gypsum.  The dried gypsum is conveyed via an air
slide system into one of two (2) large Imp Mill Feed Silos (EU003 and EU018) located ahead of the Imp Mill Flash Calciner Systems.  A small side stream of dried gypsum may also be directed from the air slide into the Landplaster Bin (EU016), to be used as an additive in the Pin Mixer.  From the Landplaster Bin, the gypsum is milled to the appropriate fineness in the Ball Mills (EU014) and introduced with other additives to the Pin Mixer. Particulate matter emissions from the Landplaster Bin are controlled by the End Trim Dust Collector (EP-016) while emissions from the Ball Mills are controlled by the BMA Dust Collector (EP-014). Both the End Trim Dust Collector and BMA Dust Collector exhaust to the interior of plant buildings.

Imp Mill Flash Calcining Systems:  The Imp Mill Flash Calciner Systems (EU004 and EU019) are designed to grind the dried gypsum material to a specified fineness and remove chemically bound water from the gypsum, forming stucco (calcium sulfate hemihydrate [CaSO4•½H2O]). gypsum is metered out of the Imp Mill Feed Silos to the Imp Mill Flash Calciners and simultaneously calcined and ground.  The result is a uniform quality stucco with a combined water content of 5.5 to 6%.  Heat for the calcining reaction is provided by a 40 MMBtu/hr burner in each system.  The combined process stream from EU004 and EU019 consists of stucco and combustion by-products.  The stream is pulled through a dust collector to separate the gas from the stucco. The exhaust gas is discharged through a dedicated stack to the atmosphere.  The stucco is then routed to an Imp Mill Air Cooling System (EP-005 and EP-020).  The air cooling system pneumatically conveys the cooled stucco through a dust collector, which separates the cooling air from the stucco.  The exhaust from each cooling system discharges through individual stacks to the atmosphere.  The stucco from the two cooling systems drops onto an air slide that conveys the materials to one of two large storage silos.  From the storage silos, stucco is transferred via air slides and bucket elevators to a screw conveyor leading to the Pin Mixer in the wallboard production process.

Wallboard Production:  The Palatka facility is capable of producing approximately 950 million square feet of wallboard per year.  First,in the Pin Mixer, which is a small enclosed mixing tank, the stucco is mixed with wet and dry additives to form  slurry. The slurry from the Pin Mixer is distributed between top and bottom layers of paper to form gypsum board on the wallboard production line.  As the wet gypsum board is formed, it is conveyed on an open conveyor down the length of the production building. This allows the board to set.  At the end of the forming conveyor, the gypsum boards are flipped, cut to desired size, and fed into the Wallboard Dryer (EU013).  A set of burners (total heat input of approximately 186 MMBtu/hr) fired with natural gas provides direct heating in the Wallboard Dryer.  There are two stacks on the Wallboard Dryer, the first stack is located at the “wet-end” (i.e. entry point) of the Wallboard Dryer (EP-013A) and the second stack is located at the “dry-end” (EP-013B).  There are only negligible emissions from the wet-end stack as the combustion exhaust from the Wallboard Dryer burners is vented through the dry end stack.
A wet board reject system is present in which boards can be removed from the line before being fed through the
Wallboard Dryer.  The wet boards are collected in a temporary pile located outside the mill building under a
shed.  Front end loaders transfer the wet boards to the outdoor Waste Wallboard Storage pile. 

After accepted boards have been dried in the Board Dryer, they are cut, trimmed, taped, and stacked.  Gypsum
dust generated from the sawing and trimming operations is collected in the End Trim Dust Collector (EP-016)
and is recycled into the process at the Synthetic Gypsum Storage Bin.  This dust collector also captures dust
generated by the Dunnage Machine (EU008), which is part of the sawing and trimming operations.  The Dunnage
Machine takes reject boards (or normal boards if there is a low supply of reject boards), applies glue to make
five-board stacks, and saws them into small “two-by-fours” (also called dunnage pieces).  The two-by-fours are
used as spacers for storing finished wallboards in the warehouse and on trucks. This allows the stacks of
wallboard to be picked up by fork lifts.

To ensure appropriate wallboard quality, the paper covering must be dried prior to its introduction to
the forming machine. Six small 0.1 MMBtu/hr natural gas burners are used to provide the heat necessary to dry
the paper as it is unwound from parent paper rolls delivered to the plant.  An inkjet printing system is also used
to mark the paper with the appropriate identification marks and information.  The inkjet printing process is an
insignificant source of fugitive VOC and HAP emissions.

Wallboard Trimming Recycling System:  Large pieces of wallboard generated in the sawing and trimming operations are transported via front-end loaders to the Active Storage Building, which is a square steel framed building attached to the Active Storage Dome.  Here, the boards are ground up, pulverized, and reintroduced into the process.  This gypsum is dropped onto the primary conveyor that leads into the Mill Building. The recycle system grinder is located entirely within the Active Storage Building.  To increase the board recycling and supplement the supply of fresh gypsum to the plant, the Reclaim Processing and Screening System (EU024) separates debris, soil, and paper from the reclaim wallboard material and supplemental supplies of synthetic gypsum delivered to the site.4 With the paper material removed, a higher percentage of reclaim board is used as the raw material for the plant.  The Reclaim Processing and Screening System emission unit encompasses the use of the following type of equipment: portable tubular screens (sometimes referred to as trommel screens), stationary screens, and bucket separators (modules that attach to the arms of a front-end loader). 

Emission Unit 001 (EU001) and Emission Unit 022 (EU 022): 55-ton capacity gypsum indoor FGD Surge Bins #1 and #2 are controlled by a single FDG surge bin filter for particulate matter control.  The fabric filter’s primary purpose is to recover product and return it to the process.

Emission Unit 011 (EU011): 25 -ton capacity Emergency Live Bottom Feed Hopper located indoors is controlled by a BC-9 Nuisance dust collector.  

Emission Unit 014 (EU 014): Ball Mills located indoors is controlled by a BMA dust collector.

Emission Unit 016 (EU 016): Landplaster Bin located indoors is controlled by an end trim dust collector system.  

Emission Unit 010 (EU 010): 55-ton capacity Emergency Live Bottom Feed Hopper is uncontrolled. 

Emission Unit 004 (EU004) and Emission Unit 019 (EU019): 55 TPH Imp Mill Flash Calciner System A and B,   controlled by separate dust collectors.  Each calciner system includes an associated 40 MMbtu/hr natural gas fired burners that provides heat for the calcining process.

Emission Unit 003 (EU003), and Emission Unit 018 (EU 018): 170 -ton capacity gypsum Imp Mill Feed Silo A, and B, are ducted to the cage mill dust collector system (EPt 002 and 023), which pulls negative draft on the silos.

Natural gas is the authorized fuel for these emissions units. 

Emissions Unit 024 - Reclaim Processing and Screening System includes portable tubular screens (trommel screens), stationary screens, and bucket separators (modules that attach to the arms of a front-end loader).  The 200 ton per hour portable trommel screen (Model Trommel 720 Double Screen) manufactured by PowerScreen. Includes an associated 174 hp diesel engine trommel machine 
The reclaimed processing and screening system separates debris, soil, and paper from the reclaim wallboard material and supplemental supplies of synthetic gypsum delivered to the site.  The removal of the debris, soil, and paper allows for a higher percentage of reclaim board used as the raw material for the plant. The Reclaim Processing and Screening System is uncontrolled

Diesel fuel is the authorized fuel for this emissions unit.
{Permitting Note:  These emission units are regulated under 40 CFR 60, Subpart OOO, Standards of Performance for Nonmetallic Mineral Processing Plants and 40 CFR 60 (Subpart A, Standards of Performance for New Stationary Sources – General Provisions) adopted and incorporated by reference in Rule 62-204.800, F.A.C.}
Emissions Units 002 (EU002) and Emissions Units 023 (EU0023):  Cage Mill Dryer Systems #1 and #2 manufactured by ABB Raymond Model No. 3125 with Alstom Power Preheater manufactured by Raymond, September 10 2005.  Each dryer is powered by 55MMBTU/hr natural gas fired burners.  Particulate matter and visible emissions from each emissions unit are controlled by separate 52,000 dscfm baghouse control systems.
The fabric filter’s primary purpose is to recover the dried gypsum and return it to the process.  

{Permitting Note:  These emission units are regulated under 40 CFR 60, Subpart UUU, Standards of Performance for Calciners and Dryers in Mineral Industries and 40 CFR 60 (Subpart A, Standards of Performance for New Stationary Sources – General Provisions) adopted and incorporated by reference in Rule 62-204.800, F.A.C.}
Emission Unit 005 (EU005) and Emission Unit 020 (EU020): 55 TPH Imp Mill Air Cooling System A and B, controlled by separate dust collectors.

Emission Unit 006 (EU006) and Emission Unit 021 (EU021): 100 TPH Stucco Silo A and B controlled by separate bin filters located indoors.

Emission Unit 007 (EU007): 0.66 ton/hr starch silo controlled by a silo vent filter.
Emission Unit 008 (EU008):  Sawing System/Dunnage Machines that exhaust to EU 016- Landplater Bin controlled by an end trim dust collector system. 
Emission Unit 013 (EU013): Wallboard Dryer and associated 186 MMBtu/hr (total) natural gas fired burners  provides direct heating in the Wallboard Dryer.  There are two stacks on the Wallboard Dryer, the first stack is located at the “wet-end” (i.e. entry point) of the Wallboard Dryer (EP-013A) and the second stack is located at the “dry-end” (EP-013B).  
Emission Unit 017 (EU017) : Additive System and pin Mixer controlled  by a 8000 dscfm Nuisance Dust Collector located indoors.

{Permitting Note:  These emission units are regulated under Rule 62-296.320(4), F.A.C.}
This facility operates two Perkins diesel fired emergency generators and a John Deere diesel fire water pump engine all three engines were manufactured and installed in 2000 and are subject to regulation under 40 CFR 63Subpart ZZZZ, - National Emissions Standards for Hazardous Air Pollutants for Stationary Reciprocating Internal Combustion Engines.
{Permitting Note: These engines are subject to 40 CFR 63 40 CFR 63 Subpart ZZZZ National Emissions Standards For Hazardous Air Pollutants For Stationary Reciprocating Internal Combustion Engines.  In accordance with the definitions of this subpart, the engines are existing, stationary RICE}.

















Facility Process Flow Diagram
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This facility also includes miscellaneous unregulated/insignificant emissions units and/or activities.
The existing facility consists of the following emissions units and activities.
	Facility ID No. 1070039

	ID No.
	Emission Unit Description
	Emissions Point
	Filter System

	Regulated Emissions Units and associated Emission Points

	001
	FGD Surge Bin #1 (55-ton Bin)
	001
	FGD Surge Bin Filter

	002
	Cage Mill Dryer System #1
	002
	Dust Collector

	003
	Imp Mill Feed Silo A (170-ton Bin)
	002, 23
	Dust Collector/Bin Filter

	004
	Imp Mill Flash Calciner System A
	004
	Dust Collector

	005
	Imp Mill Air Cooling System A
	005
	System Collector

	006
	Stucco Silo A (690-ton Bin)
	006
	Silo Filter

	007
	Starch Silo
	007
	Starch Silo Vent Filter

	008
	Sawing Systems/Dunnage Machines
	16
	End Trim Dust Collector

	010
	Belt Conveyors and Bucket Elevators
	Fugitive
	None

	011
	Emergency Live Bottom Feed Hopper
	011
	BC-9 Nuisance Dust Collector

	013
	Wallboard Dryer (4 Natural Gas Burners)
	13 A, 13 B
	None

	014
	Ball Mills
	14
	BMA Dust Collector

	016
	Landplaster Bin
	16
	End Trim Dust Collector

	017
	Additives System and Pin Mixer
	17
	Nuisance Dust Collector

	018
	Imp Mill Feed Silo B (170-ton Bin)
	02, 23
	Dust Collector/Bin Filter

	019
	Imp Mill Flash Calciner System B
	19
	Dust Collector

	020
	Imp Mill Cooling System B
	20
	System Filter

	021
	Stucco Silo B (690-ton Bin)
	21
	Silo Filter

	022
	FGD Surge Bin #2 (55-ton Bin)
	22
	FGD Surge Bin Filter

	023
	Cage Mill Dryer System #2
	23
	Dust Collector

	024
	Reclaim Processing and Screening
	24
	None

	028
	Perkins diesel fired emergency generators (219 HP)
	28
	N/A

	029
	Perkins diesel fired emergency generators (166 HP)
	29
	N/A

	030
	John Deere Water Pump (275 HP)
	30
	N/A

	Unregulated Emissions Units and Activities

	
	Paved & unpaved roads (fugitive emissions)
	
	

	
	Raw material & product storage piles, conveying & handling
	
	

	
	Wood and metalworking shops
	
	

	
	Painting operations/paint shop 1
	
	

	
	Sandblasting 2
	
	

	
	Pipe leaks 3
	
	

	
	Packing leaks
	
	

	
	Unconfined particulate from road dust/ miscellaneous sources
	
	

	
	Lubricating oil reservoirs
	
	

	
	Fire training
	
	

	
	Loading/unloading/storage of packaged materials
	
	

	
	Lab vents
	
	

	
	Machine shops
	
	

	
	Refueling
	
	

	
	Space heaters
	
	

	
	General purpose painting
	
	

	
	Gypsum handling and storage system 4
	
	

	
	Limestone handling and storage system 4
	
	




APPLICABLE REGULATIONS
Based on the Title V air operation permit renewal application received on September 30, 2016, this facility is not a major source of hazardous air pollutants (HAP).  The existing facility is not a prevention of significant deterioration (PSD) major source of air pollutants in accordance with Rule 62-212.400, F.A.C.  A summary of applicable regulations is shown in the following table:  
	Regulation
	EU No(s).

	Federal Rule Citations

	40 CFR 60, Subpart A, NSPS General Provisions
	001, 002, 003, 004, 010, 011,014, 016, 018, 019,022, 023, 024, 028, 029, 030

	40 CFR 60, Subpart OOO - Nonmetallic Mineral Processing Plant
	001,0 03, 004, 010, 011,014, 016, 018, 019,022, 024

	40 CFR 60, Subpart UUU - Calciners and Dryers in Mineral Industries
	002, 023

	40 CFR 63, Subpart A NESHAP General Provisions
	

	State Rule Citations

	State Rule Citations (Rule 62-296; 62-297.310(7); Rule 62-212.400(12)
	005, 006, 007, 008, 013, 017, 020, 021



PROJECT DESCRIPTION
The purpose of this permitting project is to renew the Title V operation permit for the above referenced facility.  Additionally, this permit also incorporates the terms and conditions established by permit No. 1070039-022-AC and permit No. 1070039-024-AC into Permit No. 1070039-AV.  Permit No. 1070039-022-AC issued April 11, 2016 on authorized the addition of a new wet additive material (siloxane) at (EU013). This project also remove (EU009) Norba Grinder, and several EUs that were never constructed: (EU025) IMP Mill Feed Silo C, (EU026) Imp Mill Flash Calciner System C, and (EU027) Imp Mill Air Cooling System C.  Permit No. 1070039-024-AC issued concurrently with this TV permit renewal authorized an increase in throughput for the Reclaim Processing and Screening System (EU 024) from 96 TPH to 200 TPH and the replacement of the existing portable 115 HP diesel engine 750 trommel double screen of the Reclaim Processing and Screening System (EU024) with a new 174 HP diesel engine trommel double screen machine.
PROCESSING SCHEDULE AND RELATED DOCUMENTS
Application for a Title V Air Operation Permit Renewal received [September 30, 2016]

PRIMARY REGULATORY REQUIREMENTS
Standard Industrial Classification (SIC) Code:  3275 – Gypsum Products.
HAP:  The facility is not 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.).
PSD:  The existing facility is not a Prevention of Significant Deterioration (PSD)-major source of air pollution in accordance with Rule 62-212.400, F.A.C. for Sulfur Dioxide (SO2), NOX, CO and Volatile Organic Compounds (VOC).  The potential PM 10 emissions are synthetically limited to less than 250 tpy to avoid being subject to PSD regulations. 
NSPS:  The facility operates units subject to the New Source Performance Standards (NSPS) of 40 Code of Federal Regulations (CFR) 60.
NESHAP:  The facility operates units subject to the National Emissions Standards for Hazardous Air Pollutants (NESHAP) of 40 CFR 63.  
CAIR:  The facility is not subject to the Clean Air Interstate Rule (CAIR) set forth in Rule 62-296.470, F.A.C.
CAM:  Compliance Assurance Monitoring (CAM) does not apply to any of the units at the facility because either the controls are inherent to the process or the pre-controlled potential to emit is below the major source threshold.   
GHG:  The facility is identified as a major source of green house gas (GHG) pollutants.

PROJECT REVIEW
Changes to the permit made as part of this revision 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 within the permit document.
Reports COMS: The permittee shall submit written reports semiannually of exceedances of control device operating parameters required to be monitored by Specific Condition D.15.  For the purpose of these reports, exceedances are defined as All 6-minute periods during which the average opacity from dry control devices is greater than 10 %.  Records of the measurements required in Specific Condition D.15 shall be retained for at least 2 years.  [40 CFR 60.735(a)(c)(1)]

[bookmark: _GoBack]CONCLUSION
This project renews Title V air operation permit No. 1070039-018-AV, which was effective on MAY 14, 2012.  This Title V air operation permit is issued under the provisions of Chapter 403, Florida Statues (F.S.), and Chapters 62-4, 62-210, and 62-213, F.A.C. 
Continental Palatka, LLC	Permit No. 1070039-025-AV
Continental Palatka	Title V Permit Renewal
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