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1. INTRODUCTION

At the request of the New York State Department of Environmental Conservation (NYS DEC),
Norlite Corporation has developed a Best Management Practices Plan, herein referred to as
the BMP Plan or the Plan. Following transfer of ownership of the Norlite facility to American
NuKEM Corporation, Revision 0 of the Plan, dated 4/30/92, was prepared to comply with the
terms of the new SPDES permit issued in January, 1992. This revision complied with
requirements of 40 CFR Part 125, Subpart K and guidelines established in EPA's NPDES Best
Management Practices Guidance Document (EPA-600 9-79-045, December 1979). Per this
document, any facility that uses, manufactures, stores, handles or discharges any pollutant
listed as toxic under Section 307(a)(1), or as hazardous under Section 311 of the Clean Water
Act (CWA), is required to prepare and implement a BMP Plan. During September 1985, the
Plan was revised (Revision 1) to provide additional information requested by DEC and to
update the Plan to comply with storm water management requirements contained in 40 CFR
122.

Revision O of the BMP Plan was developed following numerous facility reviews by ENSR
Consulting and Engineering {ENSR). ENSR investigated the site hydrological characteristics
and conducted an in-depth manufacturing area assessment to identify equipment function,
operational procedures, health and safety standards, inspection records and potential sources
of hazardous materials contamination. Revision 1 of the Plan was prepared exclusively by
Norlite Corporation.

The BMP Plan addresses the following key areas in which storm water runoff has the potential
to come in contact with hazardous materials:

Low Grade Fuel (LGF) Storage;

Process Operations (Kiln);

SPDES Process Water Outfalls (001), 004, 005 and Quarry Water Discharge 003, all to the
Salt Kill Creek, and Process Water Outfall 006 to the Mchawk River ;

Shales Fines Landfill Leachate;

Bghouse Dust Processing;

Waste Water Treatment; and

General Facility Site Runoff from product piles.

Since the SPDES permit was issued in 1992, Norlite Corporation has implemented several
Best Management Practices related to dust control, general housekeeping and facility access.
These established practices, and additional practices that Norlite Corporation plans to
implement, are presented herein.

Revision O of the BMP Pian described storm water and other recommended management
practices based on facility conditions in existence on April 30, 1992. Since that time, but prior
to preparation of Revision 1, the foliowing capital improvements were made to Norlite's facility:

Kiln 1 Air Pollution Control System Upgrades.

Construction of an interim Wastewater Treatment Plant.

Construction of a New LGF Tank Farm and aboveground line.

Addition of Office and Laboratory Facilities.

Addition of pneumatic lines for APC dust conveyance.

Construction of new roads and seeding of unused portion of the facility for dust.
control.
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Filling in of the mid-pond and former surface impoundment.
Relocation of plant entrances and security points.

Concurrent with preparation of Revision 1 to the Plan, construction of a permanent
Wastewater Treatment Plant was nearing completion. Additionally, to comply with a separate
provision of Order on Consent R4-1734-94-08, Norlite has adopted improved practices, and
will make additional improvements to the plant, that will substantially reduce emission of
fugitive dusts.

Further improvements to the BMP Plan will be identified as the BMP Committee continues its
work and implements this Plan. As improvements or modifications are identified, the BMP
Plan will be revised by the Committee, and revisions will be forwarded to NYS DEC. For this
reason, this Plan should be viewed as a “living" document that is subject to improvements and
updates as more is leamed through its implementation. The BMP Committee will forward any
revisions to the Plan to NYS DEC within 10 working days of making a revision.

1.1 Contents of the BMP Plan

The BMP Plan is divided into the following four sections:

Section 2.0, This section presents a description of the Norlite facility,
the existing hydroiogy/drainage characteristics of the site, and the existing
industrial operation. In addition it identifies potential areas where hazardous
materials may come in contact with storm water runoff or where the slightest
potential exists for a spill or release to migrate to surface or ground water.

Section 3.0, This section presents baseline BMPs that are generally
applicable to industrial sites and describes how Norlite meets or exceeds
industrial standards. These BMPs require personnel commitments and
procedural actions, and are usually incorporated by reference into other
environmental programs (e.g., Contingency Plans, Safety Programs, etc).

Section 4.0, This section describes the plant BMP compliance
manufacturing area assessment, compliance improvements, and a storm water
management plan for the site.

Appendices, The Appendices contains BMP reference information such
as a list of drawings, site drainage maps, Personnel Organization and Training
documentation, Contingency Plan, etc.

1.2 Statement of Norlite Coporation’s Environmental Policy

Through implementation of the BMP Plan, Norlite Corporation will demonstrate a commitment
to comply with NYS DEC concemns and BMP standards. It is the intent of Norlite Corporation
to operate the facility in a safe and environmentally sound manner. Norlite will operate the
facility in accordance with all appiicable state and federal environmental regulations. To
achieve this goal, Norlite will conduct appropriate training, develop and implement proper
emergency procedures, use good engineering practices, and frequently and formally inspect
facility operations.
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As a part of this review process, Norlite has established a BMP Committee. This Committee is
charged with reviewing existing and proposed equipment, procedures, documentation,
practices and the preparation of recommendations relating to control of poliutants. Norlite
Corporation management has made a decision to fully support the BMP Committee and
assures NYS DEC that all facility resources are avaitable for the Committee's use.

1.3 General Best Management Practices

Norlite's BMP Plan specifies two categories of practices, baseline and advanced. Baseline
BMPs are defined as those management practices generally considered to be standard
practices that are practical and broad in scope. They are independent of specific chemicals or
groups of chemicals and physical site conditions. Baseline BMPs include Spill Prevention
Containment and Control (SPCC) Plans for oil and hazardous materials or products,
Occupational Health and Safety Programs, Spill Control Committee functions, and procedures
relating to fire protection, spill reporting, employee training, inspection, preventative
maintenance, good housekeeping, materials compatibility and security. Baseline BMPs
require personnel commitments and procedural actions.

Advanced BMPs are defined as practices that are specific to groups of toxic or hazardous
substances, and are related to one or more ancillary sources. These BMPs include site
specific procedures for prevention, containment, mitigation, and transport of hazardous
materials. Advanced BMPs are identified in Section 4.
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2. FACILITY DESCRIPTION

Section 2.1 describes the Norlite facility, the baseline or existing environment, the types of
processing and product manufactured on the 200-acre site, and identifies specific operations
which handle hazardous materials. Section 2.2 describes present Norlite BMPs conceming
hazardous materials handling and spill prevention.

2.1 Description of the Norlite Facility

The Norlite facility is located on the southem boundary of the City of Cohoes, New York. The
Norlite site is located in Cohoes, New York, as shown in Figure 2-1. The facility layout is
depicted on Figure 2-2. The tributary stream, called the Salt Kill, traverses the facility site from
the northwest. The basic industrial operations conducted on the site are: mining of shale from
an active quarry, and the production of lightweight aggregate building material for construction
industries.

Norlite also practices energy recovery by incineration of low grade fuel (LGF) to provide radiant
heat energy to expand the shales in kiin operations, producing the lightweight aggregate. The
lightweight aggregate is produced by heating crushed shale in a rotary kiln. The heating
process generates a gas that expands the mineral to a porous substance having physical
properties useful to the construction industry as an additive to cement. When cooled, this
material has different physical strength and lighter unit weight than its parent shale form. This
‘aggregate’ material is the product Norlite provides for sale to customers. The product is useful
in certain construction activities, such as bridges and high rise buildings, where a lightweight
concrete mix is desirable. The potential for hazardous materials release from the operational
areas is described in Section 2.2.

Since December 1995, Norlite has been operated by United Qil Recovery, Inc. There are two
independent organizations at the facility, each one reports independently to the corporate
President. Norlite Operations Staffing consists of a a director of operations and department
managers responsible for key operational areas of the Norlite facility. In addition, as part of
Norlite's commitment to health, safety and environmental compliance, Norlite maintains an
independent compliance organization with a dedicated staff of compliance professionals. The
organizational charts for this department and the Norlite Operations and Compliance Staff are
shown in Figure 2-3 and 24.

Since a new SPDES permnit was issued February 1, 1992, Norlite has undertaken a number of
best management practices (BMP) to improve safety, and protect down-stream receiving
waters. Examples of steps taken include:

. Removal of a large coal pile near the Salt Kill Creek;

. Placement of gravel in parking areas, entrance roads and some work areas to reduce
runoff collection, erosicn and dust;

. Relocation of truck entrance roads and weigh scale to eliminate truck traffic near

residences, restrict trucks to only prepared road surfaces, and minimize truck passage
through the facility site;
. Placement of covers on raw material and product conveyor units to control
dusting;
Installation of pneumatic conveying systems to transfer baghouse dust;
Placement of roadside berms to reduce runoff and erosion storm water;
Closure of a shale fines settling pond and placement of settled residues in a
permitted landfill with an SPDES permitted leachate Qutfall 004;

Rey. 3; January 1996 4



» Removal and filling in of mid-pond system;
Construction of wet scrubber system secondary containment units;
Construction of a surface runoff drainage trench/silt trap system at Salt Kill on the east
side of facility;
Relocation of long-term product storage piles to area away from Salt Kill drainage zone;
Removal and closure of old underground and uncontained vehicle fuel storage tanks
near the eastem facility boundary.

These BMP improvements are detailed in Section 4.
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2.1.1 Types of Facility Operations
2.1.1.1 Quarry Operations

The raw materiai for the aggregate, shale, is quarried from a 75 acre area west
of the Kiln operation on the site. The quarry has been in operation for over 35
years and is currently under license to operate in accordance with NYSDEC
mining regulations. Equipment operated in the quarry area includes large front-
end loaders drill rigs and dump trucks. Since raw shale is a non-hazardous
mineral composed of about 95 percent silicon, aluminum, iron, magnesium and
calcium oxides, the quaity operation does not pose hazardous material handling
concermns. Storm water and groundwater controi in the quarry pits is managed
by controlled pumping to the Salt Kill via an SPDES permitted Qutfall 003.

2.1.1.2 Shale Crushing Operation

The shale mined on site is transported to crusher hoppers where the raw
matenial is crushed to uniform particles and moved by covered conveyors as
feed stock to a storage silo. From the feed silos, the raw material is introduced
to the kiln. The shale crushing operation is located west of the kiln area as
shown on Figure 2-2. The shale crushing operation does not involve hazardous
materials handling operations. Dusting and particulate emissions from the
crushing operation are controiled by water sprays at the discharge of the
crushed shale conveying system. The design of the spray nozzle system is
being upgraded to reduce the volume of runoff water generated by this
operation.

2.1.1.3 Kiln Operation

The Kiln receives crushed raw shale material for firing to temperatures between
1,700 F and 2,100 F, at which point the heated shale reaches the heat of
incipient fusion. In a semi-plastic state, intemal gases expand, creating an
aggregate (product) with voids. There are two kilns operational. The kilns are
fired with fuel oil, natural gas and a recycled fuel called low grade fuel (LGF).
Both kilns have identical emission control systems with wet and dry emission
control devices for the collection of particulate matter, hydrogen chioride (HCL),
and other gaseous species. Details concerning kiln operations and related
environmental controls are included in Appendix A. BMPs for kiln operations
are discussed in Section 2.2 and Appendix C.

2.1.1.4 Product Pile and Finish Plant

The short-term product pile area is located in the southeast comer of the site.
This four-acre temporary storage area receives final sorted aggregate product
which is removed from the site continuously by large haul trucks or railcars. The
product is conveyed to the product pile area by conveyors from crusher/sorter
areas. Front-end loaders are operated in the area to load product onto trucks or
railcars and manage product piles. Because of the crushing and conveying
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operations carried out in this area, fugitive dust emissions are the primary BMP
concem in this area.

Dusting and particulate emissions are controlled by water sprays at the
discharge of the product conveyor systems. These are undergoing design
changes to reduce the volume of product pile runoff by approximately 50
percent.

A long-term product storage pile is located near the Elm Street entrance gate.
This storage area allows for larger inventories of product material to be stored
while minimizing contact with storm water runoff drainage to the Salt Kill. It also
reduces the potential for dust transport to the neighboring apartment complex at
the eastern boundary of the facility.

2.1.1.5 LGF Storage Area

LGF is transported to the site by truck. Trucks are directed to the sampling
station near the truck staging area and are sampled. After sampling has been
performed, trucks are parked in the truck staging area until waste
characterization has been completed and offloading has been approved by the
laboratory manager or his/her designee. The truck is then directed to the
offloading pad and the contents of its tanker are pumped into storage tanks with
a total capacity of 144,000 gallons permitted for hazardous waste storage by
the NYSDEC and the EPA. The LGF is a recycled waste fuel which is
monitored as received in order to comply with specifications contained in the
facility "Waste Analysis Plan." Norlite does not manage reactive wastes, only
wastes that are lammable and combustible. Also located in the LGF storage
area are filter and tank sludge wastes generated from filtering the LGF before
storage and particulate material that settles in the storage tanks. This material
is stored in 55 gallon drums prior to shipment to an off-site licensed hazardous
waste disposal facility. No waste drums are delivered to the site. Siudge
storage drums are removed from the site two to four times annually with a total
volume ranging from 8,000 to 16,000 gallons. The annual combined volume of
the sludge stored on the site is approximately 40 tons. Approximately four to six
bulk tank trucks deliver LGF to the storage areas daily, amounting to 20,000 to
30,000 gallons per day. Details concemning Norlite BMPs for the LGF area are
provided in Section 2.2

2.1.1.6 Scale Area

A new scale area is located near the EIm Street entrance on the southem
boundary portion of the site. Previously, the scale was directly east of the three
vehicle fuel underground storage tanks. The fuel stored in this area was used
to supply on-site mining and product moving equipment and plant vehicles.
These tanks did not have secondary containment, and were removed by July
1995. The replacement tanks for these fuel storage needs (i.e., diesel and
gasoline for site vehicles) has been relocated to the Elm Street entrance of the
facility. These are aboveground storage tanks.
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2.1.1.7 Truck Staging Area

The Truck Staging Area (or Staging Area) is the area in which trucks containing
LGF, SLGF, waste oil, hazardous waste, non-hazardous waste and / or other
chemicals are parked prior to being processed into proper plant storage facilities
or prior to transfer to off-site facilities. This Staging Area has been graded,
sloped and engineered to maintain secondary containment for the contents of at
least 10 fully loaded LGF tank wagons. The secondary containment consists of
a graded, sloped base of 12 - 18" compacted clays, covered with a 40 mil HDPE
liner. The HDPE liner is with a protective layer of shale fines materials to protect
the liner from truck and vehicle traffic. The containment is graded and sloped
towards the northeast comer to provide for collection and removal of storm
water.
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2.1.2 Norlite Site Hydrology

The purpose of this section is to present existing runoff conditions and to identify potential
sources of contamination within the site area.

2.1.2.1 Hydrology Assessment

The 200-acre Norlite site lies in the watershed of the Salt Kill. This smail stream has a
watershed drainage area of approximately 2.5 square miles. Average annual runoff for the
Troy region is approximately 1.3 inches per square mile. Therefore, the average annual
discharge for the Salt Kill is approximately 3 cubic feet per second. The Salt Kill has been
observed during the summer months with nearly no flow. The Salt Kill meanders east of the
facility shale quarries and traverses the site between the LGF area and the kiins. It flows from
west to east exiting the facility near the Saratoga Street entrance. A small dam was
constructed (during previous ownership) north of the kiln area to provide cooling tower makeup
water. This was the location for former Discharge Outfalls 001 and 005. These outfalis have
been taken out of service since the installation of a new SPDES Outfall 006 discharging
directly to the Mohawk River was installed in September 1994. Sections of the Salt Kill above
and below the pond flow through culverts. The areas above the culverts have been back filled
and graded to accommodate truck traffic on the facifity site. Embankments along the dam and
pond section of the Salt Kill have been leveled off and regraded to prevent a majority of
roadway and site runoff into the Salt Kill at this location.

Norlite Corporation commissioned ENSR Consulting and Engineering, Acton, MA. to do an
analysis of runoff conditions observed during storm events throughout 1992. Based on field
observations of runoff conditions and drainage pattems, the 1.3-inch storm event was selected
to predict the 0.5-inch runoff volume within drainage areas identified on the site. For the
Norlite site, a 1.3-inch storm over a 24-hour period generates approximately 0.5 inches of
runoff, or the “first flush" storm event.

Based on information tabulated by the National Climatic Data Center of the National Oceanic
and Atmospheric Administration (NOAA), 24-hour rain events with greater than 1.3 inches
occurred less than two percent of the time during 1991. In addition, yearly rainfall for 1991
compared equally with the 30 year average (1951-1980) for the Albany, New York area.

The occurrence of the 0.5 inch runoff, or the “first-flush” pollutant loading characteristics has
been well-documented by numerous EPA non-point pollution field studies over the past 15 to
20 years, and is now a widely accepted principie for designing runoff control measures. These
field studies conducted by the EPA and other federal and state agencies indicated that
appropriate runoff control measures are able to capture 70 to 90 percent of the total pollution
loadings from impervious areas. Therefore, Norlite initially selected the 1.3-inch storm event to
capture the majority of potential pollutants during the first flush runoff period.

Since 1992, however, Norlite has observed that much of the facility surface is highly pervious
and first flush runoff is quite limited especially after several weeks of dry weather. As a result,
Norlite is reassessing the practicality of installing first flush volume retention systems and
providing, instead, flow velocity reducing, silt-trap systems such as french drains.

Rev. 1; September 1995 12



A _ 4

A

2.1.2.2 Runoff Analysis

The U.S. Department of Agriculture (USDA) Soil Conservation Service (SCS) TR-55 Urban
Hydrology Method was used to determine runoff volumes on the Norlite site. This method is
accepted by the NYSDEC for calculating runoff conditions for storm water management
features for proposed land development projects (Storm water Management Guidelines for
New Development, April 1990). A summary of the hydrology of the Norite site follows.

Existing Runoff Conditions

The watershed boundaries within the Norlite parcel can be divided into sub-drainage basins,
as shown on Figure 2-5. These basins are referred to as:

Drainage Area 1 - south of the Eastem Watershed

Drainage Area 2 - the southem portion within the Eastem
Watershed

Drainage Area 3 - the Westem Watershed

As depicted, these sub-drainage areas indicate where runoff flows are divided by topographic
gradients and the direction in which runoff flows on site. The runoff discharge rates for the
1.3-inch stom in the Troy area for the sub-drainage areas in the Eastem Watershed are:

Drainage Area 1 =5.2 cfs
Drainage Area2 = 3.0 cfs
Drainage Area 3 = TBD

Drainage Area 1

Drainage Area 1 encompasses 8.37 acres and is located south of the Eastem
Watershed. Facility components located in Drainage Area 1 include portions of the
rotary kilns and outside aggregate-processing areas. The majority of surface runoff
within this drainage area flows toward the off-site wetland located southeast of the site.

Runoff generally flows as sheet flow towards the southeast and into an emergent
wetland area. An existing railroad, located east of the emergent wetland, impedes
drainage flows from the wetland.

Recent and on-going construction activities in this area are changing the topography

which may change runoff patterns and volumes. Improvements planned for this area
are described in Section 4.3.
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Drainage Area 2

Drainage Area 2 is approximately 6.1 acres in area. Facility components located within
the watershed area include the general management offices, maintenance facilities,
parking areas, laboratory, low grade fuel storage area, and portions of the rotary kiln
and lightweight aggregate processing areas.

A new silt trap-drainage trench system has been installed in Drainage Area 2. These
improvements for storm water control are described in Section 4.3. Based on field
observations since 1991, runoff from the roads and outside processing areas flows to
the Salt Kill near the existing dam or to the downstream end of the Salt Kill prior to
exiting the site. This new trench system intercepts these runoff flows and reduces silt
and suspended solids discharges to Salt Kill Creek.

Erosion channels have been minimized on roads by providing berms and placement of
heavy gravel on surfaces. These roads presently convey storm flows to the Salt Kill as
it exits the western boundary of the site.

Drainage Area 3

Drainage Area 3 is comprised of approximately 23.70 acres. This area contains the
quarry pits and undeveloped areas to the north of the quarry. Surface runoff during
storm events enters the Salt Kiil by overland flow along its banks. Runoff is conveyed
along quarry access roads to the Salt Kill or to the inactive quarries. A discussion of
site storm water runoff control is provided in Section 4.3.

2.2 Description of Potential Sources of Hazardous or Toxic Materials

The objective of the BMP Plan is to describe the primary sources of toxic and hazardous
pollutants and define control measures that will minimize the potential of such theoretical
releases. On the Norlite site, if there were no proper engineering controls and good
management practices, the following would be potential theoretical sources of release of
chemical materials:

. three SPDES permitted Qutfalls (Qutfalls 003,004 and 006) discharged at
specific locations shown on Figure 2-2;
site storm water runoff from the LGF area;
spillage or leaks from tanker trucks, storage tanks, or storage drums of LGF;
release of sludge or waste disposal of filtered solids stored in tanks or drums;
drainage from product piles which may have contact with baghouse fines; and
chemical and sludge handiing areas of the APCS scrubber wastewater treatment plant
(see Section 4.2).
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2.2.1 SPDES Outfalls
2.2.1.1 Description of the Existing SPDES Outfalls

The Norlite facility produces collected runoff water, groundwater and wastewater which is
managed on-site and discharged to the Sait Kill or Mohawk River pursuant to New York
SPDES permit #-0004880. The sources of each effluent outfall are described as follows:

Outfall 003 - Quamry Water discharge - includes storm water and groundwater from
the quarry area which is periodically discharged by controlled pumping to the Salt Kill.

Outfall 004 - Landfill Leachate - leachate generated from rainfall which has come in
contact with the non-hazardous 'rock/rubble’ fandfill collected in the facility leachate
collection system and drains to the existing permitted leachate collection basin. This is
periodically discharged via Qutfall 004 to the Salt Kill.

Outfall 006 - Air Pollution Control Saline Water - Blowdown and non-contact cooling
water from the kiln air emissions treatment and scrubber water systems is discharged to
the Mohawk River. An existing wastewater treatment plant treats the blowdown
discharges and non-contact cooling water from two kiln systems.

Descriptions of the discharge limits imposed under the current conditions of the NYSDEC
SPDES pemit are provided in Appendix H.

2.2.1.2 SPDES Permit Compliance Issues

SPDES Quffalis 001 and 005, which were previously used to discharge cooling waters,
boiler water and scrubber blowdowns to the Salt Kill, have been taken out-of-service.

SPDES Qutfalls 001 and 005 have been replaced by a single Outfall 006 which
discharges to the Mohawk River through an NYSDEC permitted force main pipeline.

An interim (modular) wastewater treatment system has been installed to pretreat
scrubber blowdown and non-contact cooling waters prior to discharge through Qutfall
006.

A new NYSDEC approved WWTP is being constructed to permanently replace the
inteim WWTP and is scheduled for completion in the fall of 1895.

Outfalls 003 (quarry) and 004 (leachate collection system) are intermittent discharges
used only when storm water accumulation necessitates.

2.2.2 Description of Principal Sources of Potential Hazardous Releases

This section describes the principal hazardous materials handling areas, and the potential for
spill, release and/or migration of these materials into the nearest water body, the Salt Kill.
Causes of releases, such as equipment failure, improper operation, or contact with site runoff
are discussed. Existing good operating practices are incorporated with the present level of
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protection provided by the best management practices implemented by Norlite to prevent
release of hazardous materials to the Salt Kiil.

2.2.2.1 Low Grade Fuel (LGF) Area

Norlite’s primary hazardous waste activity consists of the receiving and storage of low grade
fuel from customers who are individually responsible for transport handling. There are
numerous sources for the LGF which are described in the facility Part 373 Permit waste
analysis plan. As previously noted, the LGF is stored in tanks located in the LGF area. The
transportation, storage and buming of this recycled hazardous waste in industrial furmaces is
regulated under 40 CFR 261-266 of the Federal RCRA regulations and New York State under
Hazardous Waste Regulations 6 NYCRR Part 373. As such, the characteristics and
identification of the original source of the recycled materiai is made by the generators or
blenders of the material, and these characteristics are confirned by analysis in Norlite's
laboratory. All shipments must be analyzed by a New York Department of Health Certified
laboratory. In accordance with regulations {40 CFR Section 266.44 and 261.20(e)), Norlite
must notify each generator with a written and signed notice that Norlite has the appropriate
permit(s) and that Norlite has notified EPA under Section 3010 of RCRA to operate the LGF
area and beneficially reuse these wastes as fuels.

The LGF area is located to the north of the kiln area as shown on Figure 2-2. LGF is
transported to the Norlite site in licensed tankers and directed to the Truck Unloading area
which has provisions for spill containment. The material is pumped into storage tanks. There
are ten (10) storage tanks of varying sizes with nominal capacities ranging from 7,300 gallons
to 26,000 gallons. The total LGF storage tank capacity at the Norlite facility is 144,000 gallons.
Four LGF storage tanks are glassed-lined (corrasive resistant) carbon steel shell constructed
in accordance with ASME Code Section VIIi. Six new agitated tanks were installed to replace
previous Tanks 100 and 200. The characteristics of these tanks are described in Appendix D.

2.2.2.1.1 LGF Spill Control and Containment BMP

All the tanks have identical loading, unloading, and control systems. The LGF tanks are filled
with nitrogen gas to displace oxygen in the tanks and prevent ignition of the LGF; this is called
"nitrogen blanketing". To prevent LGF tank overflow during pumping (unloading) operations
from trucks, a high level switch shuts the pump off before the tank is full. Each tank is
equipped with a level indicator, pressure and vacuum rupture discs, The interior tanks are
constructed with secondary containment consisting of a concrete dike area with a capacity of
158,000 gallons or 110% of the volume of waste in storage. The exterior tanks are imbedded
in two feet of coarse sand compacted with a vibrating plate to provide uniform support along
the entire length of the tank. There are three impermeable layers beneath the sand, an
impermeable liner consisting of several layers, i.e. 40 mil HDPE geo-membrane, 6 to 12 inch
compacted clay, 40 mil HDPE gec-membrane and 12 inches of clay.

The exterior tank system also includes two networks of leak detection piping consisting of
perforated drain pipes wrapped with filter fabric installed above each HDPE geo-membrane.
The lower set of drain pipes discharges to the secondary spill containment area. The lineris
sealed to the drain pipes at the locations where the pipes pass through the liner. There is
extensive detail concemning the storage tanks in the Norlite document 6 NYCRR Part 373
Renewal Permit Application and, therefore, will not be elaborated upon herein. The truck
unloading area is constructed of eight inches of reinforced concrete, the load bearing
thickness adequate for the largest truck. The unloading area is equipped with 110 percent
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containment area totaling 7,250 gallons (the largest tank truck volume is 6,500 gallons). The
piping for these tanks is within the containment system including the LGF and vent lines that
go to the kilns.

The LGF off loading pumps are equipped with filters to remove particulate. These LGF filters
are cleaned as needed during truck off loading and the material stored in 55-gallon drums.
The LGF tanks are cleaned on an as needed basis or at least annually. Tank cleaning
generates from 20 to 180 drums of LGF sludge which are temporarily stored in the truck
unloading area or the Solids Processing Building while arrangements are made for disposal.

Cathodic protection has been instailed for corrosion protection and the tanks are installed with
"grounded loop" to protect against static electric charges. All openings, joints and gaskets on
the tanks are sealed with chemically compatible materials such as Teflon. Also, the tanks
were imbedded in slightly alkaline sand material to further inhibit corrosive activity. The clay
cap and liner installed as part of the tank system prevents groundwater from seeping into the
medium surrounding the tanks. Tank leak detection systems are in place.

Inlet and outlet valving is manually operated except for the fire safe valve and solenoid vaive
on the tank outlet. Tank level is indicated by a Brooks Mode! 5310 or equivalent level indicator.
There is also a tank level indicator meter that can be inspected by the tank operator at all
times. Tank pressure is also monitored with gauges (Pl 103) mounted on the vent nozzle of
the tank and pressure relief is provided by 6-inch rupture disc (150# ANSI).

During the kiln fueling operation, a manual valve on the tank outlet is opened and the outlet
pump is activated. Flow rates are operated manually, however, pressure is monitored to sense
a pressure drop in the line, with a pressure switch activated to shut down the system by closing
the tank outlet solenoid valve (FCV 101) and shutting off the pump.

In the truck unloading station, the tank filling operation is accomplished using quick-disconnect
hose fittings attached at the truck outlet and the pump inlet. One of two off loading pumps are
used to discharge the material to the storage tanks . Grounding cabies are attached to the
tank truck to prevent any static electric charges.

2.2.21.2 Release Assessment for LGF Area

A spill in the LGF area would occur on concrete, contained and diked area. There is,
therefore, no potential for runoff or contact with soil or storm water. Small spills are contained
in the 100-gallon curbed area around the pump/strainer and collected with absorbent. The
contaminated absorbent is placed in a 55-gallon drum and stored in the drum storage area.
For larger spills, absorbent booms and pads wouid be used to contain and remove the liquid;
cleanup materials are stored in 55-gallon drums. Spills greater than 100 gallons will overflow
into the drum storage area providing secondary containment. For even larger spills, tertiary
containment is provided by the scupper overflowing into the truck unloading area (7,250
gallons). Any spills or leaks in the kiln supply pump area will be contained in the 400-gallon,
curbed spill containment siab. The pump containment slab has a new secondary containment
culvert which directs flow to the containment area in the LGF building. This containment is
sufficient to hold the entire contents of the LGF tanks. The total secondary containment for
any spill is 158,000 gallons or 110% of the LGF quantity stored in the tanks. Therefore, in the
event of failure of any or all of the tanks, no release of LGF to storm water or groundwater
wouid occur.

in the unlikely event of a rupture of any one or more of the four LGF tanks resuiting in a
release greater than 24,000 gallons, the materiat would be contained within the sand layer of
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the secondary containment system below the four tanks. Only if the top HDPE synthetic liner
were also ruptured would LGF flow to the pump pad containment culvert tied in with the LGF
building. The LGF storage building provides compiete containment for any of the six 7,300
gallon agitated inside tanks. The LGF tanks are equipped with liquid level controliers
(described in the Part 373 Renewal Permit Application). if there is breach in the first liner, a
leak would be detected by liquid flowing to the existing pump slab from the tell-tale pipe under
the tank. This pipe is a 4-inch perforated drain pipe that is positioned under the center of the
tank and directly on top of the clay liner. The perforations face downward, and any liquid
leaking from a tank and through the synthetic liner enters the pipe and runs out onto the pump
containment slab. This system essentiaily provides detection and leak prevention of LGF
release resulting from relatively slow leaks. A rupture or large leak or release is directed by
grading the tank substrate, a clay and polyethylene liner system, to the containment area.
Details concemning the LGF spill containment system and calculations on containment capacity
are provided in the Norlite Part 373 Renewal Permit Application for the new tank farm,
containment system, and LGF building submitted January 23, 1992. Portions of this are also
included in Appendix D.

2.2.2.1.3 BMP Improvements to the LGF Tank Storage Area

The LGF tank farm was improved as required by the New York State Part 373 permit,
Condition VI (A). The improvements include six (6) 7,300 galion tanks within a contained
building. The LGF storage building is also sufficient secondary containment for the four tanks
outside of the building. The below-ground LGF line to the kiln was replaced with new above-
ground lines that are enclosed in a 90-inch secondary containment pipe tunnel located
between the LGF storage area and the kiln. The tunnel and lines are sloped back to the LGF
building such that a leak in a line will be collected in the secondary containment system in the
LGF building. With the new tank farm and feed lines, there is virtually no potential for a
significant release of LGF to the Salt Kill or other areas of the facility. Details conceming these
LGF best management practices are included in Section 4.1, 4.2 and Appendix D.

2.2.2.2 Truck Staging Area
2.2.2.2.1 Description

The Truck Staging Area (or Staging Area) is used to temporarily stage incoming hazardous
waste, used oil and plant chemicals deliveries (if necessary) for the time necessary to
complete waste acceptance procedures. This area has been designed to ensure that in the
event that a leaking delivery tanker or trailer is received, the leaking tanker or containers can
be managed in a manner to prevent releases to the environment. This area is located
immediately to the north of the LGF off-loading and fue! farm area and is shown on Figure 2-2.

2.2.2,.2.2 Truck Staging Area Spill Control and Containment

In the event that a spill does occur, Norlite will isolate the leaking tanker in the Truck Staging
Area to minimize the potential for impacting other vehicles that may be present in the Staging
Area. The source of the spill will then be stopped and in accordance with Norlite’s Contingency
Plan, appropriate measures will be taken to minimize migration of spilled matenals in the
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containment area. After the situation has been stabilized, Norlite will remove and manage any
contaminated materals in accordance with the Contingency Plan and Norlite’s Safety Policy.

2.2.2.2.3 Release Assessment for Truck Staging Area

A spill in the Truck Staging Area will be contained by the lined, bermed, containment area
thereby preventing any runoff or contact will surrounding areas. Smaller spills will be contained
in the immediate area of the spill since the shale fines cover acts as an absorbent and will
effectively prevent the migration of small spills. Larger spills may migrate downslope towards
the northeast cormner where it can be collected for subsequent treatment and disposal. Any
contaminated shale fines cover will be removed for proper treatment and/or disposal.

As noted above, the containment area has been designed with capacity sufficient to hold the
contents of at least 10 bulk tankwagons. Norlite will manage the staging of shipments in the
Truck Staging Area so that the RCRA containment volume standards are not exceeded.

2.2.2.2.4 Truck Staging Area BMP

The Truck Staging Area is an area in the Norlite piant in which there is a potential for
stormwater to contact LGF or non-hazardous waste materials. Accordingly, Norlite’s Staging
Area spill control procedures require that all spills be removed in a timely fashion to prevent the
potential for contact with stormwater. Through proper maintenance of the Staging Area, Norlite
can manage the stormwater as non-contaminated media.

Norlite will remove stormwater in accordance with the procedures described below to help
ensure that any stormwater that does collect in the Staging area will not be impacted in the
event of a spill.

To ensure that stormwater removed from the Staging Area does not contain any significant
contaminants, prior to any discharge of stormwater, the collected water will be checked to
determine presence of a sheen which may indicate the presence of contaminants. If no sheen
is detected, the stormwater will be discharged to the north and west of the Staging Area. If a
sheen is detected, the stormwater can either be treated using a carbon adsorption system or
by removing the contaminated water for subsequent treatment at an approved facility.

In the event that the carbon system is used to treat the stormwater, a water sample will be
taken from the system discharge at least once for every storm event that the discharge occurs.
The sample is to be analyzed for EPA Method 624 / 625 parameters that are indicative of
petroleum hydrocarbons. Also, the system operator will collect a sample and examine at least
once per hour during all discharges to check for sheen or other visible contaminates. If
contamination is observed, the discharge will be immediately terminated until the cause of the
contamination is identified and corrected. All discharge events are to be logged on the
Stormwater Discharge Log Sheet (see Figure 2-8).

To ensure that the carbon system maintains effective treatment, the resuits of sample

analyses will be reviewed to determine the proper frequency for changing or refreshing the
carbon system.
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Figure 2-6

Storm Water Discharge Check Sheet

Discharge Date

Start Time
End Tima

Discharge Location

Reporting Person

Approval to Discharge {Compliance Coordinator or Supervisor Signature)
(Note: Discharge Approval Must Be Obtained Prior To Discharge)

Description of Impounded Water Prior to Discharge

(Describe color, any presence of sheen, turbidity, etc.)
Note: If sheen is present notify Supervisor or Compiiance for approval to discharge.

Condition of Remaining Water in Impoundment
(Note color, presence of sheen, turbidity, etc.)

Comments

Compliance Review Date

hNote: Return Completed Form to Compliance

96001 XLS (Rev, 1/25/96,4:02 PM) . Page 10{2

Rev. 3; January 1996 15b-1




Figure 2-6 (cont.)

Discharge Observation Log

Date / Time| Observer |Observation (Sheen or Qil Residue*) | Date / Time | Observer|Observation (Sheen/Cil Residue*)

Note: * If sheen or evidence of contamination is observed, stop discharge and notify supervisor
or Compliance.

96001 XLS (Rev. 1/25/95,4:14 PM) Page2of2
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This Area Intentionally Blank.

2.2.3 Drum Storage Area
2.2.3.1 Description

As mentioned previously, filter sludge material is generated by straining the LGF before
storage. The strained material is transferred to drums and moved to the drum storage tank
area. The drums stored in this area contain filtered LGF solids and any incidental hazardous
waste materials separated from the LGF tank operation. The drum storage area is located at
the north side of the truck unioading area as shown on Figure 2-2. This area is separated from
the unloading area by a concrete berm equipped with a scupper sloped at 1/10 inches per foot
and joints sealed with SIKAFLEX-1A elastic. The drum storage area has the capacity to store
(214) 55-gallon drums. The drum storage area incorporates the existing concrete slab
adjacent to the existing truck unioading pump plus a new extension to this slab and pump. A
containment area has been constructed to contain up to 72 percent of the expected drums or
8,350 galions. SIKAFLEX has been selected because it is chemically compatible with the
constituents of LGF.
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2.2.3.2 Drum Storage Spill Control and Containment BMP

LGF filter sludge is stored in steel or fiber 55-gallon drum which meet U.S. Department of
Transportation specifications (Nos. 17C or 17H and 21C respectively). Drums are identified
with a label with the dates marked on the drums when filling occurred. The drum storage area
is coated with a protective phenolic finish called Phenoline 300. In addition, the area is
constructed with reinforced concrete. There are no sources of ignition in the vicinity of the
drum storage area. The drums are all stored together in one area. Drum handling is
minimized by storing the empty removable head type drums next to the truck unloading area
where the sludge is removed from the storage tanks when needed. All drums remain sealed at
all times. Full drums remain in place until arrangements are made to remove the lot. Should a
leaking drum be discovered during daily inspection procedures, it would be removed from the
drum storage area to the truck containment area using a manual hand-truck and its contents
transferred to another drum or the entire leaking drum would be placed into an overpacked
drum.

Run-on between the truck storage area and the drum storage area is prevented by the
presence of a 3 % inch curb at the perimeter of the storage area. In addition, the drum
containment area is graded to divert run-on drainage away from the drums but prevent it from
leaving the area by the 3 % inch curb. The drum storage area is totally enclosed, therefore
rainwater contact of the drum storage operation is prevented. There is no potential for spills or
leaks from drum storage to reach storm water or groundwater.

2.2.4 KGln Area

There are two potential contacts with hazardous material handling associated with the kiln
area; the LGF tunnel & equalization building and the Trunnion apparatus. Each area is
described as follows.

2.2.4.1 Description of LGF Tunnel & Equalization Building

Waste fuel is transferred from the LGF building to the kiln bumers via the LGF tunnel. The
LGF piping system is contained in an above ground walk-through tunnel that is ninety inches in
diameter. This tunnel provides for primary and secondary protection from accidental ieaks and
rupture. The primary piping system is constructed with a corrosion resistant matenial with a
pipe wall thickness that meets ANSI standards. Secondary protection of this pipe is provided
by a second 90-inch diameter pipe that houses the primary piping. Tertiary protection is
provided by a stiffening pipe, also 90 inches in diameter and enclosed within the secondary
system. Within the tunnel leak detection sensors monitor LEL (Lower Explosive Limit)
continuously, thereby insuring that any leak in the LGF piping system fuel will be identified.
The LGF tunnel is sloped toward the LGF building, in the event of a release in the LGF tunnel
all fuel would drain into the LGF building containment.

The equalization room is located in between the kiln control rooms. The tunnel pipe work
system enters this building overhead. In this area LGF may be transferred into four (4) 1000
gallon equalization tanks or fed directly to the kilns. This building has secondary containment
in case of a release, and is continuously monitored by the LEL sensors.

Additional details concermning BMP improvements to be made by Norlite are provided in
Section 4.1.
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2.2.4.2 Description of Trunnion Apparatus

The trunnions are rollers that the kilns tires ride on as the kiln rotates. The trunnions have a
sealed lubrication system. Damage to the seals could result in a release of lubricating oil. The
overall preventative maintenance program of the kiln trunnions and bases has been improved
to eliminate oil leaks. A system has been installed to prevent contamination from the Trunnion
jubricants. Gradual drippings or leakage of lubricating grease from the Trunnion bearings is
diverted through specially constructed collection channels with 55-gallon drum receivers for
proper storage and disposal. Thus, grease and oils are prevented from leaking into the ground
or being transported to surface waters via storm water runoff.

2.2.5 Dust Control

Norlite is improving the strategy for controlling fugitive dust emissions in order to minimize the
potential for dust particulate settling on the facility site roads and storage areas from becoming
waterborne in storm water runoff. Additional work, initiated by Norlite in conjunction with dust
control experts, will further improve the effectiveness of the dust control systems. The
following BMP items detail the activities which have either been completed or are planned for
dust control on the Norlite Site:

1. Remote area spray system(s):
All short term storage piles will have water spray systems to control dust.
2. Roads

Plant roads were graded with railroad ballast in 1992. The south plant entrance
road off of EIm Street was paved with light weight aggregate during the summer
of 1994 to minimize dust emissions from that road. This paving is still being
monitored for dust control effectiveness. A procedure will be written to maintain
the mobile road watering system since previous reports by SCI-TECH have
stated that continual road watering is not necessary.

As of June 30, 1892, entrance to the plant through the South Saratoga Street
entrance has been restricted to passenger cars and light trucks. In addition the
plant speed limit was lowered to 10 miles per hour to further minimize dust.

3. Long-term storage piles:

All product storage piles will be sprayed with water or shaped with a loader or
other machine to control dust. Pile shaping will be done to minimize jagged
edges on the leeward side of piles. Jagged edges cause turbulent air which
makes loose dust particles airbome.

4. Hard Piping of water lines:
Hard piping will be installed at fixed emission points to control dust emissions
determined by Norlite and SCI-Tech in the Fugitive Dust Plan. Flexible piping

will be used to connect sections of hard pipe for ease of installation. All piping
will be insulated and drains will be included in the design to allow water
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suppression systems to operate as long as practically possible in sub-freezing
weather.

5. Enclosure Improvements:

Metal sheeting has been replaced on the screen enclosure buildings and dust
covers have been installed on all conveyors as of April 1992.

6. Other Dust Control Improvements:

i. 1500 cubic yards of coal was removed from the site in February 1992
eliminating this source of dust emissions.

ii. All baghouse dust piles present at the time of the plant’'s acquisition by

American NuKEM in 1991 were placed in an on site solid waste landfill.

lii. All baghouse dust is now pneumatically conveyed to two dedicated silos.

Iv. The dedicated silos were rebuilt and fitted with new bin vents.
7. New kiln dust seals were designed and installed on both Kiln #1 and Kiln
#2.
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3. Baseline Best Management Practices

Norlite is committed to operating in full compliance, being a good neighbor and controlling, if
not efiminating, dust emissions. The reduction in fugitive emissions resulting from the above
improvements will also improve site runoff water quality.

3.1 Spill Control Committee

The Spill Control Committee at Norlite is responsible for implementing and maintaining the
Best Management Practices (BMP) program. The committee's responsibility and authority are
assigned by Norlite's management for carrying out management policy and achieving BMP
program objectives. The committee is responsible for identifying the toxic and hazardous
materials handled at the Norlite facility.

Norlite's hazardous waste activity consists of receiving and storing Low Grade Fuel (LGF) to
be bumed in Norlite's rotary kilns for energy recovery. The heat processes the crushed shale,
obtained from the site's quarry, in the kiln to expand the shale. The resulting product is a
lightweight aggregate. The committee is also responsibie for identifying any potential spill
sources including the following:

Low Grade Fuel Storage (tank farm)

Air Pollution Control Dust (Baghouse Dust)
Vehicle/Equipment Maintenance Materials
Wastewater Treatment Plant (see Section 4.0)
Tanker Staging Area

Equalization Building

Ancillary Piping (Tunnel, etc . . . )

The Spill Control Committee shall set up spill reporting procedures and inspection programs as
described in later sections of this plan. The committee shall advise management on the
technical aspects of environmental incident control and shall coordinate activities for spill
cleanups. Procedures, for the notification of authorities in case of a spill, are maintained by
the committee. The committee shall recommend and help establish training and education
programs for facility personnel to carry out all procedures.

The BMP program shall evaluated and reviewed by the Spill Control Committee on an annual
basis or whenever potential spill sources change. The committee will meet regularly to
evaluate the effectiveness of the complete BMP program. Recommendations for changes to
the program shall be made to management in support of Norlite's policy on BMP related
matters.

The Spill Control Committee/BMP Committee is comprised of the Norlite personnel listed in
Table 3-1.
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Table 3-1

Spill Control Committee/BMP Committee

NAME TITLE DEPT HOME TELEPHONE

Ed Burgher Director of Compliance {518) 583-6040
Compliance

Melissa Burger Health & Safety Safety (518) 479-0201
Manager

Susan Goss Laboratory Operations (518) 584-4573
Manager

Al Popp Project Engineer Engineering {518) 272-9664

Stan Milos Environmental Compliance {518) 663-5113
Technician

Tim Lachell Director of Operations (518) 373-9569
Operations

Rev. 3; January 1996

24



Committee membership shall be reviewed annually by the Committee. The committee shall
recommend new members or changes in membership as necessary to keep this aspect of the
BMP Plan functional. Committee membership is subject to Norlite management approval. ftis
intended to keep key individuals from various disciplines and responsibilities actively involved
as committee members.

3.2 Spill Reporting Procedures

In an event involving a significant release of LGF, fuel oil or other hazardous materials, Norlite
personnel must follow the RCRA Part 373 Permit Contingency Plan (See Appendix H, Norlite
Contingency Plan).

Wastewater treatment chemical spills (a BMP improvement detailed in Section 4.0) are
summarized as follows:

The Wastewater building itself serves as a containment area. Therefore there will not be any
opportunity for the hazardous materials to migrate out of the wastewater area. These
materials will not flow into the Sait Kill Therefore the reporting procedures shall differ slightly
from the other hazardous material on site.

The chemicals include:
Hydrochloric Acid
Sodium Hydroxide
Polymer - Flocculent
Carbamate compound - Metal precipitate

As soon as a spill is identified the WWT and Kiln Supervisors shall be notified. The spill will be
contained and cleaned up following WWT procedures delineated in the WWT Operating
Manual. Any additional reporting to comply with permit requirements will be determined via the
Spill report by the Emergency Coordinator and the Director of Compliance.

Once the primary or secondary emergency coordinator has been notified, he/she will:

A. Immediately identify the character, exact source, amount and extent of
release. In the event that the released material cannot be identified, samples
will be obtained for chemical analysis. Reporting of analytical results of these
samples will be based on an objective tum-around time of two (2) working days.

B. if the release of toxic or hazardous materials poses a potential or
immediate threat to site personnel, sound the waming alarm system. The
Norlite facility has a waming system with a specific alarm signal consisting of a
loud hom to initiate evacuation of all plant areas. The evacuation signal will be
a continuous three (3) minute blast from an air hom readily available on the
company's major earthmoving equipment. In addition to the alarm, the intemal
telephone system can be used to notify plant personnel as to the emergency’s
nature and recommended action plan. Total plant evacuation is initiated only by
the Emergency Coordinator.
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C. Notify the following of the incident:

HOME PHONE NO.
Director of Operations - Norlite

Tim Lachell (518) 373-9569
31 Cooks Court
Waterford, NY 12188

Director of Compliance - Norlite
Edward C. Burgher (518) 583-8040

328 Burgoyne Road
Saratoga Springs, NY 12866

D. Report to the facility to coordinate emergency action.

Rev. 3; January 1996

26



TABLE 3-2

EMERGENCY COORDINATOR'S NUMBERS

Emergency Coordinators

Ext.

Off-Site #

Page #

Primary Emergency Coordinator:
Safety Manager - Melissa Finn

RR1 Box 191B, Burden Lake Road
East Greanbush, NY

4032

479-0201

422-9872

Altemate Emergency Coordinators:

Dir. of Comptiance Edward C. Burgher
328 Burgoyne Road

Saratoga Springs, NY

4029

583-6040

495-9239

Fi

Initial Emergency Coordinators*:
Environmental Tech. Stan Milos

*Are responsible in this capacity only on their appointed shift and
only until Primary or Altemate Emergency Coordinator arrives on
site.

4049

422-6202

QOther Mandatory Contacts**:
Dir. of Operations

Tim Lachell

31 Cooks Court

™ Waterford, NY 12188

**Must be contacted at first available time after the Contingency
Plan is implemented.

4037

373-9569

342-0037

Operations Emergency Contacts:
Sue Goss (First Alternate)

Al Popp (Second Alternate)

4048

584-4573

422-4347

Initial Operations Emergency Contacts***:
voH

Stanley Ashline, Jr.

Maicolm McBride

Harold Clark

***Emergency Contacts only on their appointed shift.

4073

422-9873
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TABLE 3-3

MEMO OF EMERGENCY CALL

DATE: TIME:
PERSON CALLING: NAME -

TITLE -
AGENCY CALLED: [ 1 USCG [ 1 NYS DOT
(check one) [ ] USEPA [ 1 OTHER

[ ] NYSDEC

GOVERNMENT PERSON SPOKEN TO:

NAME:

TITLE:
SUBSTANCE OF MESSAGE

LOCATION

TYPE OF EMERGENCY

WATERWAYS EFFECTED

NATURE OF MATERIALS INVOLVED

POTENTIAL HAZARDS

ACTIONS BEING TAKEN

PERSONNEL PRESENT,

PERSONNEL SUMMONED

OTHER (Use back if necessary)
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TABLE 34
REPORTING FORM FOR EMERGENCY EVENTS
(Note: This table for BMP Plan reference only)

Name, address and phone number of owner or operator

Name, address and phone number of facility

Date, time and type of incident (e.g., fire, explosion, etc.)

Name and quantity of material(s) involved

Extent of injuries (if any)

Assessment of actual or potential hazards to human heaith or the environment (if applicable)

Estimated quantily and disposition of material recovered from the incident

Send to:
nm U.S. EPA, Region I (2) Commissioner
Regional Administrator (EPA) N.Y.S. DEC
26 Federal Plaza 50 Wolf Road
New York, NY 10278 Albany, NY 12201
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3.3 Source ldentification and Assessment

Section 2 of this document identifies and assesses all manufacturing areas, hazardous
matenials handling areas, and the primary sources for possibie releases. Norlite also maintains
MSDS listings containing specific descriptions of physical, chemical, toxicological and health
information on the toxic and hazardous substances handled at the facility. The Spill Control
Committee will periodically review the facility operations to identify and assess all the
hazardous material spill risks at Norlite.

In summary, the specific areas identified as potential spillrelease source at the Norlite facility
are as follows:

Low Grade Fuel Storage Area

Process Operations Area - Salt Kill Dam Area

Quarry Water Discharge - Outfall 003

Shale Fines Leachate - Outfall 004

Air Pollution Control Saline Water (Scrubber Biowdown) - Qutfall 006
Waste Treatment Facitity

Under the existing Spill Prevention, Containment and Countermeasures Plan, Norlite provides
information on the procedures that will be taken to prevent accidents during loading and
unloading operations, procedures to prevent undue contamination from the surface water
runoff from hazardous waste handling areas, procedures to prevent groundwater
contamination and procedures to mitigate the releases from an equipment failure or power
outage. Detailed information is provided in Section of the New York State Part 373 permit
application.

All new materials that are brought into the operations at the Nodite facility must first be
evaluated for compatibility with storage and transfer materials of construction. MSDS
information will be reviewed and maintained at the facility. The Spill Control Committee will
also review and discuss spill prevention and control of new materials. The committee will
evaluate the potential of toxic and hazardous substances for discharging into receiving waters.

3.4 Employee Training

Noriite provides initial 24 hour training to all employees actively involved with in-plant job
functions. In addition, Norlite conducts on-the-job training for specific work tasks. All new
employees are familiarized with specific duties and Norlite's standard operating procedures
(SOP's) by experienced supervisory staff. During the initial 24 hour training program,
employees are instructed on (1) the hazardous nature of chemicals and chemical wastes in
general, (2) the purpose of RCRA and the importance of maintaining compliance with RCRA
regulations, (3) the hazardous nature of the wastes being stored in the facility, (4) proper
handling and storage procedures, as described in Sections D and F of the RCRA Part B
permit, {5) emergency procedures and contingency plan (6) Safety and Hazard
Communication. A copy of the Norlite Training Program is included in Appendix |.

All new employees are made familiar with Norlite's BMP program, safety requirements, the
Contingency Plan and the specific responsibilities under the New York State Environmental
Conservation Law and the New York Department of Environmental Conservation (DEC)
regulations which are relevant to their positions. A copy of the Norlite Contingency Plan is
included in Appendix H.
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Norlite personnel receive regular supervision and continuing training as required. Training
sessions are conducted, at a minimum, annually. As needed, supervisory staff review job
requirements and duties with personnel and provide additional training for expanded duties.

In addition, each employee involved in hazardous waste/mining operations receives eight (8)
hours annually of continuing health and safety training (hereafter referred to as "OSHA/MSHA
fraining"). Supervisory personnel involved in hazardous waste operations receive an additional
eight (8) hours of initial training.

The objectives of the BMP training policy is to instill in all facility personnel a complete
understanding of the following:

a) The BMP program

b) Processes and materials with which they are working

c) Safety hazards

d) Practices for preventing accidental and unintentional discharges

e) Procedures for responding properly and rapidly to toxic and
hazardous materials incidents

The BMP training program can be covered in (or along with) other related training programs
required by OSHA, RCRA, etc. At a minimum, the employees shail be trained in the following
Best Management Practices:

a) Source ldentification and Assessment

Identification and awareness of critical equipment and systems
Reporting incidents and potential dangers

b) Material Storage

Hazard Communications Program

Materials compatibifity

Proper uses and purpose of materials

Health risks and safe handling procedures for chemicals used (MSDS)

c) Loading and Unloading Operations

Good housekeeping
Material handiing
Ergonomics (relationships between employee and equipment)

d) Plant Run-off

Emergency operations - Spill response drills

Spill response teams and equipment

Absorbents, jelling agents, foams and neutralizing
agents

Spill reporting procedures

Maintaining containment areas and spill pumps
Proper disposal of containment area discharges
Procedures for off-site spill clean-up
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g)

h)

Preventive Maintenance

Lock-out procedures
Equipment inspection procedures and practices
Procedures for equipment decontamination and certification

Inspection Records and Reports

In-plant operating records

Critical parameters concemned with LGF and hazardous waste
storage/transfer areas

Safety and security (OSHA, RCRA, In-house)

Tank inspection reports

Periodic Meetings

Employee awareness of their roles in plant operations
Emergency operations and equipment

Medical considerations

Incident prevention and control

Review of past performance (spills and causes)

Individual Training Programs

Contractors
Employees
Supervisors
Temporary Personnel

Details conceming Norlite's training policy and procedures is inciuded in Appendix |.
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3.5 Visual inspection

Norlite personnel inspect the facility to detect spills or evidence of potential spills or other
conditions that could lead to an environmental incident. Formal inspections of hazardous
waste management facilities are the responsibility of the following Norlite personnel:

Environmental Manager
Compliance Coordinators
Trunnion Operator

Fuel Operator

Bumer Operator

Lab Technicians

Each person is responsible for regular inspections of hazardous waste management facilities
and the initiation of corrective action if deficiencies are noted. Appendix J contains the
inspection forms used by Norlite personnel. These inspection procedures are thoroughly
described in Section F of the Part 373 permit application.

3.5.1 Areas that need to be inspected on a regular basis

Regular visual inspections shall be performed by area supervisors and include visual
observations of loading and unloading areas, storage areas, process equipment secondary
containment areas, runoff from the aggregate piles, storm water collection system, detention
basins and leachate pond for the detection of (or potential for) leaks and spills. The
inspections shall be made routinely. Potential spill problems shall be reported to the Spill
Control Committee for review. Visual inspection program considerations relative to each of the
ancillary sources are discussed below.

For loading and unloading operations, visual inspections shall be performed during transfer of
hazardous chemicals to permit immediate response if a spill occurrs. The condition of
pipelines, pumps, valves and fittings for liquid transfer systems (and pneumatic conveying
systems used for transfeming dry materials) shal! be inspected. Visual inspections together
with monitoring shall be used to ensure that the transfer of material is complete before flexible
or fixed transfer lines are disconnected prior to vehicle departure. Before any tank car or tank
truck is unloaded or filled, the lower-most drain valve and all outlets of such vehicles shall be
closely examined for evidence of leakage/deterioration and, if necessary, tightened, adjusted
or replaced. Before departure, ali tank cars or tank trucks shall be closely examined to ensure
that all transfer lines are disconnected and that there is no evidence of leakage from any
outlet.

Raw-material storage areas for dry chemicals shall be inspected for evidence of or the
potential for wind-blowing of matenals to other areas and possibly to a receiving body of water
or for evidence of the buildup of solids on the ground due to poor housekeeping. Liquid {LGF)
storage areas shall be inspected for leaks in or corrosion of tanks, for deterioration of
foundations and/or supports, and for closure of drain vaives in containment facilities.
Inspection shall include an examination of seams, rivets, nozzle connections, valves and
pipelines directly connected to a tank. Internal examination or inspection of storage tanks shall
involve identifying evidence of corrosion, pitting, cracks, abnomalities and deformations. Such
evidence shall then be evaluated and presented to the Spill Control Committee. Pressure
testing and thickness determination of tanks shall be performed on a scheduled basis in
accordance with Section D and F of the Part 373 pemit application.
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For runoff from aggregate piles, visual inspections shall be used to examine the integrity of the
storm water collection system and diversion or overflow structures and for ensuring that drain
valves and pumps for diked areas are properly closed. The quality of runoff from aggregate
piles shall be verified by visual and/dr testing procedures specifically developed for runoff
control systems as they are installed.

The storm water collection systems, detention basins and leachate pond shall be inspected for
potential spills from the deterioration of containment structures or overflows.

3.5.2 Areas that may require detailed investigations

Detailed inspections shall be performed by facility personnel responsible for the individual
processes. During normal operations these inspections shall include examinations of valves,
pipe fittings and containment structures. Other areas that shall require detailed inspections are
the Trunnions on the rotary kiins and the pumps from the collection basins and leachate liner.
These inspections are also utilized to evaluate the adequacy of the preventive maintenance
and good housekeeping best management practices.

3.6 Preventive Maintenance

The Norlite Preventative Maintenance (PM) has been implemented to eliminate or minimize
spills of hazardous or toxic substances to the ground, air or water. The Spill Control Committee
shall identify equipment and systems to which the PM program should apply by analysis of
potential for failures, spills and spill impacts. Additionally, the PM program has been
developed to provide a safe work environment and provide upkeep of the capital investments
in plant equipment. The equipment and systems shall be maintained by repair, adjustments or
replacement of wom parts before the equipment or system fails. The BMP preventive
maintenance program is part of the overall Norlite PM program.

The equipment and systems included in the preventative maintenance program along with
their maintenance schedule are contained in Figure F-1 of the Part 373 permit application.

All Preventative Maintenance records for equipment and systems shall be maintained in the
main office at the Norlite facility.
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3.7 Good Housekeeping

The BMP good housekeeping is essentially the maintenance of a clean and orderly work
environment and must be practiced by all facility personnel. A clean and orderly work area
reduces the possibility of accidental spills caused by mishandling equipment and therfore
reduces the safety hazards to facility personnel.

The methods for achieving good housekeeping goals are to maintain regular housekeeping
inspections by supervisors and/or operators and to discuss housekeeping at safety meetings.
Examples of good housekeeping include the following:

Neat and orderly storage of chemicals and materials.

Prompt removal of small spillage.

Regular garbage and rubbish pickup and disposal.

Maintenance of dry and clean floors by use of brooms, vacuum cleaners, etc.
Proper pathways and walkways and no containers and drums that protrude onto
walkways.

) Minimum accumulation of liquid and solid materials on the floorin a building.

The specific sources of potential spills or releases of toxic or hazardous materials shall be
managed with good housekeeping practices as described above. During daily operations,
facility personnel shall be maintaining a neat and orderly work environment.

3.8 Material Compatibility

Material compatibility at Norlite shall focus on:
The compatibility of the container with its contents and the environment.

Precautions taken in the container storage area to prevent accidental fire and explosion
include: the proper storage of containers (e.g., stacking, aisle space, and iabeling and
sealing of containers); dikes; sump areas and sump pumps; and, appropriate waming
signs (e.g., signs with legends - "NO SMOKING" and "DANGER - UNAUTHORIZED
PERSONNEL KEEP OUT").

Details of the container storage systems are included in the Part 373 permit appiication.

Ensuring that the materials of construction are appropriate for the contents of the
container.

The Norlite BMP shall review and approve material's compatibility prior to the
installation of new equipment and systems used for handling toxic and hazardous
materials. Norlite shall also periodically check material safety data sheets (MSDS) to
review the physical and chemical properties of the chemicals being handled at the site
for compatibility with the materials of construction of containers, pipelines, tanks,
valves, etc.

The compatibility of different chemicals and Low Grade Fuel is evaluated when
blending.

The procedure for acceptance of all Low Grade Fuel is described in the permit, Part
373, Section C - the Waste Analysis Plan. The Waste Analysis Plan covers which
waste codes are acceptable at the facility and SOP #3 describes in detail the
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Compatibility tests that are performed prior to unloading a tanker and prior to tank-to-
tank blending.

A main safety concem is the potential hazard of an accidental ignition of the LGF.
Therefore flammable wastes are only stored in the protective enviroments of the LGF
storage tanks, the container storage building, and in the Equalization room at the kilns.
Norlite has taken numerous precautions to prevent an accidental ignition in the tank
storage area including oxygen monitoring, nitrogen blanketing in the tanks, tank
grounding and other requirements under NFPA 30. ( The particulars of the tank design
features and the management practices aimed at preventing accidental ignition are
described later in this document and in the RCRA Part 373 permit under Sections D-2c,
D-2d, F-1b and F-4a.)

3.9 Security

Norlite operates with a security system to prevent accidental or intentional entry into the facility.
Protection measures against vandalism, theft, sabotage or other improper or iliegal use of the
facility includes: routine patrols of the facility by security and compliance personnel; fencing to
prevent intruders from entering the LGF handling facility site; good lighting; vehicular traffic
control; a guardhouse (Elm street entrance) and controlled entrances to the facility.

Security personnel are instructed to monitor for leaks from tanks, valves or pipelines while
patrolling the facility and are required to notify the Primary Eemergency Coordinator or
Compliance Coordinator if such a leak or spill is detected.

Norlite operates its facility 24 hours per day, 7 days per week, 365 days per year. During
periods of normal kiln operation, at least three (3) employees are on duty at all times. During
periods when the kilns are not operated, at least one (1) employee is on duty at the site at all
times. The Trunnion QOperator makes an inspection of the LGF areas three (3) times each shift
(six (6) times daily) to check security and to inspect the items listed in the Trunnion Operator’s
Shift LGF Inspection Report.

Ample lighting is provided throughout Norlite’s facility except for the quamy area which does
not contain hazardous waste and which usually does not operate at night. In addition, most
facility areas are connected to an internal telephone system which is also used for
communications outside the facility.

Due to the large area of the site (approximately 260 acres), a facility security fence is not
practical. However, Norlite has installed a security fence to control entry to the hazardous
waste storage area which includes bulk storage, drum storage and loading/unloading areas.
Fenced areas shall remain locked at all times except during periods of loading and unloading.
During these times, Norlite personnel will be in attendance.

The kiln area will not be provided with a security fence. However, this area is continuously
monitored by Norlite personnel to prevent unauthorized access, 24 hours per day, seven days
per week. A concrete building at the tank farm is used for the storage of safety equipment, as
well as a telephone to provide direct internal and external communication.

In addition to the 24-hour surveillance system, Norlite has posted waming signs in the active
portions of the facility. The signs are legible from a distance of 25 feet and are posted at the
LGF storage tank area and at the LGF pump house. These signs are visible from all angles of
approach and bear the legend: "DANGER - UNAUTHORIZED PERSONNEL KEEP QUT", and
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"NO SMOKING". Signs have also been posted at appropriate locations in the kiln area, drum
storage area and unloading area and shall be maintained.

Television monitoring cameras are located in appropriate places on the Norlite site to facilitate
site security at entrances and in work areas requiring a higher degree of surveillance.
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4. BMP IMPROVEMENTS

Section 4 is comprised of the following three subsections:

4.1 Norlite Facility Compliance Improvements
42  Plant BMP Committee Manufacturing Area Assessment
4.3  Storm water Runoff Control improvements

4.1 Norlite Compliance Improvements

The Norlite Facility located at 628 Saratoga Street in Cohoes, New York manufactures two
types of products. These are:

1. Expanded LWA (light-weight aggregate) for use in structural applications such
as concrete flooring, soil drainage enhancement, and roadway sub-bases.

2. Block mix additive for structural block production.

Two drawings, Simplified Block Diagram (Figure 4-1) and Site Plan of Operating Area (Figure
2-2) define the manufacturing process steps and define the products manufactured.

Norlite operates two kilns each capable of feeding 27 tons per hour of shale to produce LWA.
Up to 10.1 gallons per minute of liquid LGF (low grade fuel) and 114 pounds per hour of solid
LGF is fired to manufacture the expanded LWA. Supplemental commercial fuels such as off-
spec fuel oil and used oil, #4 fuel oil, and natural gas are fired to augment insufficient supplies
or heat contents of LGF.

Appendix A: APCD, Scrubber and Block Mix Additive

As per NYSDEC Permit Part 373, the #1 Kiln Air Poliution Control Devices were
upgraded similarly to Unit #2. Norlite installed a baghouse, medified the scrubber, and
added a new dispersing stack. Appendix A defines the existing baghouses, scrubber
systems, and dust handling systems

Appendix B: Wastewater Treatment improvements

Norlite currently operates a temporary waste water treatment plant (WWTP) to remove
metals and suspended solids from the scrubber biowdown streams. The temporary
plant is capable of treating a total of 30 to 40 gpm of combined kiln blowdown water
and trunnion cooling water. The permanent WWTP, which will be completed in
September 1995, will be capable of processing 60 gallons per minute of combined
blowdown and trunnion cooling water and comply with NYSDEC Order on Consent R4-
1680-94-05 and Norlite’s SPDES Permit. Appendix B includes a process narrative for
the new WWTP and a simplified PID.
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Appendix C: Instrument and Control (WFCQO) Improvements for Kiln, APC, and
Scrubber Systems

Appendix C defines the instrument and control improvements to be provided for these
systems to support LGF firing at 10.1 gpm per kiln as per Norlite’s March 20, 1992
public notice relating to New York State Part 373 Permit and EPA Region I HWSA
permit.

Appendix D: LGF Improvements
The existing Norlite LGF facility was replaced in part by an improved facility which
complies with RCRA Part B, NFPA fire regulations and OSHA safety standards. This
upgrade was performed in 1992 as part of Project 9511-003 managed by ENSR C&E.
The RCRA Part B requirements for the LGF Facility have been previously approved by
NYSDEC (1/92). Appendix D defines the details of these improvements. Appendix D
includes a description of the LGF Storage and Feed Systems.

The following LGF improvements were initially installed as part of Project 951 1-003:

1. RCRA Part B compliance relating to secondary containment.
2. Improved the fire safety of the operations as per NFPA regulations.
3. Removed existing in place LGF systems associated with 25,000 gallon

tanks TK-100 and TK-200 which lacked secondary containment.

4 Improved the 55 gallon drum LGF/ Solid Fuel Storage Facility capacity to
214 drums. Subject to NYSDEC approval, this facility could be
expanded more than 100 percent by adding storage racking systems in
the future.
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Table 4-1

Drawing List for
Section 4 of Norlite
BMP Plan

The drawings listed below present the key information required for the BMP Plan. Other
drawings are available in other documents in NYS DEC'’s possession, such as the Part 373
Permit Application, air permit applications, and SPDES Permit applicaiton documents.

Narrative
NY003-D-1420
NY-F-C-3039

Appendix A
NYO003-D1403
NYO003-E-1404
NY003-D1405
NY003-D1406

Appendix B
NY029-1003
NY029-1004

Appendix D
NY-D-M-6002

NY-E-D-5003
NY-E-D-5004
NY-E-D-5006
NY-E-D-5008
NY-E-D-5010
NY-E-D-5011
NY-E-D-5013
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Simplified Block Diagram
Construction Site Plan

P&ID - APC Multiclone/Heat Exchanger/Baghouses Kiln
P&ID - APC: Fan/Scurbber/Stack

P&ID - Lime Storage Silo

P&ID - Carbonate Silo

New WWT Plant
New WWT Plant

Arrangement - LGF and Equalization Tanks
P&ID - Unloading and F.O. Storage

P&ID - LGF Storage and Feed Transfer
P&ID - Waste Feed Cut Offs

P&ID - LGF Equalization and Feed - Kiln #1
P&ID - Solids Reprocessing

P&ID - Solid LGF Feed

P&ID - LGF Equalization and Feed - Kiln #2
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4.2 Plant BMP Committee Manufacturing Area Assessment

The following 27 pages summarize the resuits of an in plant evaluation of BMP Manufactunng
areas requiring future action. To the best of its knowledge, the BMP Comittee, managed by E.
Burgher, Director of Compliance and R. Schlauch, Director of Water Permitting, addressed all
plant operations in detait to identify all potential problems. The BMP Committee reviewed both
new project work as per Section 3.1 and all other operating and manufacturing support areas.
Storm water runoff and upgrades were evaluated separately and necessary corrective actions
are defined in Section 4.3.

The members of the BMP Management Committee are listed in Table 3-1.
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Tabie 4-2

IN PLANT BMP COMMITTEE
AREA ASSESSMENT
AreaDescription
Area 1 Shale Fines Landfil/Leachate System
Area 2 LGF
Area 3 Mid Pond
Area 4 Baghouse Silo Kiln #2
Area 5 Coal Area
Area 6 Kiln #2 Baghouse
Area 7 Off gas Coolers/Kiln #2 Baghouse
Area 8 Kiln #2 Scrubber
Area 9 Kiln #2 Trunnions
Area 10 Kiln #1 Trunnions
Area 11 Lube Oil Room
Area 12 Fuei Qil (#4), Diesel Fuel
Area 13 Boiler Room
Area 14 Air Compressor/MCC Room
Area 15 Scrubber Kiln #1
Area 16 Pump House
Area 17 Railroad Steel Loading Operations
Area 18 Lime and Soda Ash Operations
Area 19 Used Equipment, Debris
Area 20 Aggregate Finishing
Area 21 Shale Storage Silo
Area 22 Garage/Maintenance
Area 23 Rainwater, Dust Control
Area 24 By-Product System (Block Mix)

Rev. 1; September 1995

43



Area 1 - Shale Fines Landfillll eachate System

The existing leachate system for the shale fines landfill shall remain in service for the
immediate future. Monitoring of the leachate is reported to NYSDEC as part of Qutfall 004
monitonng for the SPDES permit. It is believed that at some future date, the leachate will
diminish to an extent representative of clear storm water, once the landfill is capped. At this
point in time, Norlite may request NYSDEC to authorize Norlite to remove this system from
service.

All shatle fines were removed from the impoundment and placed in a solid waste fandfill on site
pemitted by DEC prior to January 1, 1992. The removal of the shale fines were done in
accordance with procedures approved by NYSDEC.

Nothing remains in the lagoon or dewatering ridge along the perimeter of the lagoon. ENSR
has completed sampling the soil remaining in the former lagoon to document removal of all of
the shale fines. The sampling and analytical plan was submitted to and approved by NYSDEC
Division of Solid Waste, Region 4 (James Sacco, P.E.). Likewise, at a point directly north of
the LGF Storage area, waste piles consisting of baghouse dust had been stored. These waste
piles were moved to the non-hazardous solid waste landfill prior to January 1, 1992 along with
the shale fines. ENSR is also in the process of sampling and testing the soil remaining below
the former dust piles to document that all dust was moved to the landfill. This sampling and
testing was completed in July, 1992 as part of the RF! required under the Part 373 Permit.

Since 1992, the shale fines and relocated topsoil piles that were previously located to the north
and west of the kiln area have been placed in an on site, secure, pemitted landfill. The landfill
has been capped and seeded to provide a grass cover. The area has also been improved by
reshaping and resloping the LGF storage area and present office building sites.

All this work was performed in regulatory compliant manner under the observation of the
Norlite compliance staff, and DEC'’s regional solid waste engineer.
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Area 2 - LGF Storage

The LGF improvement plan implemented by Project 9511-003 is defined by Section 4.1 of this
BMP. In addition to these improvements, the perimeter around the LGF unloading and storage
area was regraded to provide an unlined, earthen containment dike in the unlikely event of
receipt of a leaking tank wagon. This supplements the tank unloading area which is already
provided with secondary containment of non earthen matenals, sufficient to contain an entire
tank wagon volume. A spill control station (i.e. absorbent, sand, booms, polyethylene 6 mil.
sheet, lime, clean DOT 55 gallon drums, shovels, etc.) shall be maintained in the area for
emergency response to leaking drums or tank wagons. A low point drainage opening will be
provided in the earthen dike's south and/or east sides to allow uncontaminated storm water
runoff. Spill control maintenance will assure that chemical and engine truck fluids are not
normally existent on the ground coincident with periods of precipitation or snow/ice melt runoff.
Dry sandbags, polyethylene liner, weight blocks, and shovels shall be maintained at the runoff
opening in the dike so the dike can be sealed in 15 minutes by 3 men in the unlikely event an
emergency spill coincident with receipt of a leaking tank wagon of fuel. Procedures, personnel
training, and emergency response teams will be instituted to assure essentially no groundwater
or storm water contamination in the area.

Any soils removed will be disposed of in a RCRA compliant manner. Compliance monitoring
will assure that operations satisfies these requirements.

The new LGF tank building provides tertiary containment for the LGF tanks 300-800. In
addition, Norlite has replaced the below ground line with a new above ground LGF line totally
enclosed within a pipe tunnel. The tunnel provides secondary containment for the LGF line
which slopes back to the containment structure within the LGF storage building. Leak
detection systems have been installed at intervals along the length of the LGF pipe tunnel.
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Area 3 - Mid Pond

The Mid-Pond has been decommissioned in a compliant manner, All of the silt has been
placed in a secure, on-site, permitted, lined and capped landfill.
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Area 4 - Baghouse Silo Kiln #2

The baghouse silo for Kiln #2 is no longer in use. Dust collected in the Kiln #2 Baghouse is
pneumatically conveyed to the dedicated dust silos. See section 4.1 for a complete
description of the dust handling system.
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Area 5 - Coal Area

The coal transfer, attrition, and feed systems were removed from Norlite in 1992. The coal
reserves were removed from site. The remaining concrete storage vaults and footings cleaned
of coal and removed from site and disposed of in a regulatory compliant manner.

Any earth laden with significant traces of coal was removed from site and disposed of in a
regulatory compliant manner.

Resultant holes were refilled with clean earth and re-compacted to medium proctor.

The elimination of the use of coal at Norlite represents a significant improvement with regard to
abating a fugitive dust source, SO, emissions, and storm water runoff control issue.
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Area 6 - Kiln #2 Baghouse

Appendix A which defines the APC system (including the baghouse) improvements completed
by the Norlite Compliance Improvement Project. The maintenance and housekeeping for this
area will be maintained as follows

a) All bahouse dust will be removed and transferred by a system of rotary
airflocks and pneumatic lines.

b) Non-routine cleanout of the baghouse modules by vacuum truck will be
performed to minimize fugitive dust.

c) All Maintenance activity requiring placement of filter bags or any
equipment contaminated with baghouse dust on the ground will be done on
poly lined surface.

d) Any dust, scrap equipment, and maintenance components will be
removed from site and disposed of in a regulatory compliant manner as
overseen by the compliance staff.

The compliance staff wiil routinely monitor operations and maintenance to assure conformance
to these procedures. Compliance monitoring shall also assure the baghouse is not operated in
a method which results in contamination of the atmosphere or ground by baghouse dust from
faulty equipment (seals, etc.)
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Area 7 - Off gas Coolers

Dust is removed from the excess clinker cooler air by the Barron fan and multiclone system.
Currently the dust removed from the air by the multiclone is transferred to the clinker conveyor
belt via a chute. SCI-TECH and Norlite have identified this area for the implementation of
more elaborate dust control in The Addendum Fugitive Dust Plan, February, 1995.

The transfer chute will be modified to allow dust to be conveyed to a sealed hopper. The

hopper will be moved with a fork lift or other machinery to the clinker pile area. The dust in the
hopper will be wetted and mixed into the clinker pile so it can be recycled for beneficial use.
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Area 8 - Kiln #2 Scrubber

A spill containment curbing around the perimeter of the Kiln #2 concrete pad prevents the
release of scrubber water. The scrubber piping and containment is enclosed with aluminum
siding. The inside of the enclosure is heated and insulted for winter time operation. All lines
that exit the enclosure are heat traced and insulated.

Scrubber maintenance and clean out is performed in accordance with a standard operating

procedure. When maintenance is remediating and maintaining the scrubber system,
compliance monitoring will assure no earth is contaminated with hazardous debris or scale.
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Area 9 - Kiln #2 Trunnions (3)

A solution to the leaking lubricating oil from the bearing houses has been installed. Oil flows
into a perimeter channel collection launder (all 4 sides) and then into a DOT drum via hose.

The oil is disposed of in a RCRA compliant manner. This oil can also be blended with LGF for
supplemental kiln fuel use. Lubricating greases are collected should they inadvertently fall on
earth or concrete and are then disposed of, along with any contaminated earth, in a RCRA
compliant manner. The compliance staff monitors the operation to assure operations complies.
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Area 10 - Kiln #1 Trunnions {2)

The solutions, procedures, and monitoring programs identified for Area 9 will aiso be followed
for Area 10.
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Area 11 - Lube Qil Room Under Kiln #1

1. A curb is provided in the doorway to keep mud and storm water out of this room. The

earth around the entrance is graded to eliminate introduction of rainwater. Retaining
walls guard the entrance of the doorway against introduction of rainwater.

2. The floor of this building will be kept free of oil and grease through routine inspection
and housekeeping by the kiln operators.
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Area 12 - Underground process and Fuel Qil Tanks

Any abandoned in place tanks will be removed from service in a RCRA compliant manner. TK-
100 and TK-200 plus associated subsystems, the Kiln #1 pump house and the shales fines
settling lagoon were identified as abandoned and have been removed from service. All these
systems were not being used for their as designed process application because none of them
had secondary containment.

The 3 below grade vehicular fuel tanks have been removed from service in a RCRA compliant
manner. These tanks shall be replaced with above ground tanks which meet state and local
building code requirements and have a secondary containment.

Two below grade fuel oil tanks (supplemental kiln fuel) which were located south of Kiln #1
were cleaned and removed in a RCRA compliant manner. These two tanks were replaced in
1992 by TK-9, an above-ground off-spec oil tank with a secondary containment.

One remaining below grade tank, also located south of Kiln #1 shall contains virgin oil for
supplemental kiln fuel. This tank, TK-6 shall be removed by December, 1996.
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Area 13 - Boiler Room

This system is not currently in operation. When this system is returned to service, operators
will routinely monitor this area to ensure that all materials in the boiler room do not impact the
surrounding environment.

The ground outside the boiler room was graded so that stormwater wili run away from the
entrances.
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Area 14 - Air Compressor/MCC Room

1. No problems were identified in the MCC rooms.
2. Clean oil spills from concrete floors in the compressor rooms.
3. Maintenance and operational procedures are in place to minimize and eliminate

leaks and accumulation of oil on the floor.
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Area 15 - Scrubber, Kiln #1

Kiln 1 scrubber is constructed and maintained in a manner similar to Kiln # 2. Both of these
systems are described in Section 4 of this BMP.
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Area 16 - Pump House/Shale Settling Lagoon

The pump house, shale fines settling lagoon, and associated drainage and piping systems
were historically used by Norlite as a Kiln #1 scrubber recirculation system.

This system was replaced by an air poliution control device (baghouse/recirculated caustic
scrubber) system comparable to the one permitted by NYSDEC for Kiln #2.

The pump house, settling lagoon, associated underground gravity culverts, and piping system
have been decommissioned and removed from service in a RCRA compliant manner.
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Area 17 - Railroad Steel Loading Operations

Railroad cars are no longer loaded with steel at Norlite.
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Area 18 - Lime and Soda Ash Operations

Both the lime and soda ash make-up systems provide alkali treatment chemicals for removing
acid off-gases (such as suifur oxides from the shale) from the kiln flue gases. Lime is added
prior to the baghouses by pneumatic transfer. The baghouse removes the lime and lime by
products (gypsum, etc.). Up to 50 tons of lime is stored in a 2,500 cubic foot silo which is
equipped with a fabric filter bin vent to relieve pressure and capture dust while the silo is being
filled by a bulk truck.

Lime is gravity fed into feed hoppers located directly under the silo. The mass flow of the lime
is controlled by a rotary airflock and screw feed mechanism. The auger screw feeds the lime
into the pneumatic system which injects the lime into the baghouse duct work.

The motor speeds of the aidock and screw are calibrated to the required lime mass feed rate.
The on/off switches for the lime feeders and pneumatic blowers and the motor speed
controllers are in on the lime feed control panel in Kiln #2 MCC.

The soda ash solution and make-up system supplies 5% to 10% by weight solution to the kiln
1 and 2 scrubber systems. An improved fabric filter bin vent was installed on top of the soda
ash silo in May 1995. The new bin vent was designed to collect dust and retum it to the soda
ash silo. The bin vent filter bags are automatically cleaned "on demand" by pulsed
compressed air. Cleaning is controlled by a Photohelic differential pressure gauge.

The level of the soda ash solution tank and the addition of soda ash are controlled
automatically by tank level switches. When the level of the tank reaches the low level an
electronic switch opens a solenoid valve causing clean water to fill the tank until the high level
is reached. While water is being added a screw conveyor pushes crystalline soda ash out of
the silo hopper and into the solution tank. The screw conveyor tums off automatically after a
set ime. The operating time of the screw has been set based on previous experience and is
sufficient to maintain a consistent solution concentration. Additionally the tank is agitated by
mixers to assure consistency.

The level of the soda ash silo is checked and recorded twice daily. The concentration of the
soda ash solution is checked frequently by the kiln personnel.

The base of the soda ash silo and the tank are covered by a building to minimize ground water
and storm water contact. The building is heated in the winter to prevent freezing.

Two pumps are housed in the soda ash building. These pumps feed soda ash solution into
the suction lines of the scrubber recycle pumps to maintain a minimum pH of 8.0. The pH set
point of the scrubber solution may be changed by the bumer operator in the Genesis Data
Acquisition System. There is a manual Caustic Boost option in the Genesis system to allow
the bumer operator to correct for pH upset conditions.
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Area 19 - Used Equipment, Debris

1.

A systematic, plant wide centralization and evaluation of plant equipment has been
performed. Equipment that is unusable will be decontaminated and/or removed from
site.

A substantial amount of unusable equipment was removed from site since 1992. As
equipment becomes unusable, either it will be decontaminated (as appropriate) and
removed from site or stored in the common area.

Any contaminated debris or earth shal! be disposed of in a RCRA compliant manner.
Valuable used equipment shall be:

a) stored either in an area with secondary containment (indoor or out),

b) and/or cleaned in regulatory compliant manner and stored in one
common area.

Any contaminated storm water from a concrete storage containment shall be treated in
the WWTF or disposed of in a regulatory compliant manner.

Norlite's compliance staff will routinely monitor maintenance and operations to insure
conformance with these commitments. It will be the responsibility of the Compliance
Department to determine the acceptable methods of disposal, equipment remediation,
and storage.
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Area 20 - Aggregate Finishing Building

1. Propane and gas cylinders shall be secured according to OSHA and MSHA standards.
The Compliance and Safety staff will monitor routinely to assure conformance.

2 Good housekeeping shall be maintained. Compliance staffing shall monitor routinely to
assure compliance.

3. The roof shall be maintained so that precipitation does not enter the building and cause
run-off problems.
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Area 21 - Raw Shale Storage Silo

1. The holes in the roof will be sealed or covered to assure precipitation does not come in
contact with the shale.
2. A new fabric filter dust collection system will be installed in accordance with the

recommendations of the Fugitive Dust Plan Addendum.

Rev. 1; September 1995 64



Y

Area 22 - Vehicle Repair Garage/Plant Maintenance

Noriite has many vehicles (front end loaders, dump trucks, earth movers, etc.) which are used
to operate the quarry. In addition, the plant operations (kilns, LGF, aggregate finishing) are
maintained.

Lubricants, oils, transmission fluids, and greases are housed at the maintenance facility.
Various methods of secondary containment have been installed to prevent contamination of
earth, storm water, and groundwater.

When maintenance of engines is performed, it will be done with temporary or permanent spill
containment. Outside maintenance will not be performed during periods of excessive
precipitation. When engines are cleaned, mechanical methods will be used to the maximum.
Hot water washes will be performed in contained areas, coliected to DOT containment and
disposed of in a RCRA compliant manner.

Hot water washes will not be performed outdoors during periods of precipitation. Organic
solvent cleaners shall not be used outdoors.

The plant maintenance area is described in the other areas. Maintenance is performed, in
general, in the operations areas. See other areas. Any equipment to be cleaned of chemicals
shall be cleaned in a manner consistent with that described in the previous paragraphs for
vehicle engines. The waste and wash waters thus generated shall be disposed of in a RCRA
compliant manner.

The compliance staff will routinely monitor the maintenance operations to assure conformance
to procedures and standards. All maintenance personnel will receive on the job training by
their supervisors to assure conformance to prevent contamination of groundwater and storm
water. The maintenance staff and supervision will be expanded and improved to assure
compliance.
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Area 23 - Dust Control and Associated Control of Groundwater and Storm water

o e i A R L A

Contamination

Noriite is attempting to optimize the strategy for controlling fugitive dust emissions in order to
minimize the potential for dust particulate settling on the facility site roads and storage areas
from becoming waterbome in storm runoff. The dust control systems will be improved based
on recommendations in SCI-TECH's February 1995 Fugitive Dust Plan report. The following
BMP details the activities which have been completed or are planned for dust control at the
Norlite site:

1. Road Watering: Norlite will develop a plan for maintaining the mobile
road watering units. This plan will include the frequency of watering and
maintenance procedures. Continuous road watering was deemed impractical
and unnecessary by Sci-Tech. To further suppress dust the roads were rebuilt
with railroad ballast. A program will be implemented to maintain these roads.

2. Wet Dust Suppression systems: Norlite will upgrade the wet dust
suppression systems, including nozzles and hard piping as recommended by
Sci-Tech and researched by engineers at Norlite. These systems will be
designed to be functional as much as possible in sub-freezing weather by
incorporating insulated heat trace systems and drains. Flexible piping will still
be used to connect sections of hard pipe, but the hard pipe will run to the
emission points. Furthermore, operators will be trained in the proper operation
of the wet dust suppression systems in normal and sub-freezing conditions.

3. Traffic Pattems: Traffic through the South Saratoga Street entrance has
been closed to all heavy vehicles since June 30, 1982. Only passenger cars
and light truck may enter the plant through this entrance.

4, Long Term Storage Piles: Dust will be controlled on long term storage
piles by eliminating jagged edges on the leeward side using a loader or other
machine. During dry periods the long term storage piles may be sprayed with
the mobile water tanker to further suppress dust.

5. Enclosure Improvements: Metal sheeting has been installed and
repaired on the permanent screening operations. Metal covers have been
installed on all conveyor belts. Drop points have been reduced in height as
much as possible. Transfer points and chutes have been enclosed to practical
limits.

6. Block mix preduction: Norite plans to install a new conveyor system for
the production of the block mix. This new system will shorten the conveyor
belts by approximately 300 feet, reduce the drop heights in transfer chutes and
reduce the drop height to the ground. The drop height will be controlled by a
device on the final conveyor belt.

7. Kiln seals: The seals on the shale feed ends of both kilns have been
redesigned to minimize emissions and allow for longer mechanical life.

8. Baghouse Dust: Baghouse dust is pneumatically conveyed and stored
exclusively in two dedicated silos. These silos were rebuilt and fitted with bin
vents which retumn all dust to the silo. The bag house dust is no longer mixed
on the ground with a front end loader to make block mix. A BUD was granted
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by NYSDEC for this purpose. All remaining baghouse dust was stored in an on
site solid waste landfill.

Other Improvements to be noted:

Noriite has ceased its operation of firing the kilns with coal. The coal storage pile and
all associated equipment has been removed from the site.

All equipment has been fitted with high intensity strobe lights and audible alarms for
vehicle backing. Audible alarms are used during daylight hours, but the strobe lights
are used during night time operation. This program was adopted to reduce noise
pollution.

Norlite will investigate computer software modeling and meteorological instruments for
future use in characterization of dust emissions to plan loading operations for product.

Norlite is investigating the feasibility and impact on dust emissions of moving the heavy
equipment parking from the eastern edge of the plant to the westem side of the plant.
Dust emissions and heavy vehicle exhaust emissions will be moved further away from
the neighboring community.
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Area 24 - By-Product System

in the processing of light weight aggregate (LWA) Norlite generates two main by-products.
Both of these by-products, WWT filter press cake and baghouse dust, have beneficial use
determination (BUD) grants from NYSDEC. The BUD allows bag house dust to be converted
into block mix. Filter cake is retumed to the hot clinker pile and blended into the finished
product.

The bag house dust is coliected and pneumatically conveyed to one of two dust silos at the
finish plant. There is a third, slightly larger silo at the finish plant to store light weight
aggregate fines. Block mix, a combination of 3/8's, light weight aggregate fines, and bag
house dust, is produced in the Shipping Tunnel under the three silos. Each constituent is fed
onto a conveyor belt by a rotary air lock on the bottom of the silo. When the material is
dropped from the conveyor belts to the production pile it is sufficiently mixed to form the
product known as block mix.

Solids in the scrubber blowdown water are precipitated and filtered in the WWT plant. Sludge
from the clarifier is pumped through a filter press. The filter press separates the solids from
the water leaving a hard, dry cake in the filter press. The cake is removed from the filter press
and taken in a bin or loader bucket and blended into the clinker pile. The filter cake is then
processed in the finish plant and ultimately ends up in the 3/4’s, 3/8’s or the block mix.
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4.3 Storm water Runoff Control improvements

A. Stormwater Runoff

This section presents proposed runoff features that are designed to control peak runoff
velocities, sedimentation, and provide adequate conveyance into receiving water bodies for
the typical storm events.

Drainage Area 1

Since 1992, Norlite has constructed earthen berms along facility roads to prevent run-
on/run-off and erosion. Facility roads were regraded, reshaped and resurfaced with
crushed stone. Modifications to facility roads as well as to other parking areas will
minimize dust accumulation, gully formation and uncontroiled runoff. Norlite applies
water spray from mobile tanker trucks to all facility roadways and other vehicle access
surfaces on a daily basis during dry weather to minimize dusting and transport of
airbome particulates. (The road watering areas are highlighted in Figure E-3, Appendix
E). This is an effective procedure that is performed severat times daily, when required
and will be continued. Water spray application to facility roadways helps keep road
surfaces compact and rigid so erosion and washout during storm events is minimized.

In addition, Norlite proposes to construct a sediment trapping structure that will provide
adequate detention time for silt and shale fines that can become waterborme to settie
out, and thus improve water quality.

Since a new wastewater treatment facility is being constructed in this area (scheduled
for completion in September 1995) and removal of product piles from this drainage
area has recently taken place, resulting drainage pattern alterations and silt transport
potentials to the wetiand area will be further studied. These effects will be evaluated
over a period of at least one year after completion of these site modifications (to atlow
for seasonal changes). Itis possible that no further control measures will be required.
Then, site improvements to reduce silt transport potential to the wetiand area will be
proposed if necessary. Either a french drain system, silt screen system or combination
of the two may be proposed. An evaluation of effectiveness of the existing french
drain/trench system already constructed in Drainage Area 2 will be a major factor in the
selection of the proposed runoff control system.

The sediment trap will be inspected and maintained in accordance with the New York
Guidelines for Urban Erosion and Sediment Control dated October 1991. Appendix E
contains engineering design specifications for runoff control improvements that have
been made and for proposed future improvements.

Drainage Area 2

Significant site improvements have been made in Drainage Area 2 which includes
regrading, resurfacing and berming of roads and filling in of the mid-pond to reduce
erosion and transport of silt and sediments to the Salt Kill. In addition, a french drain
type silt trap-trench system has been constructed at the outfall of this drainage area to
the Salt Kill. This system works well to reduce both sediment discharges and erosion at
this outfall.
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A 4

This facility drainage point receives a majority of stormwater surface drainage from at
least six acres of the active industrial activity area including:

. Portions of the kiln operations, primary crusher and short-term product piles to
the west.

. Portions of the product finishing operations and maintenance shop areas to the
south end.

. Facility roadways, LGF storage and office parking areas to the northwest.

Objectives of Trench System
. To eliminate ponding of water in low elevation approaches to the Salt Kill at east
side of facility.

. To trap surface runoff fines and silt in discharges to Salt Kili Creek.

. To control erosion of creek bank by runoff from Norlite facility.

Narrative Description of Trench System

The main trench is approximately 300 feet long with an average width of about 30
inches and depth of about 4.5 feet. A typical cross-section of the trench is shown in
Appendix E, Figure E-1 with the approximate dimensions and depths of fill materials.
The location of this trench system is sketched on facility site plan shown in Figure E-2
of Appendix E. The earthen trench is lined with geofabric and filled with two grades of
stone as follows;

1. A bottom support layer of 6 to 8 inch diameter crushed stone is 30 to 48 inches
deep to support the upper (sediment trap) layer and functions as an under drain
to conduct water drainage downgradient toward the Salt Kitl.

2. An upper "renewabie" walking surface layer consists of #2 washed stone at
about 12 to 18 inches deep. This layer functions as a walking and vehicle
support surface as well as a silt and sediment trap for solids carried over the
runoff surface by stormwater drainage.

The drainage flow proceeds by gravity through the trench in a south to north direction
and discharges to the Sait Kill through the layer of 8 to 8 inch diameter crushed stone.
At the southerm end of the trench (opposite the maintenance building) a branch of the
trench extends across the gravel road at an approximate 60° angle to the main trench
and terminates in a 20 ft. diameter collection pit adjacent to the product finishing
crusher building. Both the branch and collection pit contain the same fill layers of stone
as the main trench.

Operational Procedure for Trench System

The trench is sloped from south to north to conduct flow by gravity from the facility
surface to the Salt Kill. As the surface runoff flow enters the trench system, water
drains through the upper layer of stone and traps silt and sediment in the interstitial
spaces between the stones.
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it is estimated that this system will continue to trap silt and sediment for approximately 9
months to 1 year on a typical basis. Silt accumulation will reach a point where flow
through this layer will become impeded and the runoff drainage from the land/road
surface will become noticeably slower. At this point, the upper layer of fill is removed
with a backhoe. The geofabric liner is then repaired or replaced and a new layer of #2
washed stone is placed into the french system.

Engineering design specifications are presented in Appendix E (i.e., Figures E-1 and E-
2).

Process Area Stormwater/Groundwater Improvements

The facility operating process area specified for stormwater and groundwater runoff
improvements is shown in Figure E-3 of Appendix E. This area covers the majority of
site drainage areas No. 1 and No. 2.

In addition to the stormwater runoff and groundwater control improvements to be
performed as per Sections 4.1 and 4.2, Norlite plans to implement some in plant
improvements to reduce runoff and groundwater collected in existing process tunnels.
The following improvements are scheduled to be provided within the next one year
period.

. Instaliation of redesigned wet spray systems at product conveyor systems and
storage piles to reduce volume of surface runoff and seepage caused by water
sprays.

. Collection of tunnel waters for recycle/reuse and elimination of runoff from these
sources.
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1. Material Process Wet Dust Suppression Systems

The following material handling and product pile operations use stationary water
sprays to reduce dusting and airbome particulate transport to on-site and off-
site locations.

Primary jaw crusher discharge conveyor

Block mix conveyor belt head pulley

3/8" product finishing plant conveyor belt head pulley
3/4" product finishing ptant conveyor belt head puliey
Clinker belt pile

Clinker conveyor belt head pulley

12C crusher hopper

Primary crusher plant surge bin

Traylor crusher (feed and discharge)

These stationary water spray systems are currently undergoing proposed design
changes that will improve effectiveness as dust supressors and reduce the
volume of water used.

Proposed improvements to the clinker belt spray systems are described in
further detail in Section 8.0 of Norlite's Fugitive Dust Plan Addendum (FDP),
revised September, 1995, and will replace the lawn sprinkler type spray heads
with fine mist sprays and pattems based on coverage of only the areas actually
occupied by product/matenial instead of extending to all areas within a circular
pattemn. Figures E-4 and E-5 (i.e., Figures 8-13 and 8-24 from the FDP) in
Appendix E show the equipment specified to make these modifications.

Modifications were made to the "Global" spray system at the finish plant in
1994. Each sprinkler operates in series with a current cycle of approximately 5
minutes on and 15 minutes off. This change has heiped to reduce volume of
runoff in this area.

Reduction in volume of spray water is beneficial to control of site surface water
runoff that is generated as a result of both direct product pile runoff and tunnel
drainage sump pumping. When a NESCO spray system is added to the various
drop points, all other garden hose spray nozzles will be eliminated. The
reduction in water volume will be dramatic.

2. Containment Tunnel Discharge Proposed Water Reuse

Both south and east of the kilns, several tunnels for material conveyor systems
exist. These include:

Kiln #1 Clinker cooler tunnel
Kiln #2 Clinker cooler tunnel
Primary shale crusher tunnel
Finishing building tunnel #1
Shipping tunnel

paocow

Sump water is discharged from these tunneis on a regular basis as
groundwater, spray water runoff and stormwater seep into these tunnels. These
tunnel water discharges have been sampled to evaluate quality and composition
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for reuse and recycle purposes within the facility. Figure E-6 in Appendix E
shows these tunnel sampling locations. On a continuous basis the following
average flow rates have been determined for each sump discharge:

a. Kiln #1 and #2 clinker cooler tunnels combined = 9.3 gpm
b. Primary shale crusher tunnel = 5.3 gpm

C. Finishing tunnel #1 = 0.7 gpm
d. Product shipping tunnel - 6 gpm

Therefore, an average daily flow rate of approximately 16 gpm of combined
tunnel drainage is generated. The maximum daily flow rate estimate for these
discharges is 24 gpm. It is feasible to reuse these discharge flows for the
foliowing facility process water requirements:

Product pile and conveyor spray water

Road surface spray water

Wet scrubber system make-up water

Wastewater treatment plant and scrubber process chemical solution
make-up water

. Wastewater treatment system filter backwash and equipment washdown
supply waters
. Other possible uses, such as boiler make-up and trunnion cooling water.

The preceding facility operations (combined) use more than either the average or maximum
tunnel sump combined discharges. To be practical, these combined tunnel discharges will
have to be collected in a common supply tank and distributed to these users on an as needed
basis from a common supply pump. City water make-up would also be supplied to the same
supply tank (for non-potable use) to provide water requirements above the amount that can be
supplied by tunnel water recovery.

Existing tunnel water sampling and discharge sump locations are described in Appendix E.
These water discharges are compliant with existing SPDES ouffall limitations with the
exception of total suspended solids concentration for the combined sources and (for some
tunnel discharges) for pH values. Therefore, a filtration step is proposed for the collected
combined water sources that will reduce TSS to concentrations appropriate for designated
plant uses. Since the water would be reused for plant processes, instead of discharged
directly, there is no need to readjust the pH value if it exceeds pH 9.0.
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APPENDIX A:
APCD, SCRUBBER, AND BLOCK MIX ADDITION IMPROVEMENTS
A1 PROCESS NARRATIVE
Air Pollution Control System: Gas Handling

Both Kilns have similar emission control systems describe herein and as shown in Drawings
NY003-D1403, NYO03-E-1404, NY003-D1405, and NY003-D1406. The systems include both
wet and dry emission control devices for the collection and removal of particulate matter,
hydrogen chloride (HCI), metals and other gaseous species. The principal collection
mechanisms affected are sedimentation, condensation, impaction, filtration and interception for
particulate and metals and absorption for HCI and other gaseous species.

Kiln emissions first pass through a knockout box to capture large particulate matter and a
Barron low pressure multiple cyclone unit {(multiclone). The multiclone incorporates relatively
small diameter cyclones operating in parallel with an inlet and outlet to remove coarse
particulate matter. Dust collected in the multi-clone accumulates in a hopper and is
pneumatically conveyed to one of two silos where it is stored and later mixed with other
products to form block mix.

The flue gases then pass through the air to air, single pass tube bundle heat exchanger rated
at 65,000 ACFM. This unit uses forced draft ambient air as the cooling medium. Gases enter
the heat exchanger at approximately 900 F and exit at approximately 450 F with a 2-3 inch
w.C. pressure drop across the unit.

Following the heat exchanger is an Aeropuise, Inc. Power Pulse Collector (fabric filter) with
three modules. Each unit is rated for 52,700 ACFM at 450 F. Kiln 1 has 1200 filter bags that
are 12 feet in length and 4 5/8 inches in diameter. Kiln 2 has 810 filter bags that are 17 feet, 3
inches in length and 4 5/8 inches in diameter. Kiln 1 has an air to cloth ratio of 3.02:1 with all
three modules operating and 4.53:1 with one down for maintenance. Kiln 2 has an air to cloth
ratio of 3.11:1 with all three modules on line and 4.67:1 with one module down for
maintenance.

Each module is cleaned independently to maintain a differential pressure range. The
differential pressure range is set on the photohelic gauges in the motor control center. When
the differential pressure exceeds the photohelic's high set point compressed air cteaning will
commence. The filter media is pulsed one row at a time until the differential pressure drops to
the photohelic's low set point. Pressure drop across the unit is rated between 3-6 in. w.c., with
all three modules on-line.

A modulating air damper automatically adjusts inlet gas temperature (if required) by bieedlng in

ambient alr The inlet gas temperature is automatically contrelled to a set point between 400°F
and 440°F.
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A

Hydrated lime (Ca(OH),), stored in a 2,500 cubic foot silo, is injected into the air pollution
control system immediately prior to the baghouse. This is primarily to control sulfur dioxide and
sulfuric acid mist from the combustion of LGF in the kiln and to protect the baghouse from
resulting corrosion. The lime also neutralizes hydrogen chloride, providing approximately 80%
of the removal prior to the wet scrubber. Lime feed will vary from near zero to 1,100 pounds
per hour. Noriite's operating permit requires lime feed at a minimum ratio of 2.7 pounds per
hour of lime for each pound per hour of chlorine. However, Norite operates at a 3.3:1 Ib./hr of
lime per Ib./hr chlorine ratio to maintain a factor of safety.

Dust from the baghouse is collected and pneumatically conveyed to one of two refurbished
concrete dust silos. These silos have been weatherproofed and sealed. Filter fabric bin vents
have been installed on top of each dust silo to capture dust in the displaced air and retum it to
the silo.

The baghouse is followed by a 400 HP system fan which induces draft through the kiln,
knock-out box, multi-clone, heat exchanger and baghouse and provides forced draft on the
exhaust gases through the venturi and Ducon mist eliminator shell. Additionally, the fan
provides induced draft for a hood installed over the kiin shale feed chute, designed and
installed to capture any fugitive emissions emanating from this area.

The induced draft fan carmries exhaust gases to a BECO Venturi (MMV) scrubber for acid gas
removal. This unit is rated for 53,000 ACFM at 450 F at the inlet and 38,600 ACFM at 138 F at
the outlet, with 2 to 6 in. w.c. pressure drop. The scrubber is a rod design that has tubular
alloy rods installed in the rows across the throat to provide a series of smaller throats. The
intent is to provide the effect of a small ventun throat without incurring the high pressure drop
typically associated with conventional high efficiency venturi scrubbers. Additionally, the tubes
provide additional impaction surfaces for enhanced particulate and HCI collection. The entire
air pollution control system is designed for 99% HC| and 68% S0, removal efficiencies.

Clean {city) water headers are located directly above the venturi to provide evaporative cooling
to the exhaust system. Caustic sodium carbonate (soda ash) solution, comprised of a
maximum of 10% dissolved solids (sodium carbonate, sodium chioride and/or sodium sulfate),
is recycled through the unit at minimum of 184 gpm. 1t is partially introduced through
tangentially positioned nozzles iocated above the MMV module. Scrubbing solution is also
injected into the transition segment located between the venturi MMV and Ducon mist
eliminator shell.

Excess water drains from the venturi exit elbow to the 1,000 gallon setiling/recycle tank. The
pH of the solution in the recycle tank is automatically maintained at 8.0 or greater by the
introduction of 5% to 10% sodium carbonate solution to the venturi feed. The feed rate of the
sodium carbonate solution varies with the halogen concentration in the LGF. A minimum of
4.4 gpm blowdown is taken from the recycle tank to maintain a level set point.

Following the BECO unit is a BECO MMV "quad" mist eliminator installed in the bottom of the
Ducon mist eliminator shell. The unit, manufactured of PVC, is designed to capture entrained
droplets of recycle solution exiting the BECO scrubber. This unit is rated for a pressure drop of
1.5 to 5in. w.c. This mist eliminator drains into the recycle tank. Above the "quad" mist
eliminator is a mesh-type mist eliminator rated at 48,000 ACFM at 140 F with a minimal
pressure drop. Kiln exhaust passes to the atmosphere via a 60 inch diameter FRP stack 120
feet above grade at approximately 41,000 ACFM at 130 F and 10% moisture (v/v).
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A.2 System Upgrades
Baghouse

Several design changes were made to the baghouses in order to provide for higher cleaning
efficiency and easier maintenance.

The inlet gas enter at the bottom and exit at the top on Kiln 1 dust collector. This will
eliminate the abrasive inlet dust from hitting the bags at the sides. With this changed
flow pattern, bag breakage due to impacting will be eliminated. Baffle plates have been
added to the inlet sides of Kiln #2 dust collector to eliminate impacting.

Access to bags on Kiln 1 is by opening walk-in plenums, rather than using top-loading
doors.

The venturi seals have been eliminated. The filter bags have a snap band collar which
forms a contact seal with a hole in the tube sheet. After the bag is snapped into the
tube sheet, a one-piece wire cage and ventun is inserted into the bag.

Both inlet and outlet isolation dampers are butterfly type, for quicker operation. The
original guillotine dampers tended to clog with dust.

Slide gates have been motorized for Kiln 1. Excessive dust will not accumulate in the
air locks when turned off. This will reduce seal abrasion, which is a source of leakage.

The rotary air locks have been upgraded to ones with adjustable vanes and shoes to
eliminate a high maintenance airlock with costly replacement parts.

Scrubber
Several components of the scrubber have been similarly upgraded as follows:
. The quench header is fabricated from corrosion resistant alloy.

. The MMV venturi is fabricated from Allegheny Ludlum AL 6XN alloy. This material will
allow greater corrosion resistance than the original stainless steel.

. The MMV mist eliminator is fabricated of reinforced plastic.

. There are two segmented mist eliminator pads, fabricated of polypropylene, to
eliminate any corrosion. To wash out particutate, a spray of fresh water was piaced
under the mist eliminator pads. This spray drains into the recycle tank.

. Fresh water makeup is introduced directly into the makeup tank, rather than impinging
on the mist eliminator.

° The fresh carbonate supply is introduced into the suction line of the recycle pump to
allow for a more effective treatment of the scrubber gasses.

. Fresh carbonate solution is controlled by a modulated valve. This ensures a more
stable scrubber pH. Maximum design flow rate is 30 gpm, in order to accommodate
higher chlorine feed levels.
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. Blowdown is taken from the recycle tank, through a pump and discharged to the
WWTP.

Stack
To improve dispersion of the exhaust gases, the scrubber stacks were replaced with identical

120 ft. high caged steel FRP units. The gas velocity at the tip will be a minimum of 60 ft/sec.
The new stacks are equipped with two test platforms, four 4" test ports each.
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WWT PROCESS NARRATIVE

This narrative summarizes the proposed wastewater treatment facility (WWTF) to comply with
the SPDES permit requirements for Outfall 006. See PID NY029-D1003, Rev. B and NY029-
D1004, Rev B.

B.A

B.2

Untreated Wastewater Collection and Transfer

The sources of untreated wastewaters include:

A. Kiln #1 scrubber blowdown

B. Kiln #2 scrubber blowdown

C. Boiler blowdown *

D. Stormwater from process secondary containments

* Note: The boiler is presently out-of-service.

The combined wastewaters are continuously transferred from these sources to a
25,000 gallon agitated equalization tank T-4501. The combined wastewater flow
ranges from 60 gpm average to 103 gpm peak.

Overview of Process Design

The Norlite wastewater treatment process is designed to treat primarily the blowdown
from the two kiln flue gas scrubbing systems and the trunnion cooling water system.
The treatment process utilizes physical/chemical unit operations to treat the blowdown
to a degree required for discharge to the Mohawk River. Table B-1 displays the typical
and maximum concentrations of metals in the blowdown along with the Mohawk River
discharge requirements. Treatment of the blowdown will require removal of dissolved
metals, suspended solids, pH adjustment and temperature reduction.

The treatment process includes influent equalization to prevent sudden flow,
temperature or constituent surges to the system. Primary removal of the metals in the
equalized blowdown stream is via alkaline precipitation of metal hydroxides and
carbonates followed by settling/removal of both precipitated metals and suspended
solids in a clarifier. These sludge solids are then volume reduced in a filter press.

The clarified scrubber blowdown stream is combined with the trunnion cooling water as
part of a pH and temperature reduction step to meet discharge limitations. This
combined flow is then passed through a polishing filter and a carbon filter for final
removal of minute quantities of suspended solids and organics. For upset conditions, a
parallel carbon contact unit filled with sulfur impregnated carbon and a precipitating
carbamate addition system is available to ensure final removal of any metals to below
discharge limitations.

The treated stream of scrubber blowdown and trunnion cooling water is then stored in
an effluent equalization tank to prevent flow and constituent surges in the discharge.
This system also provides retention time for process monitoring

to ensure compliance with effluent limitations. The effluent is then discharged to an
underground pipeline that directs it to the Mohawk River.
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TABLE B-1

NORLITE SCRUBBER BLOWDOWN METALS CONCENTRATION FOR
COMBINED KILN #1 AND KILN #2 SAMPLE COLLECTED JUNE 22, 1994

TYPICAL AND WORST CASE SAMPLES OF WASTEWATER USED IN LABORATORY
TREATABILITY TESTS 6/29 TO 7/13/94
(REF; LAB NOTEBOOK #APCSS-1 AND SAMPLES #78303-1, #78454-1 AND #78433-1,

APPENDIX C)
METALS CONCENTRATION (mg/L)
Proposed Unspiked* | Typical Monthly Worst Case (2-
Mohawk Blowdown Maximum Year) Maximum

Arsenic "W <0.25 ‘55"55"7 ‘9'?"1""_
Barium 4.0 0.82 3.0 0.69
Beryllium 20 <0.005 0.045 1.3
Cadmium 0.05 0.026 0.46 53
Chromium 0.2 0.079 0.43 67
Copper 0.5 1.10 26 6.9
Iron 4.0 13.7 190 89
Lead 06 0.25 2.8 6.6
Mercury 0.05 0.19 0.29 6.1
Nickel 13 0.081 2.7 64
Selenium 0.1 <2.0 0.28 0.83
Zinc 0.5 0.60 5.6 14

* Laboratory Analytical Sample #78303-1
** Spiked with 97.8 mg/L CR:0;
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B.3

Feed Stream Characterization

The WWT process will be designed to accept blowdown from the two kiln flue gas
scrubbers and the auxiliary boiler {(currently not in use). The process design will include
a possible future feed stream from backwashing of a raw water reuse filtering system.
These streams will be fed to the front end of the treatment process. An additional
stream, the kiln trunnion cooling water, will be fed to the process after the clarification
step in an overflow collection tank. The design average and peak volumetric flow rates
are as follows;

Average Peak
Scrubber Blowdown (2) 47 gpm Each 30 gpm Each
*Boiler Blowdown 0.5 gpm 1.0 gpm
Trunnion Cooling 25 gpm 40 gpm
**Alternate Water Backwash 1.0 gpm 2.0 gpm

* The Boiler System is not presently in operation.

** This stream represents a potential future feed resulting from a raw water (quarry
water, clinker cooler tunnel water, etc.) reuse filtering system. Reuse could be applied
to the scrubber make-up supply, soda ash make-up, and the WWT system backwash
and chemical dilution requirements. The flow rate presents the treatment rate required
for backwash generated from this reuse filtering system.

The scrubber blowdown stream volumetric flow rates were estimated based on the
current blowdown rates of 5.5 gpm from each scrubber at a total dissolved solids
concentration of 10.8% wt. The optimum precipitation and settling of metal hydroxides
and other suspended solids in the scrubber blowdown was found to occur at a TDS of
3.5% wt. Operation of the scrubber at this TDS would require a threefold increase in
the blowdown rate or a rate of 17 gpm per scrubber. Peak scrubber blowdown flows
are based on 1992 trial bum data when LGF containing higher than existing permit
limits for halogen was

fired. The scrubber achieved the required acid gas removals at a blowdown of
approximately 30 gpm for 9.0% haiogen.

Present design objectives however, assume a future maximum halogen of 4.5% in the
LGF. Trunnion cooling water flows were based on normal summer and winter flow
rates of 40 and 25 gpm respectively.

Each of the feed streams contain varying concentrations of suspended and dissolved
solids. The design average and peak concentrations are,
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TOTAL SUSPENDED SOLIDS

Scrubber Blowdown (2)
Boiter Blowdown
Trunnion Cooling

Altemative Water Backwash

AVERAGE
1,000 ppm
1,000 ppm
100 ppm

5,000 ppm

PEAK
10,000 ppm
1,000 ppm
200 ppm

5,000 ppm

The scrubber blowdown suspended solids concentrations were derived from a review
of two years data from the existing scrubbers.

TOTAL DISSOLVED SOLIDS

Scrubber Blowdown (2)

Boiler Blowdown =

Trunnion Cooling

Altemate Water Backwash

AVERAGE
3.5% wt
0.4% wt
0.05% wt

0.05% wt

PEAK

5.0% wt
0.5% wt
0.05% wt

0.05% wt

Note that average suspended and dissolved solids conditions are those that will be
present during greater than 90% of the process operation. Peak conditions denote the
extreme upper limits that can occur for short durations.

B.4 Process Design

The Norlite WWT process will consist of five basic unit operations - influent
equalization, dissolved metals precipitation, solids settling and removal, effluent
polishing and effluent equalization/cooling.

B.4.1 Influent Equalization

The combined flows of the scrubber blowdowns, boiler blowdown and altemate
water backwash will enter a 25,000 galton agitated Equalization Tank (TK-
4601). The operating level in this tank will be maintained at 12,500 gallons
under normal conditions. This will provide approximately 6 hours of equalization
at average flow rates and over 3 hours of equalization at peak flows.

The equalization tank will, under normal conditions, have 12,500 gallons of
available surge capacity. This will provide 6 hours of additional storage in the
event of downstream equipment breakdown.

B.4.2 Metals Precipitation
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The metals precipitation system consists of a 3,000 gallon capacity agitated
Flocculation Tank (TK-4604). This tank receives the flow from the equalization
tank via the Equalization Transfer Pump (PC-4603). The flocculation tank will
be equipped with a pH measurement and control system that will adjust the pH
to approximately 10.0 - 10.2 via proportioned caustic addition. At this pH, the
dissolved metals form a solid hydroxide precipitate. Jar tests performed
resulted in the minimum residual solubilities of the various dissolved metals
allowing for comptiance with the discharge limitations.

Caustic will be fed as a 50% solution via a proportioning pump (Caustic Pump
PM-4811). It will be fed at an average rate of 6.0 GPH from a 7,500 gallon
receiving and storage tank. Maximum feed rates of 16.0 GPH can be required
during high flow and TDS periods. The Caustic Storage Tank (TK-4609) is
positioned inside the WWT building.

B.4.3 Solids Settling and Removal

This portion of the process consists of the flocculent feed system, solids
clarifier, sludge storage tank and the filter press.

Flocculent will be added to the Flocculation Tank (TK-4604) to promote the
formation of large flocs of metal precipitates and suspended solids. This
provides optimum solids settling rates. Flocculent sofution will be precisely fed
by a chemical metering pump (Flocculent Pump PM-4608) from either of a pair
of 200 gallon Flocculent Storage Tanks (TK-4606 (A&B). Jar testing indicates
that a dosage of up to 10 ppm of flocculent product is required under normal
conditions. A maximum addition rate of 20 ppm is assumed to be required
during upset conditions. The flocculent solution is prepared by mixing 500 mi of
flocculent product in 180 gallons of city water.

The process slurry of flocculated solids overflows via a still pipe in the
flocculation tank into the center well of the Clarifier (CL-4812). The 150 sq. ft.

clarifier is sized for a loading of 0.23 gpnV/sq. ft. under average flow conditions
and 0.4 gpnv/sq. ft. during peak flows. Resulting upflow rates of 0.37 and 0.64
inches/minute provide adequate settling time based on measured solids settling
rates of 1.3 inches/minute.

The sloped bottom clarifier is equipped with a center feed well and a peripheral
overflow weir. A mechanical rake mechanism provides continuous settled solids
fluidization and prevents solids clogging of the underfiow outlet.

The underflow sludge from the clarifier is periodically pumped (based on the
level in the clarifier) to the Sludge Storage Tank (TK-4616). The underflow
sludge solids concentration is approximately 5% to 10% wt exiting the clarifier.
This 5,800 gallon agitated storage tank has a 7 day storage capacity under
normal conditions and a 16 hour capacity during peak conditions. This studge is
pumped (Via Filter Press Pump PD-4618) at least once a day through the 10 cu.
ft. Filter Press (FP-4619). This plate and frame filter press produces a filter
cake of approximately 40 to 50 wt% solids which is discharged into a collection
hopper for disposal. The filtrate from the filter press typically containing less
than 200 ppm of suspended solids is discharged to the Overflow Collection
Tank (TK-4613).
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The overflow from the clarifier typically containing less than 200 ppm of
suspended solids will gravity discharge into the Overflow Collection Tank (TK-
4613).

B.4.4 Effluent Polishing

Polishing of the clarified effluent is designed to ensure that the treated water
meets discharge limitations. Final pH adjustment, fine particle suspended solids
removal and carbon adsorption for selected dissolved metals removal is
provided to accomplish final water quality. Reserve availability of carbamate
addition for dissolved metals precipitation and a sulfur impregnated carbon
absorption system for additional metals removal capability provides assurance
of meeting discharge limitations during worst case and also normal process
upset conditions.

Both the clarified blowdown streams and trunnion cooling water are fed to the
Overflow Collection Tank (TK-4613). This 7,000 gallon agitated tank provides 2
hours of retention under normal flow conditions and over an hour during peak
flow conditions. The tank is equipped with a pH measurement and control
system that will proportionately add 30 to 36% hydrochloric acid to the tank
contents to maintain a pH of 8.5. The acid is received and stored in a 7,500
gallon tank, Acid Tank (TK-4620). Addition of the acid is provided by an Acid
Feed Pump (PM-4622) at a normal rate of 22 gph and a peak rate of 36 gph.

The metal precipitating carbamate is added to the overflow coilection tank when
necessary to precipitate trace amounts of dissolved metals from solution. The
carbamate is stored in 55 gallon shipping drums and is fed directly from the
drum to the system by a Metals Precipitating Agent Pump (PM-4623). Itis fed
at a rate of 20 to 40 ppm (300 - 600 ml per hour under normal flow conditions).

The discharge from the overflow collection tank is pumped (Via Fiiter Feed
Pump (PC-4624) through a parallel bank of four Polishing Filters (F-4625
A,B,C,D) for fine suspended solids removal. These sock type filters are fitted
with a 250 mesh fabric to accomplish the solids removal (including the
carbamate precipitated metals). The filtration system is designed for a
maximum flow of 120 gpm. Loading under normal flow conditions is 60 gpm
and 100 gpm during peak flow conditions. The surplus flow capability of the
filters is available to allow re-treatment, if necessary, of final effluent recycled
from the Effluent Storage Tanks (TK-4627 & 4628).

The sock filters are backwashed based on pressure differential typically on a
once every four hours basis. Backwash consists of the diversion of the
discharge flow from three of the filters through the filter to be backwashed for
approximately 15 to 30 seconds. The suspended solids containing backwash
stream (typically 30 gallons) is directed back to the equalization tank for full re-
treatment.

The discharge from the sock filters is normally directed to a pair of Carbon
Filters (F-4626 A,B) arranged in series for removal of trace metals. (Note:
Significant organic materals are not normally present in these wastewater
streams. However, the carbon will also remove organics if present). Piping
arrangements allow the feed flow to be directed to either carbon canister first,
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followed by the second. This provides assurance that the second canister in the
series is always the freshest and that in-process exhaustion of the first bed does
not reduce the total system removal capability. During upset periods, a parallel
sulfur impregnated carbon absorber Carbon Filter (F-4627) is available to
remove a higher degree of dissolved metals.

Both of the carbon adsorption trains are sized to treat a peak flow of 120 gpm.
Normal throughput will be about 60 gpm. Backwashing of the carbon filters is
based on pressure drop across the adsorbers and will utilize city water (or future
treated raw water) for backwash. Backwashing is performed at a rate of
approximately once per day under normal conditions at a 60 gpm rate for a five
minute duration. Periodic analysis of the adsorption efficiency of each unit will
be performed to determine when replacement with fresh carbon is required.

Discharge from the carbon filters is directed to the Effluent Storage Tanks (TK-
4627 or 4628).
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B.4.5 Effluent Equalization

The effluent equalization system consists of two 25,000 gallon unagitated tanks.
Discharge from the effluent polishing system is directed to one of the effluent
storage tanks which will be controlled at a level of 7,000 gallons. This provides
2 hours of effluent equalization during normal flow conditions. The remaining
18,000 gallons will be held as reserve storage in the event of poor quality
effluent production. The second tank is also held in reserve and provides an
additional 7 hours of storage capacity under normal flow conditions and over 4
hours at peak flows.

The combination of effluent equalization and reserve storage provides
assurance that poor quality effluent can be captured before discharge to the
Mohawk River. Stored effluent will typically require retreatment through the
effluent polishing system (with carbamate addition and sulfur impregnated
carbon adsorption) to attain discharge quality. Retreatment can be
accomplished at a rate of 61 gpm under normal feed flow conditions (less than 7
hours to retreat a 25,000 gallon tank volume).

Providing that acceptable quality effluent is present, the effluent is pumped via
the Effluent Discharge Pumps (PC-4629 A&B) through the discharge pipeline to
a city stormwater sewer connection that discharges to the Mohawk River.

B.5 System Control Philosophy

B.5.1

B.5.2

Introduction

The main goal is to provide enough retention treatment capacity and flexibility to
meet effluent discharge limitations under all anticipated influent loadings and
conditions. Two related guidelines in the design of the WWTP are minimization
of both cost and operator interaction. The WWT process is particularly suited to
meeting these goals since it has large capability at both ends of the process and
the input flows (scrubber blowdown and trunnion cooling water) are generally
constant. Both of these factors will result in relatively slow changes in the
process operating conditions.

Currently, the existing WWT plant operation is maintained by hourly walk-
through by kiln operators. Changes in conditions are noted and appropriate
actions are taken as necessary. Itis intended that this degree of operator
oversight of the new plant be maintained.

Process Description

The proposed wastewater treatment process is depicted in the attached process
flow diagram. It consists of three basic unit operations, equalization, gross and
fine solids removal, and effluent storage. Process input flows consist of the two
scrubber blowdown streams and the trunnion cooling water. Both of these
systems will provide relatively steady flow rates of 34 gpm/scrubber and 25 gpm
of cooling water (plus 1-6 gpm of miscellaneous sources including boiler water,
backwashes and sump and containment discharges) for an average total flow of
60 to 65 gpm. WWT operators will have radio access to the kiln operator who
will have data regarding current blowdown rates from the scrubbers. This will
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B.5.3

assist the WWT operators in determining the degree of flow adjustments
necessary.

Equalization is accomplished via a 25,000 gallon tank (normally operated at
12,500 gallons) that provides a 6 hour retention of the scrubber blowdown
flows. The remaining 12,500 gallons will be held available for upset flow
absorption.

There will be two effluent storage tanks of 25,000 gallons each. There will be
minimal retention of treated wastewater in these tanks under normal conditions.
One will serve as a wet well for the effluent discharge pump, the other will be
held spare for collection of non-compliant flows.

Instrument and Control Description

There will only be four basic parameters monitored in the process - flow, level,
TDS, and pH. (Note that the sludge filter press will be purchased with its own
integral 1&C package). Only pH measurement will be tied in to a control loop.
Level, TDS, and flow measurement will be manually controlled by the operators.

B.5.3.1 Flow Measurement

Fiow will be measured and local indication will be provided at three locations -
the discharge of the equalization tank, the discharge of the clarifier overflow
collection tank, and the discharge from either of the two effluent storage tanks.
The readout of these flow meters will be at a location that will allow the operator
to make manual valve adjustments to a desired flow rate. The effluent storage
tank discharge flow meter will include flow totalization.

The existing scrubber blowdown lines are equipped with flow indicating devices.
Indication is made in the respective kiln control rooms.

B.5.3.2 Level Measurement

Level will be monitored via level switches that will illuminate alarm lights on the
WWT annunciator panel. Level switches will be installed on the equalization
tank, clarifier overflow collection tank, the two effluent storage tanks and the
studge conditioning tank. Level switches will also likely be installed in
containment sumps. Each of the tevel switches will require an appropriate
operator action. Due to the sizing of the tanks, relative steadiness of the
process flow rates, and the positioning of the switches, operator intervention will
normally not be required instantaneously. Generally, an operator will have a
minimum of 15 minutes before his response is critically required.

B.5.3.3 Total Dissolved Solids Measurement

TDS will be measured manually (as will settled sludge levels in the clarifier) on a
two to four hour basis. TDS will also be determined by specific gravity
measurements on the equalization tank (TK-4601) effluent and increases or
decreases in scrubber blowdown rate made to control this parameter.

B.5.3.4 Level and Flow Control
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a. Equalization Tank

Equalization Tank - three requirements are necessary in the equalization tank;
1) Maintain minimum suction head for the EQ discharge pump.

2) Control the wastewater level at approximately 12,000 gallons.

3) Prevent overfilling of the tank.

Four level switches will be required to accompiish this;

A low-level switch at approximately 2,000 gallon level will alarm to
indicate extreme low tank level. The operator will have approximately 40
minutes to respond before losing pump suction. Response will be
decreasing the discharge rate from the EQ tank by closing down on a
manual control valve.

A low level switch at approximately 11,000 galion level to indicate that
the EQ tank discharge rate is exceeding the scrubber blowdown input
rate. Operator response is to slightly close the discharge valve. Rapid
response is not required.

A high leve! switch at approximately 12,000 gallons to indicate that the
EQ tank discharge rate is less than the scrubber input rate. Operator
response is to slightly open the discharge valve. Rapid response is not
required, but the levels that accumulate above the high alarm point is the
spare tank capacity that should be availabie for upset conditions.

A high level switch at approximately 23,000 gallon mark to indicate that
extreme high levels are present and overflow of the tank is imminent.
The operator will have approximately 50 minutes to respond to this
alarm. Operator response is to open the discharge valve to draw down
the tank level. The discharge rate can be increased to 67 gpm for brief
periods without compromising the treatment process.

b. Clarifier Overflow Collection Tank

Clarifier overflow collection tank - There are three level control requirements for
this tank;

1) Maintain minimum suction head for the tank discharge pump.
2) Prevent overfilling of the tank.

3) Maintain a minimum of 1 hour of retention at average flow
conditions.

Three level switches will be required to accomplish this,

A low-low level switch at approximately 1,500 galion level will alarm to
indicate extreme low tank level. The operator will have approximately 21
minutes to respond before losing pump suction. Response will be
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decreasing the discharge rate from the tank by closing down on a
manual control valve.

A low level switch at approximately 3,600 gallons level will alarm to
indicate low tank level. This will indicate that the tank level is dropping
below minimum retention requirements.

A high-high level switch at approximately 6,500 gallon mark to indicate
that extreme high levels are present and overflow of the tank is
imminent. The operator will have approximately 15 minutes to respond
to this alarm. Operator response is to open the pump discharge valve to
draw down the tank level. The discharge rate can be increased to 108
gpm for brief periods without compromising the treatment process.

¢. Effluent Storage Tanks

Effluent storage tanks - There are three requirements for level control in this

tank;

1) Maintain minimum suction head for the tank discharge pump.
2) Control the wastewater level at approximately 7,000
gallons. This will ensure that maximum upset storage
capacity is available in this tank.

3) Prevent overfilling of the tank.

Three level switches will be required to accomplish this;

A low-low level switch at approximately 2,000 gallon level will alarm to
indicate extreme low tank level. The operator will have approximately 30
minutes to respond before losing pump suction. Response will be
decreasing the discharge rate from the effluent storage tank by closing
down on a manual control valve.

A high level switch at approximately 7,000 gallon to indicate that the
effluent storage tank discharge rate is less than the WWWT system input
rate. Operator response is to slightly open the discharge valve. Rapid
response is not required, but the levels above the high alarm point is the
spare tank capacity that should be available for upset conditions.

A high-high level switch at approximately 23,000 gallon mark to indicate
that extreme high levels are present and overflow of the tank is
imminent. The operator will have approximately 30 minutes to respond
to this alarm. Operator response is to open the discharge valve to draw
down the tank level. The discharge rate can be increased to maximum
pump discharge (or more critically, max discharge rate as to be defined
by the NYSDEC permit) as necessary to draw down the tank level.

d. Sludge Storage Tank

Sludge storage tank - There are only two level control requirements for this tank;
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1) Maintain minimum suction head for the tank discharge pump.
2) Prevent overfilling of the tank.

This tank will be filled on an intermittent basis by manual operation of the
clarifier underflow pump. Discharge will be during a filter press run cycle. Two
level switches will be required to accomplish this;

A low-low level switch at approximately 1,000 gallon level will alarm to
indicate extreme low tank level. The operator will have approximately 15
minutes to respond before losing pump suction. Response will be to
shut the filter press feed pump off, ending the filtration cycle.

A high-high level switch at approximately 5,800 gallon mark to indicate
that an extreme high level is present and overflow of the tank is
imminent. The operator will already be in attendance making the sludge
transfer from the clarifier. This alarm will be his signal to stop the
transfer.

e. pH Measurement and Control

pH measurement and automatic control will be performed in the equalization
tank and in the clarifier overflow collection tank. Current design calls for the
equalization tank pH control system to add caustic to raise the pH to 10.2.
Likewise, the overflow collection tank pH control system will add acid to a pH of
8.8. Local indication of the pH will be available at each of the tanks.

f. Annunciator Panels

There will be two annunciator panels that will display level alarms - one in the
WWT building and one in each kiln control room. Panel graphics will provide
rapid recognition of alarm locations for the operators. Any alarm conditions that
occur will require the kiln operators to notify the WWT operators of the alarm so
that appropriate actions are taken.

No panel indication of flow rates or pH values will be made. Operators will be
required to perform thorough hourly plant inspections to log this data.

Process Flow Diagram

A process flow diagram is included in this section, Drawing No. NY029-D1003 showing
the proposed wastewater treatment process influent, effluent and intemat flow streams.

Simplified Piping and Instrumentation Diagram

The wastewater treatment system piping and instrumentation diagram is provided in
this section as Drawing No. NY029-D1004.
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APPENDIX C:

ELECTRICAL POWER, INSTRUMENTATION AND CONTROLS: KILNS, APC'S AND

WASTEWATER TREATMENT

C.1. Engineering Basis:

C.1.1 The proposed electrical power, instrumentation and controls for Kilns #1 and #2
to bring the facility into compliance with Norlite's Part 373 Part B permit have
been completed as follows:

¥ & B %

w

Installed new power distribution systems at the Motor Control Centers.
Installed new PLC based control Systems.

incorporated LGF Area PLC Systems with Kiln 1 PLC Systems.

Installed New APC System for Kiln 1 and installed Dust Conveyance
System for both Kiins.

Removed obsolete equipment and instrumentation as required.

C.1.2 The Wastewater Treatment facility is under construction and is scheduled for
completion in September 1995. A new Motor Control Center will be added.
Primary control functions will be accomplished at the new Wastewater
Treatment Facility with PLC monitoring interface to Kiln 1.

C.1.3 The Process Control objectives currently and for future expansion are:

w

&

*

Provide PLC based control systems with operator interface.

Provide necessary safety and regulatory interiocks.

Provide necessary data acquisition for regulatory, maintenance, and
engineering functions.

Provide a sufficiently expandable control system without need for new
hardware or software.

C.2. General Electrical Specifications

The following listed publications, latest edition and addendum, will be a part of any
specification to the extent applicable or specified.

Rev. 1; September 1995

National Fire and Protection Association (NFPA)

NFPA 70 National Electric Code (NEC)

NFPA 78 Lighting Protection Code

NFPA 496 Purged and Pressurized Enclosures for Electrical
Equipment in Hazardous Locations

National Electrical Manufacturers Association (NEMA)

NEMA MG1 Motors and Generators
NEMA MG2 Safety Standards for Construction and Guide for Selection
and Use of Electric Motors and Generators
NEMA 250 Enclosures for Electrical Equipment
NEMA ICS 1 General Standards for Industrial Controls and Systems
NEMA ICS 3 Industrial Systems
102



NEMA ICS 6 Enclosures for Industrial Controls and Systems

NEMA FB1 Fittings and Supports for Conduit and Cable Assemblies

Instrument Society of America (ISA)

ISA RP60.8 Electrical Guide for control Centers
ISA RP12.1 Electrical Instruments in Hazardous Areas

ISA S12.4 Instrument Purging for Reduction of Hazardous Area

Classifications
Joint Industrial Council (JIC)
JIC EL1 Electronic Standard
JIC EMP-1/EGP-1 Electrical Standards
Underwriters Laboratories (UL)

UL 50 Cabinets and Boxes
UL 508 Industrial Control Equipment

American national Standards Institute (ANSI)

ANSI C80.1 Rigid Steel Conduit, Zinc Coated
ANSI C80.4 Fittings for Rigid Metal Conduit

Occupational Health and Safety Administration (OSHA}

29 CFR 1910 General industrial Standard

Any local electrical codes if applicable.
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C.3. Design and Operating Description

C.3.1 WASTE FEED CUTOFF INSTRUMENTATION
Introduction

Waste feed to the kiln shall cease whenever any of the system operating conditions deviate
from the permit limits. Appropriate instrumentation and controls shall be interlocked with the
LGF feed pump and a LGF feed line solenoid valve to ensure positive cut off of LGF feed to
the kiln.

The instrumentation and controls indicated in Process & Instrumentation Diagram Dwg.
#NY-D--5006 shall be installed, maintained and calibrated to automatically initiate a Waste
Feed Cut Off (WFCO) when the limits in Table C-1 are exceeded.

Kiln Pressure

Kiln pressure is measured by a Magnahelic Differential Pressure Transmitter with a range of
-1.0 to +1.0" H,0 with an accuracy of $2%. The kiin is operated at a kiln pressure of less than
-0.05" of H,0.

The instrument is calibrated to produce an alarm signal at a kiln pressure of less than -0.05"
H,0. If the Kiln pressure falls below -0.05" H,0 the waste feed cutoff circuit is activated
shutting off the LGF feed pump and de-energizing the LGF feed line solenoid valve. Thisis a
fail safe system whereby the LGF Feed System is shut down when a cutoff limit is reached or
a power failure is experienced.

Kiln Exit Gas Temperature (Back End Temp)

Kiln Exit Gas Temperature is measured by a Type J Thermocouple with a temperature range
of +32 F to 1382 F with an accuracy of £5 F. During operation, kiln exit gas temperature prior
to the heat exchanger is approximately 900 F.

The temperature transmitter is cafibrated to alarm at 885 F and 1080 F. The automatic waste
feed cutoff system is activated if the back end temperature falls below 875 F Hourly Rolling
Average (HRA) or above 1091 F (HRA). The LGF Feed Pump shuts off and the LGF feed line
solenoid valve is de-energized ensuring a positive cutoff of the LGF feed to the kiln bumer.

Oxygen Concentration

Oxygen concentration is determined by an oxygen analyzer which works on the paramagnetic
principle with automatic self calibration. The instrument is calibrated to produce an alarm
signal at an oxygen concentration of less than 3%.

Carbon Monoxide Concentration in Stack

A non-dispersive infrared gas analyzer with automatic calibration is used to continuously
monitor emissions of carbon monoxide (CO) that ends up in the stack. The instrument is
calibrated to produce an alarm at CO concentrations of 75 PPM. The automatic waste feed
cutoff system is activated if the 60 minute hourly rolling average (HRA) of Concentration in the
stack is greater than 100 PPM.
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Scrubber Water Recirculation Flow

Scrubber water recirculation flow rate is measured by a magnetic flowmeter with a maximum
flow rate of 250 GPM and an accuracy of +1.0% of flow. This instrument has an intemal
calibrator and a self test function to confirm proper operation. With a typical flow rate of 190
GPM, an alarm signal will be calibrated for 194 GPM and a cutoff signal if the flow rate falls
below 175 GPM. The automatic waste feed cut off system is activated if the scrubber water
recirculation flow falls below 175 GPM.

Combustion Gas Velocity

Combustion Gas Velocity is extrapolated from the induction fan motor current and the position
of the induction fan damper. The damper is set at a maximum of 60 per cent open. A lower
fan current signals a lower kiln gas velocity. As the gas velocity increases the motor current is
increased. When the motor current reaches 400 AMPS an alarm is sounded, and at any
current greater than 404 AMPS (HRA) the LGF cut off circuit is activated - shutting off the LGF
feed to the kiln bumer.

Low Grade Fuel Feed Rate

Low Grade Fuel (LGF) flow is measured by a Micro Motion Fiowmeter or equivalent.
Calibration of this flow meter is accomplished through an intemal calibration system. At 9
gallons per minute (GPM) an alarm is sounded to alert the kiln operator that a waste feed
cutoff limit is being approached and some action should be taken to avoid shutdown. If a feed
rate greater than 10.1 GPM (HRA) is reached the LGF cutoff circuit is activated - shutting off
LGF Feed to the Kiln Bumer.

Scrubber pH

Scrubber pH is measured by an in-line pH probe and electronics package. The calibration of
this unit is accomplished through the use of buffer solutions of known pH. The probe must be
removed from service, cleaned and submersed in the buffering solutions in the proper order.
While setting the output to the known pH of the buffering solution.

The scrubber pH is continuously monitored and if it falls to 8.0 an alarm will be sounded to
alert the operator. If corrective actions are not taken or are not successful and the pH falls
below 7.9 the LGF cutoff circuit is activated to close the LGF feed valve.

Baghouse Pressure Drop

Baghouse Pressure Drop is measured by a Differential Pressure Transmitter. This instrument
is calibrated DL line by comparison to a standard reference pressure calibrator. The baghouse
pressure drop is an important parameter that indicates when the fiiter bags require cleaning. If
the differential pressure drops below 5.3 inches of H,0 an alarm is sounded for operator
action. If the pressure drops below 4.8 inches of H,0 the LGF cutoff circuit is activated and
closes the LGF feed valve.

Baghouse Inlet Temperature

Inlet temperature to the baghouse is measured by a Thermocouple. The calibration of the
indicating instrument is done by comparison to a standard reference Thermometer. The
baghouse inlet temperature is maintained below 450 F to prevent damage to the baghouse.
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An alam is sounded when this temperature reaches 435 F alerting the kiln operator to take
corrective action.

The LGF cutoff circuit is activated if the temperature goes above 450 F closing the LGF feed
valve.

Scrubber Blowdown Rate

Scrubber blowdown rate is measured by a Magnetic Flow Meter with an intemal calibrator and
a self test function to confirm proper operation.

If the scrubber blowdown rate falls below 5.0 gallons per minute (GPM) an alarm is sounded
for operator action. If this rate continues to fall and reaches 4.4 GPM the LGF cutoff circuit is
activated closing the LGF feed valve.

Scrubber Venturi Pressure Drop

The Scrubber Venturi Pressure Drop is measured by a Differential Pressure Transmitter with
an operating range of 0-15" H,0. This instrument is calibrated on line by comparison to a
standard reference calibrator. A higher pressure drop across the Scrubber Venturi produces
better cleaning action. To calibrate this instrument it must be compared against a known
accurate calibration instrument. The higher the Venturi pressure drop in the scrubber, the
better the cleaning action. [f the Venturi Pressure drop decreases to 2.5 inches of Hz0 an
alarm is sounded for operator intervention. If the pressure drop decreases to below 2 inches
of H,0 the LGF cutoff circuit is activated closing the LGF feed valve.
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TABLE C-1

WFCO AUTOMATIC AND OPERATOR ALARMS

Rev. 1; September 1995

SYSTEM ALARM SET LGF CUT CFF LIMITS CALIBRATION OPERATIONAL TEST
POINT WFCO FREQUENCY FREQUENCY
Kiln Pressure -0.05" H0 > -0.05" H0 Monthly Weekly
for 15 Sec
Kiln Exit Gas Temp 885 F (HRA) < 875 F (HRA) Monthly Weekly
{Back End Temp.) 876 F (OMA) <866 F (OMA)
1080 F {HRA) > 1091 F (HRA)
Oxygen (NES traceable audit Weekly
concentration gases)
Quarterly internal
standard daily
Carbon Monoxide 75 PPM > 100 PPM {HRA at {NBS traceable audit Weekly
concentration 7% 02 DRY) gases}
Quarterly internal
standard daily

Scrubber Water 194GPM <175 GPM Monthly Weekly
Recirculation Flow
Scrubber Venturi Pressure 2.0" H:0 Quarterly Weekly
Drop
Baghouse Pressure Drop Monthly Weelkly

3 Modules On-Line 53"H0 <4.8" H0 (OMA)

2 Modules On-Line 10.0" H:0 <9.2" H20 (OMA)
Inlet Temp. to Baghouse 435F > 450 F Monthly Weekly

(OMA)

Scrubber Blowdown Rate 5.0 GPM Quarterly Weekly
Combustion Gas Velocity 400 amps > 404 amps (@ a Quarterly Weekly
(as measured by L.D. fan max. damper setting
amp draw) of 60% (OMA)
LGF Feed Rate 9 GPM 10.1 GPM (HRA) Monthly Weekly
Scrubber PH 8.0 < 7.9 {(HRA) Daily Weekly
Sludge Feed Rate TBD Monthly Weekly
LGF Bumer Atomization Air 45 PSIG Monthly Weekly
Pressure
Shale Feed Rate 215 TPH > 22 TPH (HRA) Monthly Weekly
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Steam Pressure

Lime Feed Rate 2.9 lbs/hr/ 2.7 Ib/hr per Quarterly Weekly
Ib/hr chlorine Ib/hr Cl feed

Ducon Scrubber Pressure 1.5" H0 Quarterty Weekly

Drop

Sludge Burner Atomizing Air TBD Monthly Weekly

Pressure

SLGF Burner Atemizing TBD Monthly Weekly
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C.4 Kiln Procedures/Operational Parameters, Monitoring and Control
This section is presented as follows:

C.4.1 Kiln Start-Up Procedure

C.4.2 Kiln Shutdown Procedure

C.4.3 Operational Parameters, Monitoring and Control

C.4.4 Cooler Control

C.4.5 Kiln Control-Essential Compliance Parameters Associated With

WFCO
C.4.1 System Start-Up Procedure

1. Tum on pilot combustion air (2 position selector switch (on-off)
on kiln main control panel. Pilot combustion air runs continuously and is
controlled by a hand bali valve mounted outside the control room. A
pressure gauge (D-20 psi) monitors the pressure. A setting for 4 psi is
usually employed.

2. Tum pitot light switch to on position.

3. On the kiln main control panel, start/depress button until flame
lights, then release: this push button energizes solenoid valve for gas
flow (pre-set flow) and enables the spark to ignite the flame. Normally
the pilot will be allowed to run until the kiin back end temperature is 200
- 400 °F. Once this temperature range is obtained the main gas may be
started.

4, Initiate scrubber water flow. Verify with the trunnion man that the
quench water flows are set at 2 gpm per header (4) for a total of 8 gpm.
The scrubber recircutation pump should be started and a minimum flow
of 194 gpm established.

5. The pyrometer reads the flame temperature and then opens the
auto Maxon valve and sets up the semi-auto Maxon valve.

6. The gas flow regulator valve (actuator) must be closed; this
valve is operated by a spring retum to off selector switch on the kiln
main control panel.

7. Now the semi-auto Maxon valve can be opened. This is done by
engaging a lever on the valve body. A red bar on these Maxon valves
indicate open or closed position.

8. The gas flow regulator (actuator) is then opened slowly. Note
valve limit switches. Main gas is now flowing. Enough gas should be
tumed on so that the end of the flame drifts upward and slight
impingement occurs on the top brick of the kiln. The flame should
appear slightly rich (yellow to orange).
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9. Once the kiln back end is 200-300°F prepare to start the
scrubber ID fan. Two ball valves on the underside of the fan housing
must first be opened. This is done to release any water that has
accumulated in the fan. This is principally done following a prolonged
shut-down. Now start the scrubber ID fan and adjust the variable speed
control to 25 % of speed. The fan speed can be used in increase the
kiln draft.

Note: (1) Based on operating conditions, the ID fan, kiln drive
and shale conveyors may be started before the main gas
flow.

10. Tum on the primary combustion air fan flow. This is done by a
start-stop lever located outside the kiln control room. The damper on the
outlet of the fan should be set to 1/4 open. The addition of to much
primary air will result in the main bumer flame blowing out. Now the
primary air and the main gas should be adjusted upward in a step wise
fashion until the primary air damper is 3/4 to full open. The main gas
flow should be adjusted so that the kiln back end temperature increases
at a steady rate while not overheating the brick in the front end of the
kiln.

11. The kiln may now be started via the pony motor or tumed ¥z
revolution every 15 minutes on the main kiln drive. Again, this is
determined by the operator based upon present conditions. The shale
feed conveyors may now be started (or any time up to time of shale
feed). The kiln and conveyors are started and stopped by push buttons
on the kiln main control panel.

12. Tum on the heat exchanger cooling fan (based on operating
conditions). Normally this is tumed on when the kiln back-end
temperature reaches 800 °F.

13.  Start the nose ring (seal) cooling fan and the tire cooling fan
(note all dampers to be open). Aiso insure that cooling water is being
circulated for Trunnion cooling.

14, At this time the cooler and support systems are to be activated.
This includes the grate and screw conveyors, east and west fans,
clinker product conveyor (with water sprays), cooler vent fan, cooler
multiclone(s), hopper discharge devices and hopper dust collector.
These components are started and stopped by push buttons on the
MCC in the motor control room.

Note: (1) Start clinker conveyor first, then 5 seconds later
the cooler conveyor.

2) Start the north cooler fan first, 20 seconds later
the south fan, and then adjust the dampers accordingly. The clinker
cooler vent fan and cooling fans are useful in balancing heat distribution
during warm up.
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15. At this point, the kiln back-end temperature should be adjusted
to approximately 600-700 °F controlling gas flow and draft.

16.  Conversion to fossil fuel oil now commences. If used oil will be
fired verify the CEM system is operational, and all compliance
parameters are in specification with the used oil. Atomization air (or
steam) should be activated with pressures checked to assure meeting
compliance requirements.

To control the flow, the Worcester flow control valve (auto)
and/or a flow control manual ball valve will be utilized. As the fuel oil
flow is increased, the natural gas flow via the actuator is reduced until
complete changeover has taken place.

17.  The heat up process should continue untif the back end
temperature is 1050 °F. Now shale feed may be started.

18. Initiate shale feed by engaging the push button located on the
Accurate control panet in the main control room. Once the shale feed is
introduced into the kiln the temperature in the kiln will begin to drop. The
operator will monitor the back-end temperature (note a WFCQO
parameter) and adjust fuel flow rates (noting WFCO limits) and other
parameters {e.g., kiln speed) to make sure the temperature is stable
and within regulatory requirements.

Note: Shale feed retention time in the kiln is approximately 45
minutes.

19.  When the system is at steady-state (e.g., kiln back-end
temperature, kiln pressure), and all process parameters are in
compliance with the operating permit conversion to LGF may
commence. Note the continuance of atomizing air (or steam) which
along with the primary air flow may have to be adjusted to provide for a
stable flame.

Note: At this point the LGF flow rate and pressure should be
monitored to assure compliance (see WFCO table for appropriate set
points).

20. The LGF flow is monitored by a Micromotion mass flowmeter
and displayed by a digital display mounted on the control room wall and
by the genesis data acquisition system. The flow rate is adjusted
manually by the hand/ball control valve or automatically by the
Worcester flow control valve.

21. Once the LGF flow is established, if still on, the main gas flow
via the actuator can be adjusted down and shut off. This will be done by
the openv/close spring retum selector switch on the kiln control panel.
Once this valve is fully closed, the gas supply is cut off.

Note: The Maxons remain open. They only close at loss of
flame, high pressure, or low pressure (naturai gas).
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22. The cooler system control is addressed to support kiln
combustion (pre-heated air yield), pressure and temperature profiles,
the latter two of which are WFCO related. This is achieved by the east
and west fan and cooler vent fan dampers. The east and west fan
dampers are cooler pressure controlled with a manual override. The
cooler vent fan damper is fully manual controlled and as discussed must
be closely monitored.

Note: (1) This process has a strong impact on the kiln
achieving LGF/sludge and aggregate capacity.

(2) The cooler dampers are controlled by a feedback
signal from a pressure switch located in the cooler bed. If pressure in
the bed is high, open damper and speed up the grate. If pressure in the
bed is low, close damper and slow down the grate.

23. For temperature control, the LGF are adjusted accordingly.
Should auxiiary heat input be required, co-firing with natural gas may
be pursued.

24. Flame on/off is monitored by the flame temperature pyrometer. If
off, convert to fuel oil. Ignition will be achieved via the residual heat,
pilot that is on or pilot that must be activated.

C.4.2 System Shut Down
C4.21 Prepared/Routine Shutdown

A. Shut down the Shale feed system. Allow 45 minutes for all
product to exit the kiln. LGF flow must cease within 30 minutes
of when shale feed is stopped.

B. Shut down the LGF/#4 fuel oil/main gas/pilot gas pumps and
valves accordingly.

C. Position the kiln shale feed chute drop plate to protect
equipment {e.g., residual heat buming belt feeder).

D. Tum down the kiln speed by converting to the pony motor and
run for 6 hours to empty the kiln and cool down. If entry into the
kiln is required within 12 hours the ID fan will be left at full speed
to remove maximum heat from the kiin. When entry is not
required within 24 hours the ID fan should be shutdown after all
shale is out of the kiln and the flame is out. This will reduce the
thermal shock to the refractory.

E. The cooler system will run until all material is discharged from

the kiin and the cooler grate and screw conveyors—a period of
approximately 1 hour and 15 minutes.
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F. Then shut down the cooler drive and conveying screws. The
cooler fans remain on to cool off the kiln. The front bearing
motor should be shut off with the damper opened.

G. Shut down the lime feed system. Maintain the Baghouse
operation. The scrubbers continue to run.

H. After approximately 12 hours of the kiln cooling, it should be cool
enough to enter the kiln {(e.g., for repairs).

I At this time the remaining equipment may be shut down.
J. Close and tagout LGF vent line from the tank farm.
C.4.2.2 WFCO Shut Down
This is achieved by stopping LGF and converting to fuel oil or natural
gas and maintaining the operation otherwise. If the out-of-compliant
parameter(s) continues to be at undesirable levels, the overall system
will shut down following the Prepared/Routine Shut Down Procedure.
C.4.23 Emergency/Power Failure
All systems (motors) will cease or react accordingly (fail-close).
1. Shale belt feed system will stop
2. Fuel oil and LGF pumps will stop and solenoids fail to close
3 For natural gas, de-energize the fire-eye selector switch; this
shuts off power, closes the gas flow line, de-energizes the
Maxons, etc.
The only active feature (on back-up power) will be the kiln drive, which will be
rotated until all shale/clinker has been discharged, collecting on the cooler
grate.
Other matters to note include:

1. Kiln speed should be set to zero. The kiln could rock back if power
comes on and could strip gears.

2. City water by-pass valve should be opened (Trunnion cooling).

3. The auto ASCO valve in the main natural gas line will open upon shut-
down to vent any line gas accumulation to the atmosphere.

4, Kiln shale feed chute plate should be closed off.

Rev. 1; September 1995 113



A4

C.4.3 Operational Parameters

1.LGF fuel pressure

15.Cooler grate speed

2.Secondary air temperature

16.ID fan speed

3.Shale feed rate

17.Fuel oil usefflow

4 Fiame temperature

18.Natural gas use/flow

5.Kiln back-end temperature

19. CO concentration (in flue gas)

6.Stone temperature

20.0; concentration (in flue gas)

7.Primary air flow/pressure

21. ID fan current

8.Atomization steam pressure

22. Baghouse pressure drop

9.Atomization air pressure

23.Baghouse inlet temperature

10.Kiln hood pressure

24 Scrubber venturi pressure drop

11.Heat exchanger inlet & outlet

25 Scrubber recirculation tank pH

12 1R Stabiity

26.Lime feed rate

13.Cooler vent fan damper

27. Scrubber blowdown rate

14.Cooler pressure/fan dampers (n/s)

28.Ducon scrubber pressure drop

Parameters 1-20 are associated with the kiln operations and the balance are
compliance/operational parameters which are associated with APC and

peripheral system operations.

C.4.4 Clinker Cooler Control

The primary function of the clinker cooler is to reduce the temperature of the
expanded clinker as it exits the kiln. The secondary benefit of the cooler is that
it operates as a recuperative heat exchanger in that hot air generated from the
cooling process can be used for secondary combustion air in the buming zone
of the kiin. The primary components to the cooler are the: (see figure 2.1)

1) cooler enclosure

2) cooler grates

3) FD fans

4) waste heat fan.

5) oversize discharge.

6) discharge grate/conveyor
7) cooler screws.

Keys to cooler optimization are:

1) Quick cooling of clinker using cooler fans.
2) Maximum secondary air temperature.

3) Maximum cooling of clinker.
4) Minimum waste gas volume.
5) Optimum kiln draft.
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The front cooler fan should be used as the primary cooling source. The back
fan should be used secondarily. The kiln hood draft should be controiled with
the cooler fans and ID fan. Do not use the waste heat fan to control hood
draft.

Weather conditions will affect cooler performance. Temperature of cooling air
will affect gas density. The fan gas volume is a function of the gas density.
The mass delivered by the fans is affected by the gas temperature.

The automatic loop control will call for setting the under-grate pressure via
auto modulation of the respective east and west fan or fan dampers. This
control may be manually overridden by adjusting the damper setting.

Manual control of the cooler envolves the following:

Adjust grate speed

Screw conveyors on/off to remove fines from bottom of cooler.
Cooler waste heat speed.

Clinker belt water application

PON

C.4.5 Kiln Control-Essential Compliance Parameters Associated with
Waste Feed Cutoff (WFCO)

Norlite's NYS Part 373 Permit defines nine process parameters which
automatically initiate a waste feed cutoff if one (or more) parameters deviate
from predetermined limits. Additionally there are eight other parameters which
are required to be monitored in order to bum hazardous waste.

The WFCO control system consists of Programmable Logic Controller (PLC),
and an electronically actuated WFCO valve in the LGF line. The PLC receives
a 4-20 milliamp signal from local transmitters that monitor the compliance
parameters. These signals are used by the PLC to determine if the various
parameters are within preset limits that are defined by the Part 373 pemit.
When the PLC receives a signal identifying that a parameter is outside of the
permit limit, it sends a signal to the WFCO valve to close, terminating LGF
flow. This system is tested once per week for each WFCO parameter by
sending a false high or low signal from the transmitter to the PLC, thus
causing the WFCQ vaive to close.

LGF Flow Control System

The LGF flow control system consists of the LGF flow control valve (manual
ball valve), LGF pressure transmitter, Micromotion flow meter, PLC and
Genesis software interface, and local flow meter display. The WFCQC pemnit
limit for LGF flow is 10.1 gpm (hounrly rofling average-HRA). The PLC
continuously monitors the flow rate and reports a one minute average to the
Genesis system and DEC printer. The one minute average is used to calculate
the HRA. At 9.0 gpm HRA an alarm will be activated on the Genesis control
monitor to notify the operator that the HRA is approaching the WFCO limit.

Kiin Exit Temperature
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Kiln exit (back end) temperature is monitored by a thermocouple in the
transition duct work between the kiln and the multiclone. The output from the
thermocouple is sent to a transmitter that converts the output to a signal that
can be sent to the PLC. The WFCO permit limit for kiln exit temperature is a
temperature range that must be at least 875°F HRA and less than 1091°F
HRA. Alarms on the Genesis control monitor will wam the operator that the
parameter is approaching a WFCO when the temperature is 885 °F or less and
1080 °F or higher.

Back end temperature is influenced by a variety of variables; however thermai
input to the kiln via LGF, # 4 oil, waste oil or gas is the dominant variable. The
combustion process creates thermal energy. The thermal energy that is not
absorbed by the shale in the expansion process or radiated from the kiln will
exit through the back end of the kiln in the form of flue gas energy, i.e.,
temperature. The exit temperature thermocouple measures the temperature of
these gases.

Back end temperature will also fluctuate based on the amount of shale input.
The shale acts as a heat sink, as more shale is introduced to the kiln more fuel
is required to increase the kiln exit temperature.

ID fan speed determines the volume and rate at which heated flue gas will be
removed from the kiin. As the fan speed setting is increased more gas volume
will be removed from the primary combustion zone, thus raising the back end
temperature.

A secondary control of the exit temperature is the clinker cooler vent fan
speed. The cooler vent fan removes waste heat from the clinker cooler in the
form of heated gases. Gases that do not exit the cooler vent stack are
introduced into the buming zone as secondary combustion air. Fluctuation of
the cooler vent fan speed will affect the exit temperature based on the
temperature and volume of the gases.

Carbon Monoxide

The CEM continuously monitors CO in the kiln's exhaust gases. The CEM
system consists of carbon monoxide monitors, oxygen monitors, sample
conditioners, and data acquisition and control systems.

The system continuously monitors CO and O; and uses the monitored O;
concentration to normalize CO to 7 % O,. The corrected CO measurements
are averaged to form a one minute average. The one minute CO averages
are, in tum, averaged each minute to calculate a one hour rolling average.

CO and O one minute averages and CO one hour rolling averages are then
transmitted to the kiln's PLC for computerized storage in the Genesis data
acquisition and data base management system. The WFCO for this parameter
is 100 ppm HRA. Alarms on the Genesis control monitor will wam the operator
that the parameter is approaching a WFCO when the CO HRA is 75 ppm or
higher.

The primary factors that influence CO are kiln temperature, proper fuei
atomization, air to fuel ratio, fuel quality (i.e. Higher Heating Value(HHV), water
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content, solids content), and uniformity of fuel flow. The kiln temperature is
determined by the flow rate and HHV of the fuel processed. In order for the
combustion reaction to occur there must be an adequate supply of oxygen to
oxidize the carbon atoms of the fuel. The by product of complete combustion

is carbon dioxide (CO.). CO is a product of incomplete combustion. Primary
air is injected to ensure there is enough excess O, present to complete the
combustion reaction and minimize the amount of CO produced. Atomization air
is injected to the bumer nozzle to enrich the fuel with O, and mechanically
atomize the fuel to help facilitate the combustion reaction.

Interruptions in fuel flow delivery to the kiln cause a shift away from the
equilibrium of the combustion reaction occurring in the kiln. Thus resulting in
the production of CO.

Induced Draft Fan Current

The components of the induced draft fan are the I.D. fan, 400 HP motor,
vanable speed drive, PLC and Genesis software interface. The fan
curent(amps) is sent to the PLC by a local transmitter. The fan motor
amperage is recorded in the Genesis data base and printed out each minute
on the DEC printer. The WFCQ is 404 amperes. Alarms on the Genesis
control monitor will wam the operator that the parameter is approaching a
WFCO when the motor amperage is 400 or more.

The primary factors affecting fan amperage are the rotation speed of the fan,
static differential pressure across the fan, flue gas temperature, and damper
setting. With the damper locked at a fixed position (60 % open), the motor
amps and gas volume flow increase as the fan speed is increased due to the
work requirement to tum the fan. The temperature of the flue gas is in direct
relationship to the gas density, if the volume flow remains constant and the
gas density increases the mass of the gas pumped by the fan will increase,
thus requiring more motor horsepower to perform the work.

Kiln Pressure

The kiln pressure monitoring loop consists of a are the pressure sensor,
pressure transmitter, PLC and Genesis software interface. The kiln pressure is
measured by a diaphragm pressure sensor that sends a voitage signal to a
local transmitter at the kiin firing hood. The transmitter sends a signal to the
PLC that is translated to pressure data on the Genesis control monitor. The
WFCOQ limit is a continuous reading of -0.05" H,O column or greater for 15
seconds. Alamms on the Genesis control monitor will wam the operator that
the parameter is approaching a WFCO when the pressure is -0.05" H,O
column or greater.

The primary control for the kiln pressure is the ID fan. Increased speed of the
ID fan increases draft. The clinker cooter vent fan influences hood draft,
however it should be used for a secondary control. Over use of the cooler vent
fan will result in a lower hood pressure, but secondary combustion air
necessary for proper combustion will be vented from the cooler vent stack.
The cooler grate fans also affect kiln draft. The east cooler grate fan shouid
used as a primary cooling source, the west fan should be used for secondary
cooling.
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Scrubber Water Recirculation Rate

The scrubber water recirculation system consists of the recirculation pumps
and motors, magnetic coil flow meters, local transmitter, recirculation piping
and valves, scrubber headers and nozzles, and PLC and Genesis software
interface. The scrubber water flow rate is monitored by the magnetic coil flow
meters. Scrubber water flowing through the meter generates a voltage that is
measured by the magnetic coil, this coil amplifies the voltage signal and sends
the signal to the local transmitter. The transmitter converts the voltage a 4-20
milliamp signal that is routed to the PLC. This signal is translated to data in
gallens per minute on the Genesis control monitor.

The WFCO for scrubber water recirculation is a flow rate of 175 gpm or less
(one minute average). Alarms on the Genesis control monitor will wam the
operator that the parameter is approaching a WFCO when the flow rate is 194
gpm. The recirculation rate may be directly controlled by manual valves in the
system, however the valves are normally operated at full open position.
Reduced flow rate is normally a sign of solids plugging of header nozzles due
to of solids accumulation in the recycle tank. Excursion of pH may affect flow
meter performance because the conductance of the water changes when
acidity is high.

Baghouse Inlet Temperature

The baghouse inlet temperature is monitored by a thermocouple at the duct
entering the baghouse. The output from the thermocouple is sentto a
transmitter that converts the output to a signal that can be sent to the PLC.
The WFCOQ permit limit for baghouse inlet temperature is 450°F or greater.
Alarms on the Genesis control monitor will wam the operator that the
parameter is approaching a WFCO when the temperature is 435°F or higher.

The baghouse inlet temperature is controlled by the flue gas temperature
exiting the heat exchanger and a modulating tempering air damper located in
the duct upstream of the baghouse inlet. Normally the temperature of the flue
gas exiting the heat exchanger is 500-600°F. The exit temperature of the heat
exchanger may be varied by adjusting the speed of the heat exchanger
cooling fan.

The modulating tempering air damper controls the temperature to a set point
predetermined by the operator (normally 430°F). The damper atlows cooling air
to enter the flue gas stream. The damper may be controlled manually or
automatically at the Genesis control monitor.

Baghouse Pressure Drop

The components that monitor baghouse pressure are the pressure differential
sensor, local transmitter, PLC and Genesis software interface. The pressure
differential sensor detects the difference in pressure between baghouse inlet
and outlet static pressures. This pressure difference is converted to a voltage
by the sensor and a signal is sent to the local transmitter. The transmitter
routes a signal to the PLC that is translated to pressure data on the Genesis
control monitor. The WFCO limit is a continuous reading of -4.8" H,O column.
Alarms on the Genesis control monitor will wam the operator that the
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parameter is approaching a WFCO when the pressure is <5.3" H2O column or
greater. When operating on two baghouse modules, the alarm point and
WFCO point is < 9.2 H;O and 10.0° H;O, respectively. In addition, if the
baghouse pressure exceeds 9.4" H,O, an alarm is sounded. Within 10
minutes of this alarm, and every 30 minutes thereafter, the operator must
inspect the kiln seals and APC ducting for fugitive emissions until the
differential pressure drops below 9.4” H,O. This is per condition Il D(3)
(footnote 6) of the Part 373 Permit.

The primary control of the baghouse pressure drop is the dust cake on the
filter media. As dust cake builds on the filters in the baghouse the pressure
differential increases. When the differential reaches a predetermined set point
(usually 5.5" H,O column) the filter is cleaned by high pressure air injected into
the throat of the bag. This causes a shock wave along the length of the bag
and the dust cake is removed. The filter media is continuously pulsed one row
at a time. Control is by a 10 position timer.

Baghouse differential pressure is also affected by the position of the tempering
air damper used to cool the flue gas exiting the heat exchanger. Cooling air
creates a higher pressure in the baghouse , thus creating a higher differential
in pressure across the baghouse.

Lime Feed Failure

Lime is gravity fed into three feed hoppers from the lime silo. Each hopper
feeds into its own lime feed system. This system is designed to have one
primary feeder for each baghouse and one feeder as a back up. Each lime
feeder may be isolated from the silo by way of a slide gate at the top of each
hopper. Each lime feed system is composed of a bladder, paddie, and screw
auger. The paddle speed control determines the rate at which lime is
introduced from the bladder to the screw auger. The screw auger injects the
lime into a pneumatically driven line that feeds the lime into the baghouse
system. The pneumatic system is composed of four blowers and three lines.
The piping and blower system is designed so that any combination of blower
and [ine maybe used to inject lime into either baghouse.

Lime feed is an WFCO parameter to the kilns and is required to be fed at the
rate of 2.7 Ibs/lb of halogen introduced to the kilns while buming LGF or waste
oil. Lime is also fed at 50 Ibs/hour during times at which # 4 oil is being
processed in order to neutralize small amounts of SO, and SO; produced
during the combustion of this fuel. The lime feed WFCO will occur if the feeder
paddle or screw stops for any reason. Before an LGF tank can be fired to the
kilns the lime feed rate must be set. The set point for the tank is documented
on the WAP-2 fuel certification sheet. The feed rate control is housed in the
kiln 2 motor control center. Generally the Trunnion operator is notified by the
burmer operator anytime there is a required change in feed rate of lime.
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Appendix D

LGF Storage & Feed Systems
Description of Modifications

Summary
Existing facilities for receiving, storing, mixing and feeding waste fuels to two (2)
light weight aggregate kilns are approved with certain exceptions for handling

Low Grade (Waste) Fuels, hereafter referred to as "LGF." The exceptions are:

. Tanks 100 and 200 were replaced with six (6) 7,300 gallon
agitated tanks with secondary containment as required.

° New fuel feed piping with required secondary containment was
installed.
. The fuel feed Booster Pump House located approximately 100

North of Kiln #2 no ionger is in the LGF feed system, therefore,
eliminating the need for secondary containment.

The additions and other modifications described herein were completed for the
purpose of receiving, storing, mixing and feeding waste fuels in compliance with
NYSDEC standards. In order to satisfy these needs and also to provide for the
improved handling and storage of fuels, a unified approach was taken in order
to achieve both objectives in a technically cormect and environmentally protective
manner.

In summary, the overall modifications consisted of the following tasks:

(1) Removing Tanks 100 and 200 (permit capacity 24,000 gallons each) to
an adjacent area for inspection, cleaning and close out. Work included
steps to protect existing tanks, testing of the instaliation area and
remediation as necessary.

(2) Removed the shed structure and containment/foundation for the pumps
previously used to service Tanks 100 and 200.

(3) Constructing a new LGF Building to house six (6) 7,300 gallon tanks
partially replacing the two (2) removed tanks of 24,000 gallon capacity
(ea.). These tanks are equipped with mixers, new pumps and controls.
Associated piping systems are designed to satisfy the requirements of
better fuel handling and delivery with improved environmental protection.

This building is fully enclosed to exclude rainwater, to facilitate heating
of the tanks and to protect equipment. The building is sized, constructed
and lined with an approved coating so as to act as the primary
secondary containment volume for the tanks within it as well as other
tanks and facilities in the fuels area. Required volatile organic (VOC)
monitoring, fire protection, grounding, lighting, ventilation and two means
of egress are provided.
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“4)

®)

(6)

(8)

®

(10

Upgraded and modified the existing truck tanker Unloading Dock to:

. Provide new containment liner coating of NYSDEC
approved type.
Installed two (2) new LGF unloading pumps with strainers.
installed one (1) waste oil unloading pump.
Constructed secondary containment for all unloading

piping.

Modified the existing LGF pumping facilities and piping to interconnect
with new storage and pumping facilities, including the addition or
improvement of secondary containments where needed.

Installed a new above-ground 25,000 gallon double wall Waste Oil Tank
in the Fuel Farm, including required foundation and secondary
containment for pumps and associated piping. Piping is provided to
rapidly gravity drain to the new LGF Building in the event of failure of
both the tank primary shell and containment shell.

Instalied new above-ground fuel feed and fugitive emissions control
piping extending from the new LGF Building to the kiln burner front. This
piping is contained inside a new overhead 90" diameter walk-through
tunnel supported on a structural steel system of beams, trusses, bents
and concrete foundations. The tunnel drains to the LGF Building for
containment of spills and wash down fluids. The tunnel is equipped with
required VOC monitoring, fire protection, grounding, lighting, ventilation
and emergency exit locations.

Constructed a new Solids Processing Building adjacent to the North side
of the existing Unloading Dock to provide storage of drummed solids
generated on site from clean out of strainers, tanks and other
equipment, and to house process equipment needed to reintroduce this
material into the LGF stream to the kiin burmners.

Remove existing fuel Booster Pump House and equipment, test soils in
the area, and remediate as may be required after changeover to the new
feed piping systems.

Constructed a new Feed Pump Room in the area previously occupied by
pulverized coal feed equipment. This facility houses three (3) 1,000
gallon Fuel Equalization Tanks able to receive material from the LGF
transfer piping and one (1) 1,000 galion vent knockout tank. The fuel
piping secondary containment tunnel extends to this room which is
constructed to provide containment for the Equalization Tanks, Feed
Pumps and associated piping. Required VOC monitoring, fire protection,
lighting, grounding, ventilation and emergency exit locations are
provided.
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(11) Constructed a new Solid LGF Feed room adjacent to the Feed Pump
Room in the Kiln Building to house two (2) extrusion pump systems to
feed this material to separate bumers in each kiln.

(12) Modified Kiln Control Room fuel piping and/or the room structure to
provide suitable secondary containment and add required fuel cut-off

valves.

(13) Designed and installed an overall control system for managing fuel
storage and feed to the kiin bumers.

(14) Remove existing fuel feed and fugitive piping after it is disconnected,
including soils testing and remediation as necessary.

The modified Fuel Farm described in this construction plan is environmentally
superior for the following reasons:

Rev. ; September 1995

Secondary containment is provided for both the existing four (4)
permitted tanks (Nos. 300, 400, 500 and 600), as well as for the
pumping and piping system, the unloading operations and LGF
feed to the kiln. Under the previous engineering plans, if a line or
pump failed outside the Tank 300-600 containment system, the
capacity of the tertiary containment bunkers was only 3000
gallons. The containment for the six new 7,300 gallon tanks is
sufficient in volume to provide containment for the largest Fuel
Farm Tank and all LGF lines and pumps.

Having 6 smaller vertical 7,300 gallon tanks, as opposed to two
24,000 gallon tanks provides for better mixing and control of LGF
prior to feed to the kiln. This is beneficial in ensuring that the
LGF is homogenous, providing more stable operations and
greater uniformity in achieving metal limits.

The six smaller 7,300 gallon tanks provide for more effective
testing of metals on a tank-by-tank basis, providing greater
assurance of uniform LGF feed. Each tank provides
approximately six (6) hours of fuel, allowing one to be filled and
tested, while the other is supplying the Kilns.

The smaller volume of 7,300 gallons allows for quarantining of a
given shipment prior to mixing. In this way matenals can be
isolated and tested on an individuat shipment basis prior to use.
Any problems identified can be easily resolved, since the
shipment will still be isolated and can be retumed to the
generator.

The smaller volume tanks combined with the vertical design allow
for better mixing and less potential for buildup of solids, reducing
the frequency of tank cleaning, and allowing for easier
compliance with 40 CFR 268.50.
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D.2

Tank Removal and Other Demolition

D.2.1

D.2.2

D.2.3

D.2.4

Removal of Tanks 100 and 200

The removai and replacement of the existing underground tanks 100 and
200 was conducted in accordance with Norlite's current closure plan.
The tanks were decontaminated as described in the closure plan. Soil
adjacent to and below the tank were sampled and tested. The tanks are
stored on-site for possible future use in non-hazardous service.

Norlite has included in the attachments revised pages for the closure
plan. Note that these revised pages are associated with the new
replacement tanks, and should be incorporated into the Part 373 permit.

The excavated area necessary to remove the tanks was shored as
necessary and remained open for further excavation to construct the
new LGF Building. All excavation, backfill and compaction was
performed in accordance with applicable ASTM standards and Section
D, Subsection 02222 of the Part 373 Permit Application.

Tank removal was the first activity due to their location in the
construction area of the new building.

Tanks 100/200 Pump Shed Demolition

This facility and the pumps have been removed in connection with
removal of Tanks 100 and 200. Soils testing was performed and
remediation undertaken, as required.

Fuel Booster Pump Building Demolition

This facility remained in service for operation of Kiln #2 untit the new fuel
feed piping and containment was installed and the bumer connections
changed over to the new lines.

After being taken out of service, the equipment will be removed, cleaned
and stored for potential use in other locations/systems. The building will
be dismantled and materials disposed of in an approved facility. Testing
will be performed to determine the need for remediation.

Buried Feed and Fugitive Piping Removal

After being taken out of service the existing underground fuel feed and
tank fugitive piping was drained, flushed, capped. They are to be
removed for disposal in an approved facility. Testing will be performed
to determine the need for remediation.

Rev. 1; September 1995 124



D.3

Tanks, Mixers, Pumps and Miscellaneous Equipment

All metal equipment was provided with attachment points for grounding, and
where appropriate, bonding is provided between sections of equipment
separated by non-conductive materials.

D.3.1

D.3.2

D.3.3

New LGF Tanks

The new LGF Tanks, six (6) total, are identical 7,300 gallon (operating
capacity) vertical tanks supported on concrete piers to allow bottom
drainage, and are designed and fabricated in accordance with ASME
Boiler and Pressure Vessel Code, Section VIlI, Division 1. See Drawing
NY-D-M-6002 for configuration and connections.

All tanks are fabricated to allow future instaliation of external heating
jackets to maintain 75 - 80 F (maximum), and are provided with agitator
mounting flanges and floor access manholes. Fluid inlet and outlet
connections are extended to a level near the bottom of the tank.
Additional nozzles for pressure relief, sampling, bottom drain, nitrogen
blanketing and fugitive venting are provided.

Two of these tanks are typically used to mix and prepare the various
LGF materials for transfer to the kilns. The other four tanks are normally
be used for storage of as-received matenal.

New LGF Tank Agitators

Agitators are of a standard vertical tank flange mounted type with fully
enclosed gearing, totally enclosed fan cooled (TEFC) motors and control
components complying with requirements for the area classification.
Mounting flange and shaft seals are designed to contain LGF vapor.

New LGF Pumps

The new pumps installed at the Unloading Station, new LGF Building
and new Feed Pump Room are types well adapted to efficient handling
of a wide range of fuel materials. Two (2) pumps are located at the
Unloading Station, six (6) in the LGF Building and four {(4) in the Feed
Pump Room. Two (2) of the LGF Building pumps are designed for fuel
transfer to the kilns and arranged such that either pump can maintain
fuel delivery in the event of failure or problems with the pump in use.

These pumps have TEFC motors and have other features necessary to
comply with area classification requirements.
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D.3.4

D.3.5

D.3.6

Existing LGF Tanks and Pumps

Four (4) existing 24,000 gallon tanks and associated pumps continue in
service as previously used.

Pumps located in a small building North of Kiln #2 remained in service
without modification until their function was replaced by the new
above-ground LGF transfer piping and new bumer feed pump systems.
The deficiency at this booster pump facility related to inadequate
secondary containment will be corrected by removal of the pumps and
building structure followed by remediation as determined necessary by
testing of soils in the area.

Activated Carbon Adsorbers

Fugitive vapor and nitrogen from all LGF Tanks is normally directed to
the kiins where hydrocarbon content is bumed.

At times when both kilns are shut down, there is still the need to vent
fugitives from the storage tank systems. Under these shutdown
conditions fugitives are redirected to an activated carbon (or other
applicable packing material) adsorption unit located in the Fuel Farm
area. The adsorber is sized to satisfy the maximum flow resulting from
the simultaneous filling of two (2) of the largest LGF storage tanks.

Ventilation Equipment

The new LGF Building, new LGF Pipe Tunnel, new Solids Processing
Building, new Feed Pump Room, and new Solid LGF Feed Room are
fully enclosed structures. Ventilation of the LGF Building, LGF Pipe
Tunnel and Feed Pump Reom, which are open to each other, is
achieved by redundant exhaust fans at the kiln end of the pipe tunnet
and an additional fan at each of the LGF buildings and rooms to provide
required floor level exhaust of VOC. Outside air is drawn into the LGF
Building and Feed Pump Room through suitably located louvers, through
the buildings, through the tunnel and exhausted above the kiln
structures. Exhaust fans are designed to provide ventilation necessary
to prevent accumulation of excessive levels of VOC and as required for
fire protection purposes.

Ventilation air from the Solids Processing Building will be exhausted by a
separate fan through the Fuel Farm adsorber unit when solids
reprocessing is to be done in this area.

Ventilation air from the Solid LGF Feed Room will be exhausted by a
separate fan into the normal Fugitive Emissions System to the kilns
when this processing is started. When both kilns are shut down, manual
valves are provided to redirect this flow to the Fuel Farm adsorber unit.
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D.4

D.5

Piping and Valves

D.4.1

D.4.2

D.4.3

Piping

All piping systems to contain LGF, waste oil and fugitive vapor from the
storage tanks were designed, fabricated and installed in accordance with
NFPA 30 and ANSI/ASME B31.3, Chemical Plant and Refinery Piping.
All other pressure piping was designed, fabricated and instatled in
accordance with ANSI/ASME B31.1, Power Piping. Vent and pressure
relief piping from LGF and waste oil tanks comply with the requirements
of NFPA 30 and/or UL 142 and 6 NYCRR Part 614 as applicable.

Additional requirements of the NYS Fire Prevention and Building Code
are incorporated. All piping systems within NEC classified areas are
grounded and bonded across gasketed joints.

Valves

All valves were selected on the basis of pressure-temperature rating for
the pipe line service in which used. LGF valves are typically full-flow ball
valves having seat and stem packing material compatible with the
chemical properties of LGF.

Where specific types of valves are required by applicable codes and
regulations, these requirements were implemented.

Power Actuated and Control Valves

Valves requiring power actuation and control valves with extemnal
operators were selected for the required pipe line rating, process
function, and have pneumatic actuation. Ail electrical control or
instrumentation devices satisfy the area classification requirements for
the installed location.

Foundations, Containments and Superstructures

All new structures and modifications to existing structures were designed and
constructed in accordance with NYS Fire Protection and Building Code
requirements and'the following as applicable:

» American Concrete Institute (ACI), 318.

» American institute for Steet Construction (AISC), Manual of
Steel Construction, Allowable Stress Design, 9th edition.
American Society for Testing and Matenals (ASTM) standards.
American Welding Society (AWS), D1.1, Structural Weiding
Code.

Metal Building Manufacturers Association standards.

Steel Joist Institute standards.
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Basic design parameters were Seismic Zone 2A, 100 mph wind speed, a snow
load of 45 pounds/square foot and a 50" frost depth.

D.5.1 Foundations

Based on existing soil boring information, some foundations were
supported by piles to bedrock. Specific pile depth and soil bearing
information were developed from new borings taken at locations
determined from the new building and structure layout. Pile caps were
reinforced concrete and designed in accosdance with the structure
supported.

D.5.2 Secondary Containment System

Secondary containment required for unloading, storing, pumping and
pipe transfer of fuels is of reinforced concrete, with the exception of the
LGF Pipe Tunnel for fuel transfer to the kiln Feed Pump Room (see
below), the containment areas in the Control Rooms and the Waste QCil
Tank. Curb and wall heights allow for sufficient freeboard above the
maximum expected spill depth. Containment volume calculations are in
the permit application.

All secondary containments were shieided from rainwater entry at or
above a slant angle of 45 by a roof with eaves extending beyond the
containment working in conjunction with partial metal siding walls where
necessary, or were fully enclosed.

Each containment has a lined blind sump at the low point to facilitate
pump removal of spills to a suitable container for disposal.

D.5.3 Containment Liner Coatings

Concrete containments are lined with an impervious and chemical
resistant coating (Dudick Reinforced Protecto-Line 900), similar to that
previously used at this facility and approved by NYSDEC.

Steel containments have a chemical resistant epoxy type coating with
compatible primer applied either during fabrication or at the time of
construction on site. Coating systems data was presented to NYSDEC
for approval.

D.5.4 Fuel Feed Piping Containment
Containment Tunnel:

Fuel transfer and fugitive emission piping secondary containment is
provided by a walk-through tunnel 90 inches in inside diameter extending
from the new LGF Building enclosure to and across the roof of the kiln
building to the Feed Pump Room. The tunnel was constructed of
sections of double wall steel pipe. The inner wall is smooth to facilitate
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sealing by application of a liner coating, and wash down or other
cleaning which may be required in the event of a spill. The outer wall is
corrugated for strength. The wall layers were integrally joined during
fabrication.

Containment tunnel sections were joined with a sealing type connector
band extemally applied and further sealed with a chemical resistant
caulk on the interior. Expansion provisions were included at intervals as
required.

Maintenance and compliance inspection access is provided by normal
entry points at the ends of the tunnel and man ways in the roof of the
tunnel. The latter is located at intervals as required by the NYS Fire
Prevention and Building Code for egress. External platforms and
ladders with cages are attached to the tunnet support structure.

Containment Tunnel Support Structure:

The tunnel is continuously supported by a system of steel trusses and
bents as shown on attached drawings. Each section of tunnel pipe is
attached to the support structure by a minimum of two stainless steel
bands. Adequate truck and heavy equipment clearance is provided at all
intersecting roads.

Containment Tunnel Internal Features:

A steel grating walkway was constructed at the bottom center of the
tunnel pipe allowing a 6'-8" clearance at the center. The walkway was
supported on steel structural members within the tunnel. The bottom of
the tunne! pipe beneath the walkway provides the drain path for spills
and wash down fluids. The overall slope of the tunnel is toward the new
LGF Building which serves as the containment volume for the horizontal
portion of the tunnel.
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D.5.5

D.5.6

Vertical steel channel supports for piping, conduit, lighting and
instrumentation were provided on both sides of the tunnel at
approximately 10 foot intervals.

Ladders are provided for intemal access to overhead man ways.
Burmer Feed Pump Room

Three (3) 1,000 gallon Equalization Tanks and three (3) Feed Pumps are
included as an integral part of the LGF transfer and feed system. These
tanks were installed to provide more uniform fuel feed and to meet the
specific pumping requirements of the bumers when we start
reprocessing solids. The equalization tanks provide a point for mixing
LGF feed prior to introduction to the kiln, to ensure that any solids

remain suspended during feed. This equipment is housed in a new
room located between the kilns and within the Kitn Building in an area
previously occupied by pulverized coal fuel equipment which was
removed.

A previously existing concrete pit was partially utilized and expanded
with a new concrete floor at a higher elevation. The walls to grade
provide a containment volume substantially larger than required.
Existing concrete surfaces were cleaned by sand blasting and the
containment volume lined with Dudick Reinforced Protecto-Line S00.

Because this room is contiguous to the Kiln Building structure, the room
above the concrete containment was constructed with 3-hour fire rated
walls to comply with NFPA 30. Two means of egress, VOC monitoring,
fire protection, equipment grounding, lighting, emergency and exit
lighting and ventilation were provided in accordance with NYS Fire
Prevention and Building Code. All electrical equipment was selected to
comply with the area classification.

Solids Processing Building

A new building was constructed to stage drums of solids generated on
site and to house processing equipment required to reintroduce these
solids into the LGF materials in LGF Tanks. This building is located
adjacent to the existing Unloading Dock and to the LGF Building. The
concrete floor and curbs are matched to the elevation of the Unloading
Dock to permit a ramp to be constructed from the Unloading Dock for
forklift movement of drums into and within the Solids Processing
Building. The concrete spill containment of the new building was lined in
the same manner as the Unloading Dock.

The building was enclosed by a steel frame and metal siding enclosure
with an eave extending over the Unloading Dock roof to exclude
rainwater entry to the ramp area.
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Two means of egress, VOC monitoring, fire protection, equipment
grounding, lighting, emergency and exit lighting and ventilation were
provided in accordance with NYS Fire Prevention and Building code. All
electrical equipment was selected to comply with the area classification.

D.5.7 Solid LGF Feed Room

A portion of the expanded area between the kilns (previously occupied
by coal pulverizing equipment) was separated from the Feed Pump room
to provide an area for the Solid LGF Feed equipment. The walls of this
room are fire rated and constructed similarly to those of the Feed Pump
Room. Two means of egress, VOC monitoring, fire protection,
equipment grounding, lighting, emergency and exit lighting and
ventilation was provided in accordance with NYS Fire Prevention and
Building Code. All electrical equipment was selected to comply with the
area classification.

D.5.8 Kiln Control Room Modifications

Kitn Control Room modifications associated with fuel systems
improvement consisted of providing physical isolation from the control
and operational area and secondary containment of new and/or modified

fuel supply piping.

All instrumentation and control readouts, indicators, annunciators and
other control components whether existing or new are located within the
Control Rooms external to the fuel piping containment.

D.6 Electrical Power System
D.6.1 Area Classifications
All of the below listed areas related to fuel systems will be classified as
Class |, Division 2 in accordance with NFPA 70 National Electrical Code
(NEC) 500-5(b}).

Fuel Farm including new LGF Building, new Solids
Reprocessing Building and existing facilities.

LGF Pipe Tunnel.
Feed Pump Room, and Solid LGF Feed Room.

The interior of the Fuel Farm Motor Control Center (MCC) Building will be
unclassified on the basis of providing positive pressure forced
ventilation. All other plant areas will remain unclassified.

D.6.2 Electric Power and Lighting
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Electric power supplied to the existing and new main service disconnects
will be 480 volts, 3-phase, 80 Hertz. Lower voltages, where required, will
be obtained from properly rated transformers located in the MCC
Building or other unclassified area.

Power distribution throughout the fuel systems will be in rigid conduit or
other raceway complying with area classification requirements.

Lighting will be provided in all areas for 24 hour operation at illumination
levels required to meet OSHA standards (per 29CFR191(c), 25
foot-candles in the absence of daylight). All lighting fixtures will be
selected to satisfy the area classification where installed.

Emergency and exit lighting as required by OSHA and NYS Fire
Prevention and Building Code will be provided and will be selected to
satisfy the area classification.

D.6.3 Grounding and Lightning Protection

All steel building structures, tanks, equipment and eiectrical enclosures
will be grounded in accordance with NFPA 70 (NEC), Article 250.

Fuel systems structures will be provided with full lightning protection in
accordance with NFPA 78.

D.7 Controls and Instrumentation
D.7.1 Control System

A control system for fuel untoading, storage, transfer and feed to bumers
will be provided using a programmable logic controller (PLC) selected to
provide I/O capacity and other features for presently planned
additions/improvements and potentia! future additions. All motor control
and instrumentation signals for normal start/stop, operation and alarms
will be controlled by the PLC. Pumps, agitators, and any other motor
driven equipment will have local start/stop stations which can be
activated for maintenance purposes.
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Necessary equipment emergency stop push-button stations, manual fire
alarm stations and any other critical emergency condition circuits will be
hard wired in conduit point to point and will not be processed by the
PLC.

D.7.2 Tank Level Control

All tanks will have level instrumentation for control of contained fluids.
Typically tank level controls will have both high/low and

high-high/low-low set points. The high/low set points will normally cause
an alarm condition to alert operators of the approach of a limiting
condition so that appropriate action can be taken. The more extreme set
points of high-high/low-low will estabiish the limits required to prevent
overflow or damage to equipment. These set points will be interlocked
with pump and agitator motor controls to shut down the affected
equipment.

Level instrumentation on the tanks used as fuel feed sources for the
burners will have their level and alarm signals displayed in the kiln
Control Rooms for kiln control purposes.

D.7.3 Tank Nitrogen Blanket and Fugitive Emissions Control
All LGF tanks are nitrogen btanketed.

Tanks are outfitted with pressure instrumentation having high and low
set points. At the high pressure set point (less than the tank code
pressure relief setting) a valve to the vent system leading to the kilns will
be opened and remain open until the pressure has fallen to within the
normal pressure range at which time the valve will be closed. Vapor and
nitrogen in the tank wil! be forced through the vent system piping by tank
pressure. Atthe low pressure set point (above atmospheric pressure) a
vaive from the nitrogen supply system will be opened and remain open
until the tank pressure has increased to the normal operating range at
which time the valve will be closed.

Manual valves will be provided to divert fugitive emission flow to the
activated carbon adsorber unit when both kilns are shut down. The
automatic control system as described above will remain in operation.

Additionally, nitrogen purging takes place if high oxygen levels are

developed in the tanks and vent system. This system is all PLC
controlied and was brought on line in August 1995.
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D.7.4 Motor Controls

All motors will be controlled by magnetic starters with individual lockout
capability at the starter. In addition, emergency stop signals from each
power driven item of equipment wil! trip its motor starter to a condition
requiring reset only after appropriate interlocks have been satisfied, i.e.,
no remote manual or automatic restart will be possible prior to meeting
established control logic criteria.

All new equipment starters for the Fuel Farm will be located in a common
panel in an enclosed MCC Building as described above. New equipment
starters for the Kiln Building will be located in an MCC Panel in that area.

Start/stop controls for power driven equipment will be located on panels
in the vicinity of the equipment, but control signals will be processed by
the PLC to coordinate valve operation and prevent actual starting of the
equipment under improper system conditions.

D.7.5 VOC Monitoring Systems
Continuous Monitors:

VOC monitoring detectors will be located at various points within the new
facilities as shown on attached drawings. Equipment will be UL, Factory
Mutual or CSA approved or rated. Detector set points will be lower than
the lowest explosive limit expected for any LGF material.

Monitoring signals will be processed by the PLC system for alarm and
control response purposes.

Leak Detection and Repair Program (LDAR)

In addition to the above continuous monitoring, tanks and equipment will
be tested and inspected routinely in accordance with 40 CFR Subpart
AA and BB. These sub-parts relate to organic air emissions standards
for process vents and equipment leaks. In accordance with this sub-part
all regulated units will be marked. With a unique equipment identification
number permanently affixed to each unit. A list indicating the location of
each unit will be used for comparison with the plot plan. This master list
with the location and type of equipment, i.e. pump, valve, flange, etc. will
be established and kept. All such equipment will be kept in compliance
by using the weekly or monthly leak detection and repair methods
outlined in this section.

Closed-Vent Inspection and Monitoring

Each tank is connected to a closed-vent system leading to the kilns. The
system includes a non-regenerative carbon (or other applicable packing
material) adsorption canister system as a backup to the closed vent
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system to the kiin and for the Solids Reprocessing Building ventilation
air.

Monitoring of the concentration of organic compounds in the vent of the
canister will be conducted on a weekly basis when these canisters are in
use. Monitoring will be with an organic vapor analyzer (OVA) or
equivalent test unit described below. A canister will be operated with no
detectable emissions. No detection is indicated by an instrument
reading of less than 500 ppm above background as defined by the
regulation. Monitoring will comply with Method 21 in 40 CFR Part 60,
App A, as described below.

Replacement of an existing carbon canister with a fresh one will be
required when a reading above no detectable emissions is recorded.

Equipment Inspection

All equipment in contact with hazardous organic waste will be inspected
for leaks on a daily basis and monitored for leaks on a regular basis in
accordance with 40 CFR Part 264/265, Sub-parts AA and BB as
described above. Units that will be monitored include all equipment in
organic service that are not controlled by a closed-vent system. These
units include all pumps in light liquid service, pressure relief devices in
gas/vapor service, open-ended valves or lines, valves in gas/vapor
service or light liquid or heavy liquid service, or flanges and other
connectors, and closed-vent systems as outlined above.

The reguiated equipment will be identified and listed on a master
inspection sheet and in a plant block piping diagrams. Leak detection
monitoring of all regulated equipment will be conducted on a periodic
basis (generally quarterly unless a leak is detected. Daily inspection of
each device will be conducted. The inspection will be for indications of
free liquid or leaks. The following schedule will be used to determine the
no leak detection limit for a given type of equipment.

Non-Detect Limit, PPM

Type of Equipment (65 Federa! Register 25454)
All pumps, valves and

fittings in organic service 10,000
Pressure relief units 500

if a leak is detected at the non-detection limit, a first attempt at repair will
be made. If on retesting, a level above detection limit is obtained, a
weather-proof identification tag will be affixed to the leaking component.
The tag will be marked with the equipment identification number. The
component will be repaired within 15 days or at the next equipment
shutdown if required, as defined by the Volatile Organic Air Emission
Standards regulation (Subpart AA / BB) for TSDFs.
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All records will be maintained per 40CFR264.1035 and 40CRF264.1064.
The records will include the discrete identifying number, equipment
location, type of equipment, percent-by-weight total organic in the
equipment. All records of equipment monitoring, monitoring instrument
calibration and repair will be maintained for three years.

VOC Sampling Methods
Volatile Organic Compound (VOC) Fugitive Emissions Sampling:

Sources monitored include closed vent system exhaust, valve stems,
packing glands, seals, fittings, open ended valves, and any other
potential leak points. Equipment screened includes those which contain
or contact hazardous waste. The leak detection and repair program is
performed in accordance with 40CFR264.1034, and 40CRF264.1063
(d). The sampling procedure used is as outlined in EPA Reference 40
CFR Part 80, App. A - Method 21. All required quality assurance and
O&M procedures are followed.

The general LDAR procedure is as follows.

1. Ali potential sources of fugitive VOC emissions are screened
using a flame ionization hydrocarbon detector, Foxboro Model
108 OVA (Organic Vapor Analyzer), or equivalent unit or a photo-
ionization hydrocarbon detector, Hnu Model “Microtip®, or
equivalent. The Foxboro OVA-108 has a logarithmic readout to
10,000 ppm. The Hnu Microtip operates over a range of 0 -2000

ppm.

2. Prior to testing, the analyzer is calibrated over the entire
operating range using appropriate gases and concentrations
specified by Method 21 and the instrument manufacturer's
operation manual. Calibration results are logged on an
Calibration Data Sheet.

3. Leak detection testing is performed by placing the instrument
probe as close as possible to the device being monitored. The
probe is then slowly moved around the surface of the device. If
any upscale reading is observed, the probe is then moved such
that the maximum reading can be obtained. The maximum
reading for each device is recorded on the LDAR Monitoring
Data Sheet.

Rev. 1; September 1995 136



D.8

D.7.6

4, If a reading greater than 10,000 ppm is detected with the OVA-
128 or >2,000 ppm with the Hnu Microtip, the device is
considered to be leaking. If a device is determined to be leaking
above the appropriate threshold, the device is then tagged with a
weatherproof, chemical resistant tag. The date, time, device
number and instrument reading are written on the label using an
indelible marker.

5. A Leak Notification form is then completed and given to the
appropriate individual responsible for ensuring corrective action is
taken.

6. The leak must be repaired within the time frames stated in 40
CFR Part 60 Sub-parts AA/BB.

The frequency of analysis for VOC fugitive emissions from closed vent
systems will be in accordance with 40CFR264.1033 and
40CRF264.1060. Weekly emissions checks of the Carbon Adsorption
Systems will be taken until 2 more practical sampling frequency can be
determined based on demonstrated experience. A more realistic
frequency will be 20% of the typical elapsed time to exceed a no
detectable leak maximum of $S00 ppm above background is detected. All
other devices will be monitored on a quarterly basis. However, for
equipment sampled on a quarterly basis, if a leak is detected, a monthly
sampling schedule will be implemented for the next two periods, before
going back to a quarterty basis.

Alarms and Trip Conditions

For the automatic organic vapor monitors alarms and equipment trip
conditions are annunciated in the Kiln Control Room and at a central
location in the Fuel Depot. In addition, audible/visible alarm devices and
indicators will be located at points within the systems appropriate to the
particular alarm.

Fire Detection and Suppression

Fire detection and suppression systems complying with the NYS Fire Prevention
and Building Code, local Fire Department requirements and applicable NFPA
standards will be provided at all appropriate locations. Specific details of
systems to be used will be determined during design stages.

As a minimum, appropriate types of hand held extinguishers will be provided
throughout the fuel systems facilities and the structures listed below will be
equipped with fusible element activated Aqueous Film Forming Foam (AFFF)
sprinkler systems:

) LGF Building and truck unloading area.
Solids Reprocessing Building.
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. LGF Pipe Tunnel.
. Solid Feed Room.
. Equilization Building.

D.9 Testing Plans and Procedures

All new construction and modifications to existing structures and new equipment
will be tested and inspected in accordance with governing code requirements.
Testing and inspections will be required to be satisfactorily completed prior to
placing any tanks, equipment or piping in service.

Specific test procedures and standards for acceptable results will be included in
specifications for equipment and field construction. Where contractors are
required to provide test procedures, these will be reviewed by ENSR for
compliance with codes and specifications.

ENSR Consulting and Engineering will provide a written assessment (as
required by 40CRF264.192) of storage tanks, tank foundations, tank supports
and secondary containment systems reviewed and certified by a qualified
engineer registered in the State of New York. Such assessment will be
provided before start-up and will verify that the tank storage systems are
properly designed and constructed to be of sufficient strength and compatibility
with the wastes to be stored and mixed. The structural integrity of tanks
fabricated in accordance with the ASME Unfired Pressure Vessel Code will be
considered to be validated by the presence of the authorized ASME stamp on
the vessel.

Test procedures for UST and other equipment removal are described in Section
2.1, above.

D.10 Materials of Construction
All materials of construction will conform to the standards of ASME, ASTM or
other nationally recognized publications. Where required by applicable codes,
NYS or federal regulations, mill test reports of material will be obtained. As a
minimum, suppliers will be required to certify in writing that structural or pressure

containing material complies with specification requirements.

Concrete mix designs will be required to be pretested in accordance with ACI
and ASTM standards.

Tank and piping material will be carbon steel with suitable corrosion allowance.

Detailed bilis of material will be developed during design stages and required of
all equipment manufacturers.

D.11 General Description of LGF System Processes
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All LGF process systems are limited to the straightforward functions of
transporting fluid and slurry fuel materials to the kilns via piping systems and
pumps designed for this type service, and storing LGF in tanks with agitators to
maintain suspension of particulate solids and uniform liquid properties. There
are no functional processes which alter the as-received matenal other than the
mixing of batches which is both necessary and normal to maintain a steady
supply of fuel having properties within regulatory limits to the kilns. Ancillary
systems such as Fugitive Emissions Nitrogen, Fuel Qil and various other utilities
support the primary LGF systems operation.

Safety and fire protection systems are essentially independent and are provided
according to the requirements of applicable regulations, standards and codes.

D.11.1 LGF and Fuel Unloading Systems

Pumps located in the Unloading station take suction from truck tanks via
strainers which exclude oversize debris. The Unloading Pumps transfer
LGF into the tank systems in two different ways:

(1) Two (2) LGF Pumps deliver to the recirculation pump loop of
each of the four (4) existing Tanks 300, 400, 500 and 600.
Piping and valving is arranged such that either of these two
unloading pumps can deliver to any of the four storage tanks.
Provision is made for flushing the unloading piping with Waste
Oil when needed.

(2) Each of the two (2) LGF Pumps deliver directly to any of either
the three (3) agitated 100 LGF Tanks or the three (3) 200 LGF
Tanks. There is a crossover system that allows the either pump
to go to the other tank system. Provision is made for flushing
this unioading piping with Waste Oil when needed.

Sampling points at each of these tanks and on the recirculation loops of
the existing tanks provide for convenient sampling and testing of LGF
properties to assure that feed to the bumers is maintained within
regulated limits.

An unioading pump is also provided for Waste Qil and transfers only to
the aboveground Waste Qil Storage Tank.

All unloading pump controls and associated alarms are interlocked with
the level sensors of the tank to which material is being transferred.
Interlocking is automatically accomplished by PLC programming initiated
when the operator selects the particular tank to which a pump will
discharge. The PLC actuates valves required to enable the desired
transfer, registers position switch condition on the receiving tank and
transfer pump to establish a permissive which allows the unloading
pump to start, and connects the proper level sensor into the pump motor
control. If the high level set point is reached prior to completing the
unloading operation, an audible and visual alarm is initiated to alert the
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operators to take appropriate action. In the event the maximum level set
point is reached, the pump is automatically tripped off accompanied by
another alarm. Once tripped off in this manner unloading pump motor
starters can only be reset by specific separate PLC control functions.
The tank volume available between the high level and maximum level
set points is sufficient to allow flushing of the unloading piping with
Waste Qil.

Refer to P&ID Drawing NY-E-D-5003 for further details.

D.11.2 LGF Storage, Mixing and Burner Feed Transfer

Each LGF tank has an associated pump. In the case of existing Tanks
300, 400, 500 and 600, the pumps are used for recirculation of the tank
as well as for transfer operations. The LGF Tank pumps inside are
primarily for transfer operations, but may be used for tank recirculation in
the event of agitator failure, thereby assuring that reasonable
suspension of solids can be maintained.

Piping and valving systems for the four existing tanks are arranged such
that a portion of the recirculation flow may be diverted for transfer to any
of the other three existing tanks or to any of the six inside tanks.

Piping and valving systems for the six inside tanks are arranged such
that LGF may be transferred from any one tank to any of the five other
tanks. Piping systems for the inside tanks are also arranged such that
more than one pump can take suction from any particular tank so as to
prevent pump breakdown from disrupting normal operations.

Pumps associated with two of the inside tanks have characteristics
required to deliver LGF through the feed transfer piping to the Kilns.
Piping and valving systems for these tanks and pumps is aranged such
that pumps may take a suction from either of two tanks normally used for
preparation of LGF.

As with unloading operations, valve lineups and interlocking of tank level
sensors with pump controls is accomplished by PLC programming.
Automatic valve positioning and permissives from valve position switches
related to the source and target tanks enable pump start. This prevents
incorrect transfers. High level and overfilling is controlled in the same
manner as for unloading pumps. Low and minimum tank level controls
function in a similar manner to assure that agitator biades are not
uncovered and solids suspension is maintained.

All LGF Tanks are nitrogen blanketed under low pressure. Tank
pressure is maintained within a preset range by admission of nitrogen
when pressure falls below the range and by exhausting fugitives when
the pressure rises above the range. Nitrogen is delivered from the
supply at regulated pressure slightly above the normal tank pressure
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range. When pressure falls to the low set point, a valve is opened
admitting nitrogen until pressure rises to normal at which time the valve
is closed. When tank pressure rises to the high set point, as when the
tank is being filted, a valve to the Fugitive Emissions Vent line is opened
until tank pressure fails to normal at which time the vaive is closed. All
tanks are connected to a common vent line which delivers fugitive
emissions to the kilns in the vicinity of the bumers. Tank pressure
provides the motive force needed to produce flow of fugitive emissions
to the kilns. A manual valve is provided to divert fugitive emissions flow
through an activated carbon adsorber when both kiins are shut down.

All LGF Tanks have safety pressure/vacuum relief provided by rupture
discs. Discharge is direct to atmosphere, external to the LGF Building in
the case of the inside tanks. Safety relief connection sizes, set
pressures and vent stack sizing are in accordance with ASME Section
VIl rules.

LGF for feed stock to the kiln bumers is transferred via redundant piping
systems within the LGF Pipe Tunnel which provides secondary
containment. Duplication is primarily to permit continued operation in the
event one line is disabled by plugging or other problems. Low viscosity
LGF transfer piping is arranged in duplicate recirculation loops (retumed
to the source tank) to provide for the high velocity flow required to
maintain particulate solids in suspension. As with high viscosity feed
transfer lines, duplication is provided primarily for continued operation in
the event one of the loops becomes disabled. All LGF transfer pipe lines
are provided with cleanout ports placed at frequent intervals to facilitate
cleanout.

Refer to P&ID Drawing NY-E-D-5004 for further details.
D.11.3 LGF Equalization and Feed

Four (4) 1,000 gallon agitated Equalization Tanks in the Feed Pump
Room receive LGF from the transfer lines. Four (4) progressing cavity
pumps with variable speed drives are located adjacent to the
Equalization Tanks with piping and valving arranged to allow two pumps
to take suction from either of two tanks and pump to the bumer of Kiln
#1. The other two tanks and pumps are similarly arranged to feed Kiln
#2. The variable speed drives and positive displacement characteristic
of these pumps provide the required controlled fuel feed rate. Normally
two of the pumps are in use, one feeding each kiln bumer. The other
two pumps are in ready standby to assure uninterrupted fuel feed in the
event of pump breakdown or outage for maintenance. Pump controls
and associated alarms, power actuated valve controls and tank level
indicators are located in the Kiin Control Rooms.

Equalization Tanks are nitrogen blanketed at low pressure and have
fugitive emissions vents. Tank pressure and venting of fugitive
emissions is accomplished in the same manner as other LGF Tanks.
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Level controls and alarms are also similar except that necessary alam
annunciation is repeated at the LGF Building to assist in operation of the
LGF Transfer Pumps.

Equalization Tank level is maintained within a preset adjustable range by
on/off cycling of transfer pumps in the LGF Building, or by opening and
closing a valve from one of the recirculation loops. This operation is
automatic under PLC control and allows considerable flexibility in
handling LGF of varying viscosity and particulate solids content while
assuring a reliable continuous fuel feed to the kiln bumers.

Sampling points are provided on each Equalization Tank for verification
of the properties of LGF being fed to the bumers.

Refer to P&ID Drawings NY-E-D-5008 and NY-E-D-5013 for further
details.

D.11.4 Solid LGF Feed System

Drum (55 gallon) quantities of solid (extrudable) LGF (SLGF) are
processed for direct feed to separate kiin bumers by direct pumping from
the drum. Solid LGF can be fed to each kiln at the rate of 800 pounds
per hour. Closed drums of material are introduced onto a powered roller
conveyor through a roli-up door at grade level in the rear wall of the
SLGF Room. A drum is moved to a tuming mechanism where an air-
powered cutter is used to remove the top. The drum may then be moved
to either of two (2) pump stations, one serving each kiln.

Pumps are of a special type in which a follower plate fitting the inside
diameter of the drum is compressed against the drum contents by two
rams forcing the material into the suction of an air driven extrusion pump
which forces the material at high pressure through a steel tubing line to
the kiln bumer. After being emptied, drums are capped with a suitable
plastic cover and removed through the roll-up door to an empty drum
storage area awaiting disposal in an approved facility.

Refer to P&ID Drawing NY-E-D-5011 for further details.

D.11.5 Solids Reprocessing System
Drummed debris and sludges produced on site by clean out of strainers
and tanks is reintroduced into the LGF stream by a small system
designed to assure that solids are reduced to an acceptable particle size

and thoroughly mixed with an appropriate liquid carrier, normally one of
the LGF materials on hand.
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The system consists of a single drum fipper which is used to empty a
drum into the hopper of a shredder. Low solids LGF, or if necessary,
No. 2 Fuel Oil, is also introduced both to flush material through the
shredder and to provide sufficient fluidity for processing. Material is
drawn from the output hopper of the shredder by a macerating pump
where solids are further reduced in size and transferred into a dispersion
mixer tank. material in the dispersion mixer is essentially identical to
other LGF materials and is pumped into one of the LGF Tanks for later
delivery to the kiln burners. Provision is made for recycling matenal
through the dispersion mixer tank, if necessary, prior to transfer to an
LGF Tank. Empty drums are capped with a suitable lid and retumed to
an empty drum storage area for reuse or disposal in an approved facility.

Refer to P&ID Drawing NY-E-D-5010 for further details.
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NORLITE SITE IMPROVEMENT - SURFACE RUNOFF CONTROL
BY: AARON WESTFALL (7/7/95)

DRAINAGE AREA NO.2 SEDIMENT TRAP TRENCH SYSTEM
ALONG EAST SIDE OF SITE ( SEE SITE PLAN)

LENGTH OF TRENCH FROM SALT KILL TO FAR SIDE OF
MAINTENANCE GARAGE = 300 + FEET
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FIGURE: E-1 BMP PLAN APPENDIX E
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Norlite Part Specification Sheet

100009-Size

Name: Nozzle, Hollow Cone
DATE
Wiitten By A. Popp 4/24/95
Revised By
Body Material: Fiberglass Reinforced Nylon
Cap Material: Brass
Pipe Size: 3/8" Male NPT
Maximum

Operating Pressure:

500 psi

Vendor Spraying Systems or equivalent
Orifice GPM Spray Angle Spraying Systems
Size Diameter @ 100 psi @ 100 psi Part Number
1 3/64" 0.25 52 3/8 BDM-2-0.5
2 116" 0.36 65 3/8 BDM-2-1
3 564" 0.63 69 3/8 BDM-2
4 5/64" 0.69 68 3/8 BDM-3-2
5 33z 0.94 75 3/8 BDM-3
6 1/8° 1.6 78 3/8 BDM-5
7 564" 1.1 46 3/8 BDM-10-2
8 11/64" 4.3 60 3/8 BDM-20-10
FIGURE:

E-6 BMP PLAN APPENDIX E

NORLITE SITE IMPROVEMENT...
MODIFIED WET DUST SUPPRESSION SYSTEM SPRAY NOZZLE



[__®

LOFIFLS I -
#IYA TN
by

SOMIDHNe

Aisngd 3 L

ﬁimj

=

s o ———

| ———
g |
Ly “é-...,_ §
\(§;‘£ ¢
oY &
P H)

FUTURL WATSL WaTER TRLATWEMT

PRIMARY
CRUSHER

SAMPLE #3

TUNNEL

L1 dYd
‘B 4N S0AC

1redvd
1403 o9y

SAMPLE #2

#1 FANISHING
TUNNEL

\

4 l

xn )lOO"l_B

AveIvQu

=~ Jumy)
!

é

(5461

FIGURE: E-6 NORLITE BMP PLAN APPENDIX E

FACILITY CONVEYOR SYSTEM TUNNEL WATER
SAMPLING LOCATIONS



APPENDIX F

Air Pollution Control System
Maintenance Manual

Purpose of Air Pollution Control System Maintenance Manual

The goal of the Air Pollution Control System (APCS) Maintenance Manual is to provide
minimum operation and maintenance standards and requirements to keep the APCS
operating in an environmentally compliant manner. By following these guidelines the
operation of the APCS will clean emissions from the kiln to within the requirements and
regulatory limits set forth in the Air Pollution Control Permit. This manual presents an
overview of the APCS at Norlite and a review of process monitors.

Air Pollution Control System Overview

Both kilns have identical emission control systems that include both wet and dry
emission control devices for the collection and removal of particulate matter, hydrogen
chloride (HCI), and other gaseous species. The principal collection mechanisms
affected are sedimentation, condensation, impaction, filtration and interception for
particulate and absorption of HCI and other gaseous species.

The APCS consists of six key components: a Multi-clone, a heat exchanger, a
baghouse, an induced draft fan, a scrubber and a demister.

After leaving the kiln, emissions first pass through a mechanical collector (knockout
box) and a Barron multipie cyclone unit {(multiclone) to remove coarse particulate. This
process utilizes relatively small diameter cyclones operating in parallel with a common
inlet and outlet. The multiclone captures course dust and is rated for 2-3 in. w.c.
pressure drop. Dust and clinker fines collected in the multiclone accumulates in a
hopper. A blower and rotary aidock aid in pneumatically conveying the collected
material to the baghouse dust storage silos to be recycled as a useful product. The
gases then pass to an air-to-air, shell and tube heat exchanger which is rated at 65,000
ACFM. This unit uses forced draft ambient air as the cooling medium. Gases enter the
heat exchanger at approximately 900°F and exit at approximately 450° F with a 2-3 inch
w.C. pressure drop across the unit.

Following the heat exchanger is a Aeropulse, Inc. Power Pulse Collector (fabric filter)
with three modules. Each unit is rated for 53,000 ACFM at 450°F. Kiln 1 has 1200
filter bags that are 12 feet in length and 4 5/8 inches in diameter. Kiln 2 has 810 filter
bags that are 17 feet, 3 inches in length and 4 5/8 inches in diameter. Kiln 1 has an air
to cloth ratio of 3.02:1 with all three modules on line and 4.53:1 with one module down
for maintenance. Kiin 2 has an air to cloth ratio of 3.11:1 with all three modules on line
and 4.67:1 with one module down for maintenance.

Each module is cleaned independently to maintain a differential pre_ _ure range. The
differential pressure range is set on the photohelic gauges in the motor control center.
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When the differential pressure exceeds the photohelic high set point, compressed air
pulse cleaning will commence. The filter media is pulsed on row at a time until the
differential pressure drops to the photohelic low set point. Pressure drop across the
unit is rated between 3-6 in. W. C. with all three modules on-line. If required, a
modulating air damper automatically adjusts inlet gas temperature to a set point
between 400°F and 450°F by bleeding in ambient air.

The baghouse is followed by a 400 HP system fan which induces draft through the kiln,
knock-out box, multiclone, heat exchanger and baghouse. The induced draft fan
camries exhaust gases to a BECO Venturi (MMV) scrubber for acid gas removal. This
unit is rated for 53,000 ACFM at 450°F at the inlet and 38,600 ACFM at 138°F at the
outlet, with 2 to 5 inches of water pressure differential. The scrubber is a rod design
that has tubular stainless steel rods installed in rows across the throat to provide a
series of smaller throats. The intent is to provide the effect of a small ventun throat
without incurring the high pressure drop typically associated with conventional high
efficiency ventun scrubbers. Additionally, the tubes provide additional impaction
surfaces for enhanced particulate and HCI collection. The scrubber is designed for 89%
HCI and 68% SO, removal efficiencies.

Clean (city) water headers are located directly above the venturi to provide sensible
cooling to the exhaust gases. Caustic sodium carbonate (soda ash) solution is recycled
through the unit at approximately 200 gpm. The scrubbing fluid is introduced through
tangentially positioned nozzles located directly above the MMV module. Scrubbing
solution is also injected into the transition segment located between the venturi MMV
and Ducon Units.

Excess water drains from the venturi exit elbow to the 1000 gallon recycle tank. The pH
of the solution in the recycle tank is automatically maintained to 8.0 or greater by the
introduction of a 5-10% sodium carbonate solution. Blowdown is taken from the recycle
pump discharge to maintain a constant solids concentration in the solution. Blowdown
is maintained in excess of 4.4 gpm, depending on the quantity of fue!l bumed as well as
the chloride and sulfur content of the fuel.

Following the BECO Ventuni unit is a BECO MMV mist eliminator installed in the bottom
of the Ducon mist eliminator shell. This unit, manufactured of PVC, is designed to
capture entrained droplets of caustic solution exiting the BECO venturi scrubber and is
rated for a differential pressure drop of 1.5 to 4 inches of water. This mist eliminator
drains into the recycle tank.

A further modification of the Ducon unit consists of the insertion of a Mist Master plastic
mesh-type mist eliminator at the top of the unit immediately preceding the exhaust
stack. This unit has a rated capacity of 48,000 ACFM at 140°F with minimal pressure
drop. The Duceon unit functions as an entrainment separator for the ventun scrubber.
The final APCS exhaust passes to the atmosphere at approximately 42,000 ACFM at
140°F and 10% moisture (v/v).

Process Monitors

Rev. 1; September 1995 153



Process monitors consist of sensors for temperature, pressure, scrubber and blow
down flow, pH, and gas composition that allow for proper system control and
documentation to meet compliance requirements.

Process Performance

The performance of the APCS depends on a number of kiln design and operating
parameters, on the compatibility of the APCS to the process and the pollutants to be
controlled, and on the specific requirements demanded by the process and applicable
air poliution control regulations. The process variables that must be considered in
evaluating the operation of the facility APCS include:

Gas flow

Inlet and outiet gas temperature

Liquid flow (in the wet system)

Pressure drop across the APCS components
Physical and chemical properties of the gas
Particulate concentration

Particulate size distribution

Physical and chemical properties of particulate, and
Emission levels of regulated poliutants.

0. Shale mass feed rate and size distribution

200N EON=

These performance parameters have been measured and evaluated by previous trial
burn tests overseen by DEC officials and incorporated into an operating permit as
regulatory limits.

The APCS will be inspected on a regular basis to verify acceptable operational status.
The list below shows the inspection and maintenance schedule for the APCS
equipment. Compliance and operational inspections are more frequent than those
recommended by the manufacturers of the equipment. These inspections are
designed to detect and prevent equipment problems before performance is affected or
components fail.

Rev. 1; September 1995 154



Inspection and Maintenance Frequency

Equipment Parameters Calibration Inspection Alarms WFCO
Backend Temperature Monthly Daily Weekly Weekly
Baghouse Inlet Temperature  Monthly Daily Weekly Weekly
Carbon Monoxide Daily Daily Weekly Weekly
Oxygen Daily Daily
ID Fan Current Quarterly Daily Weekly Weekly
Kiln Hood Pressure Monthly Daily Weekly Weekly
Baghouse Pressure Drop Quarterly Daily Weekly Weekly
Scrubber Water Recycle Rate Monthly Daily Weekly Weekly
Venturi Pressure Drop Quarterly Daily
Recycle Tank pH Daily Daily
Lime Feed Rate Quarterly Daily Weekly Weekly
Scrubber Water Blowdown Rate Quarierly Daily
ID Fan Damper Setting Quarterly Daily
Ducon Scrubber Pressure Drop Quarterly Daily

Methods for Detection and Comection of Baghouse Leaks

Two parameters are used to ascertain if the baghouse bags or seals are leaking. A
third is under development.

I The Ducon Scrubber mist eliminator pressure drop nommally runs between 1.5
and 2.5 inches of water. If a bag or seal begins to leak, the combination of particulate,
lime, and soda ash builds up on the scrubber MMV quadrants and the pressure drop
will begin to climb. The maximum recommended pressure drop on the quadrants for
good removal efficiency and structural integrity is approximately 4 to 5 inches of water.
Once a bag or seal begins to leak the increase usually occurs over a period of 24
hours.

The Ducon pressure drop will be checked and at least once per shift. If the
pressure drop reaches 5 inches of water the baghouse will be checked and leaking
bags and/or seals replaced. The scrubber will be checked and cleaned as needed.

Il. A second indicator of a baghouse bag or seal leak is the turbidity and size of
solids in the scrubber blowdown water. When the baghouse is functioning normally the
turbidity consists of a fine whitish to siightly brownish cloud that readily setties to the
bottom of a sample jar. When a bag or seal leak begins to occur, the turbidity
increases, the particles become more coarse, and the color becomes a darker brown.
Specific measures on turbidity and color have not been deveioped, however, standard
sample jars will be provided to operators to use as indicators. The scrubber blowdown
water sample will be checked and sample taken for comparison at least once per day.

Ml. A third method under development is the use of a quantitative measuring device
that will detect relative particulate removal of the baghouse. A static discharge device
known as a Triboflo unit has been under evaluation. The concept of a higher particulate
loading removing a static charge from a sensor at a greater rate is being tested.
Results are presently limited and will need further evaluation before this type of
measure can be validated.
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Baghouse bag and/or seal replacement:

Once the Ducon scrubber pressure drop increases to 4 inches of water or the scrubber
blowdown water reaches the turbidity standard, the baghouse, or individual chamber (if
it can be isolated as the source), is taken out of service. When the top access to each
chamber is opened, leaking bags and/or seals are readily detected by observing a
deposited dust trail on top of the bag support platform. The trail(s) emanates from and
points to the leaking bag(s). The leaking bag(s) are removed and replaced.

In the future improvements will be sought in the bag and seal materials of construction.
The goal will be to effect improvements in the static discharge device (Triboflo) or
replace it with another technology. Another potential technology consists of opacity
measurements in the baghouse exit duct using light transmissivity.

2.3.4 Air Pollution Control System

Preparation for and Performance of Routine Scrubber Maintenance’.Draining and
Cleaning Scrubber Internals

Overview/Purpose:

Preparation of the scrubber for intemal maintenance involves performance of several
routine tasks which, if not accomplished properly, could resutt in injury or the improper
handiing and disposal of caustic scrubber liquids and solids. Performance of these
tasks is hereby standardized via this operating procedure.

Equipment:
1. Personal protective equipment consisting of Tyvek coveralls, chemical
resistant gloves and boots, respirator, hard hat and hearing protection;
2. Lockout devices and locks;
3. Water hose(s) and nozzle(s);
4. Shovel(s);
5. 5 gallon bucket(s);
6. Appropriate tools (to remove inspection/access doors), and
7. Steam cleaner.
Precaution:

Physical entry into any of the scrubber vessels constitutes a confined space entry
which is controlied by Norlite Policy # F-3, Confined Space Entry Procedure. The
provisions of Policy # F-3 shall supplement those contained herein.
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Procedures:

1.

Rev. 1; September 1995

Shutdown the kiln and Air Pollution Control Systems in accordance with
established practices.

Tag out the following valves to prevent accidental introduction of liquids into the
scrubber:

- soda ash supply,

- quench water supply,

- emergency water makeup

- mist pad spray bar water supply.

- close and tag out LGF vent line on burner room floor.

Lockout the following equipment at the motor control center from which they
receive power:

- recirculation pumps, and

- induced draft fan.

Drain the scrubber recirculation tank by running the blowdown pump until the
tank is empty. When the tank is empty, shutdown the blowdown pump and lock
it out at the motor control center.

Remove the inspection/access hatches from the recirculation tank, Ducon
vessel (2), and ventun vessel.

Precaution: When removing the inspectionfaccess hatch from the recirculation
tank, a small amount of water may still be in the tank.

Remove scrubber and transition headers and inspect for plugging and nozzle
wear. Nozzles should be replaced as needed. Header hoses should be
inspected for wear and plugging.

Remove and inspect quench water sprays (4), and rotometers (4). Replace
nozzles and Pipe nipples as needed.

Multiple Miniature Venturi (MMV) inspection:

a. Verify that there is no plugging of the vertical tubes of the MMV. If
plugging is present, remove build up and rinse with the steam cleaner.

b. inspect the fiberglass hold down bolts and MMV support ring.
Repair/replace as necessary.

Mist Pad Inspection:

a. Inspect the mist pad for excessive solids build up. Remove build up and
rinse with steam cleaner as needed.

b. Inspect spray bar and spray bar nozzle condition. Replace spray bar
nozzles as needed.
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10.

c. Inspect mist pad for gaps. Secure mist pad, as needed, using
appropriate fasteners.

Recirculation Tank Inspection:

a. Wash sediment from the inside of the tank to the scrubber secondary
containment. Exercise caution to ensure that all water and
sediment is captured within the containment.

b. Inspect inlet, outlet, and level probe ports for plugging.

Precaution: The contents of the sump in this containment must be pumped to the
WWT Plant influent tank (T-1) for treatment, using the containment sump pump. Solids
and sediment which cannot be pumped must be manually removed by shoveling into 5
gallon buckets. The contents of these buckets must be dumped into the WWT Plant
clarifier (T-2 or T-4) for treatment.

1.
12.

13.

14,

Reinstall headers and replace inspection ports.
Remove all lock outs and tag outs.

Fill recirculation tank with water and run recirculation pumps. Inspect for leaks
and verify that there is adequate recirculation water fiow.

Perform a final inspection of the area to ensure that all debris and waste
materials are removed and disposed properly, and all standing water has been
swept into the sump and the sump emptied in accordance with the precaution
identified in Step 10.
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APPENDIX G

NORLITE CONTINGENCY PLAN

The information contained herein is submitted in accordance with the requirements of Sections
373-1.5(a)(2)(vii) and 373-2.4. Norite's Contingency Plan, a copy of which is attached here,
meets the requirements of Section 373-2.4.

The intent of Section 373-2.4 (Contingency Plan and Emergency Procedures), is to ensure
that facilities that treat, store or dispose of hazardous wastes have established the necessary
emergency procedures in the event an emergency situation should arise. In contrast, the intent
of the requirements under Section 373-2.3 (Preparedness and Prevention), which was
described in Section F, is to ensure that the facility is properly designed and equipped to
minimize the possibility of accidents and prevent the occurrence of emergency situations. The
requirements of Section 373-2.4 address the actions that are to be taken if an accident should
OCCur.

G.1 General Information

Chuck Vannoy, Director of Operations, is the facility Director of Operations and may be
reached at (518) 235-0401 from 8:00 a.m. to 5:00 p.m. on weekdays. Stephen Jabour, Safety
Manager, is the primary emergency coordinator at the facility may alsc be reached at the
above number on weekdays.

A copy of the Contingency Plan is maintained in the main office of Norlite's facility.

Norlite stores LGF, LGF filter sludge and other waste materials at the LGF storage area. The
storage area consists of four 24,000 galion and six 7,300 gallon storage tanks, and drum
storage for 214 55-gallon drums of LGF filter sludge and other waste materials in the drum
storage and truck unloading/containment area. The drum processing area also contains a
mixing tank for facilitating suspension of solids filtered during the truck unloading operations.
Four 1,000 gallon equalization tanks, located in the feed pump room along with associated
pumps and piping within the kiln building also contain LGF. The overhead pipe tunnel
transfers fuel from the tanks to the equalizatior/kiln area. A general site plan and a full
description of the facility is contained in Sections B and D. A description of the wastes is
contained in Section C.

G.2 Emergency Coordinators {Sections 373-2.4(c){(4) & 373-3.4(f)}

The Primary Emergency Coordinator is Stephen Jabour, Safety Manager. His name and
address along with those of altemate Emergency Coordinators and other emergency contacts
are found on Attachment 1 of the Contingency Plan. These individuals are thoroughly familiar
with all aspects of Norlite's Contingency Plan and the plant's operation and hazardous waste
handling activity. In addition, they have the authority to commit resources needed to carry out
the plan.
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G.3 Implementation of the Contingency Plan {Section 373-2.4(b)(2)

The decision to implement the Contingency Plan depends on whether or not an imminent, or
actual, incident threatens human health or the environment. This section offers the
Emergency Coordinator guidelines for decisions regarding implementation.

The Contingency Plan will be implemented in the following situations:
G.3.1 Fire and/or Explosion

A fire causes the release of toxic fumes.

The fire spreads and could possibly ignite materials at other locations
on-site or could cause heat-induced explosions.

The fire could possibly spread to off-site areas.

Contamination could spread from the use of water, or water and
chemical fire suppressants.

An imminent danger exists such that an explosion could occur.

An imminent danger exists such that an explosion could ignite other
hazardous waste at the facility.

An imminent danger exists such that an explosion could result in the
release of hazardous material.

An explosion has occurred.

P N2

G ® N om

.3.2 Spills or Materials Release

1. The spill could result in release of significant quantities of fammable
liquids or vapors, thus causing fire or gas explosion hazard.

2. The spill could cause the release of significant quantities of hazardous
liquids or toxic fumes.

3. The spill is contained on-site, but the potential exists for groundwater
contamination.

4, The spill cannot be contained on-site, resulting in off-site soif
contamination and/or ground or surface water contamination.

5. if flooding, wind, electrical discharge or other damage occurs due to
natural causes which causes an event listed above.
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G4

Emergency Response Procedures {Sections 373-2.4{c)(1) and (g)}
Details of Norlite’s Contingency Pian are summarized in Appendix G-5.

G.4.1 Notification {Section 373-2.4(g)(1)}

In the event of a non-medical or medical emergency situation, the employee's
supervisor, if available, will be notified and he will contact the Emergency
Coordinator. Subsequently, the Emergency Coordinator will follow the procedure
outlined in Appendix G-1 to make appropriate external contacts if required.

G.4.2 Identification of Hazardous Wastes {Section 373-2.4(g)(2)}

The Emergency Coordinator wiil immediately identify the character, exact source,
amount and extent of release. Reference documents (e.g., waste manifests), which
characterize the physical and chemical properties of each hazardous waste stored on-
site, are readily available at the site. In the event that the released material cannot be
identified, samples will be obtained for chemical analysis. Reporting of analytical
results of these samples will be based on an objective tum-around time of two (2)
working days.

G.4.3 Assessment {Section 373-2.4(9)(3)}
The Emergency Coordinator will assess possible hazards, both direct and
indirect, to human health or the environment in accordance with Section 373-

2.4(g)(3).

G.4.4 Control Procedures {Sections 373-2.4{c)(1) & (g)(4)}

G.4.41 Overview
Potential accidents will be classified into two general categories:
1. fire and/or explosion
2. spills or material release

Notification in all cases will follow the system outlined in Appendix G-1 and will be
documented using the Emergency Incident Reporting Form (Figure G-1).

G.4.4.2 Fire and/or Explosion {Section 373-2.4(g)(5)}

The hazardous waste storage areas are all easily accessible by fire-fighting and
other emergency vehicles and equipment. If a fire should occur, efforts will be
concentrated to prevent the fire from spreading to nearby areas by company
personnel. The company's fire fighting effort will be sustained until outside
assistance has armrived.

The following actions will be taken in the areas affected by a fire and/or explosion:

a. The Emergency Coordinator will be contacted.
b. The immediate supervisor will be contacted.
c. Work in all affected areas will cease and equipment shut down. Kiln

burner operators will immediately cease LGF supply to the kilns. If
possible, containers, if any, containing ignitable materials, which are in
the vicinity of the fire, will be removed to prevent spreading of the fire.
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Any tank unloading operations will be stopped and all trucks within the
unloading area moved to a safe and unaffected area.

d. Company personne! will utilize fire extinguishers located in the area in
addition to the company water truck equipped with a pump and spray
nozzle to prevent the fire from spreading and/or to keep containers cool.

e. When a fire could endanger personnel and/or property in a given
process area, or throughout the surrounding operations, the local fire
department will be contacted to assist in controlling the fire.

f. The area will be cleared of all personnel not actively involved in
fighting the fire.
g. All injured persons will be removed to local hospitals and minor

first aid medical treatment will be administered by qualified personnel.

h. Since fire is a potential hazard in spitls of flammable materials, potential
ignition sources will be eliminated until the spill is contained and safety is
restored. If spililed materials are lammable, suitable
extinguishing/controliing media will be utilized by appropriate fire-fighting
personnel.

Until evacuation is signaled, personnel who are not in an affected area will stay in their
respective work areas. The evacuation signal will be a continuous three (3) minute blast from
an air hom readily available on the company's major earthmoving equipment. Contract
personnel and visitors are to be instructed to report to the main entrance until safety is
restored. The decision to invoke partial or total evacuation wiil be made by the Emergency
Coordinator and will depend ont he effect of the following conditions:

a. A fire and/or explosion has occurred.

b. Location of the incident and extend of involvement of adjacent
areas.

C. Release to the environment of hazardous matenals including
toxic fumes.

d. Potential for involvement of off-site areas due to spreading of the
fire.,

e. Actual or potentiai threat to human health and/or extend of

injunies sustained.

An "all clear” signal will sound when the fire has been extinguished and the personnel's safety
is no longer endangered. The all-clear signal will be a continuous one (1) minute blast
repeated after a 30 second interval. The blast will be from an air hom readily available on the
company's major equipment. All emergency equipment used in the emergency must be
cleaned and fit for use prior to resumption of nommal plant operations in the affected areas.

G.44.3 Spills or Material Release {Sections 373-2.4(g)(2-4) and Section 373-
2.10(d)(3)}
A. In the event of a major emergency involving a chemical spill, the

following procedures will be used for rapid, safe response and control.
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Contact Emergency Coordinator.

Contact immediate supervisor.

Make assessment of degree of hazard.

Implement plans to move personnel and contact external
resources if required.

Implement plans to contain and treat the spill/release.

o A=

B. The Emergency Coordinator must obtain information enabling him to
assess the magnitude and potential seriousness of the release. His
initial response is to protect human health, safety, and the environment.

Additionally, he must determine if the accident can be handled by the
company's capabilities or if appropriate external resources must be
contacted.

Required information includes:

The material and amount spilled or released.
The location and extend involved.

The direction in which the release is heading.
Any injunies.

Fire and/or explosions and possibility of same.

R

C. Internal resources will be utilized to handle accidents of a nature where
the amount of material released does not pose an actual or potential

hazard to life or property and will not extend outside the facility property.

The following are considered typically to be within this category: leaks

from containers in the storage area; spills during container transfer or

loading; spills during tank truck unloading; spills or leakage from piping
systems; and/or spitls or leakage from pump seals, vaives or other

equipment.

in these cases, the Emergency Coordinator will dispatch appropriate emergency
personnel who will:

1. Ascertain that all unnecessary individuals are removed from the hazard
area.

2. Utilize suitable protective clothing and equipment.

3. Remove all ignition sources and utilize spark/explosion-proof equipment
if flammable waste is involved.

4 Attempt to stop the source from continuing to emit wastes and contain

the area. By way of example, if a leaking drum is observed the adjacent
drums will be removed by manual hand truck to provide additional
access to the drum. The drum contents will then be transferred to a new
or over-packed drum as soon as possible. If a slow leak from a truck is
observed, efforts will be made to stop the leak. The truck will be directed
to the contained truck unicading area and the truck will be unloaded as
soon as possible.

5. ldentify the waste and remove all surrounding materials which could
potentiaily react.
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9.

10.

For material releases

Utilize appropriate absorbent materials or pump liquid into proper storage
containers.

Place all contaminated materials in drums for proper disposal.

Place all recovered liquid wastes and contaminated soil in drums for
proper disposal.

Clean and fit for reuse all emergency equipment utilized prior to
resumption of plant operations in affected areas.

The containment area(s) will be cleaned upon completion of containment
activities.

potentially posing an actual or potential hazard to life or property, such

as spills/leaks from storage tanks; tank ruptures and/or spills from overflow of tank
containment system, the Emergency Coordinator will dispatch appropriate emergency

personnel who will:

A WON-=

9.

10.

Ascertain all unnecessary individuals are removed from the hazard area.
Utilize suitable protective clothing and equipment.

Remove all ignition sources and utilize spark/explosion-proof equipment
if lammable waste is invoived.

Attempt to stop the source from continuing to emit wastes and contain
the area.

Identify the waste and remove all surrounding materials which could
potentially react.

Determine the extend of the release and if required, implement the
Contingency Plan with emergency response contractor. If the release
can still be supported by intemal resources continue with the
containment/clean-up effort.

Utilize appropriate absorbent materials or pump liquid into proper storage
containers.

Place all contaminated materials, recovered liquid wasted and/or
contaminated soils in proper storage containers for proper disposal.
Clean and fit for reuse all emergency equipment utilized prior to
resumption of plant operations in affected areas.

The containment area will be cleaned upon completion of containment
activities.

d The minimum volumes spilled/released which will be considered as
emergencies are:

1.

O N

Any release involving hazardous materials posing an actual or potential
hazard to life or property.

A spill equal to or greater than a quantity specified for chemicals listed
under 40 C.F.R Part 302 (Appendix G-2).

A quantity of one thousand pounds or greater of hazardous waste LGF.
One thousand pounds or more of substances not included n the Solid
Waste Disposal Act, Clean Air Act, Clean Water Act, or TSCA but which
could be classified as a hazardous waste RCRA or "Superfund”
regulations.

Appropriate extemal agencies/officials will be contacted depending upon the emergency.
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G.44.4 Prevention of Recurrence or Spread of Fires, Explosions or
Releases {Sections 373-2.4(g)(5) & {6)}

Actions to prevent the recurrence or spread of fires explosions or releases include:

a. Halting processes and operations.

b. Collecting and containing released wastes.

C. Recovering and/or isolating all storage vessels.

d. Monitoring all valves, pipes or equipment for leaks or ruptures after

system shutdown.
All reasonable safety procedures will be followed prior to resuming operations.
G.44.5 Storage and Treatment of Released Material {Section 373-2.4 (g)(7)}

Immediately after an emergency, the Emergency Coordinator will make arrangements for
proper treatment, storage and/or disposal of all water and contaminated matenals according to
New York State and federal regulations, Temporary storage of collected material will be in
drums being stored in the LGF storage area previously described. Larger quantities of
materials contained and collected by the emergency response contractor wouid be stored inn
tank trucks and/or run-off box containers pending completion of disposal arrangements in
accordance with New York State and federal regulations. Attempts will be made to treat these
materials on-site within the normal process parameters of the waste treatment operations, i.e.,
released material that has been contained and collected will be incinerated and used for
energy recovery purposes if said material is in accordance with Norlite’s permit limits. Under
no circumstances will any collected contaminated materials be added to the settling pond.

G.4.4.6 Incompatible Wastes {Section 373-2.4{g){8)(i)}

The Emergency Coordinator will insure that wastes which may be incompatible with the
released material are not treated, stored or disposed until ciean-up procedures are completed.
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G.4.4.7 Post-Emergency Equipment Maintenance {Sections 373-2.4(g)(8) (ii)
and (9)}

After an emergency event all emergency equipment utilized in the affected area will be

cleaned, or replaced, so that they are suitable for use. Prior to resuming operations in the

affected area, an inspection of all utilized safety equipment will be conducted. All proper

necessary authorities will be notified that the post-emergency equipment maintenance has

been performed and operations will resume.

G448 Container Spills and Leakage {Section 373-2.9(b})}
Paragraph 3 of this section presents emergency response procedures for container spills and
leakage is presented in section 3 of section G entitied Emergency Response Procedures.

G.5 Emergency Equipment {Section 373-2-4(c)}(5)}
Norlite's emergency equipment, its location and a description of its use is described on Figure
G-3.

G.6 Coordination Agreements and Copies of Contingency Plan {Sections 373-
2.4(c)(3),(d){2) and 373-2.3(g)
Norlite has made arrangements with the Cohoes Fire Department and Environmental Products
and Services for response in case of an emergency. The Cohoes Fire Department is staffed
by a full-time paid fire chief and full time paid personnel. The Cohoes Fire Department Chief
and members of his staff have visited the facility on several occasions to review emergency
procedures and physical layout. The Cohoes Fire Department, through their disaster
preparedness agreements, mutual aid agreements and civil defense responsibilities, will
coordinate emergency services as required in case of an incident. Their coordination of
emergency services will include police, ambulance service, hospitals and mutual aide fire
department participation as circumstances warrant.

Copies of the Contingency Plan, section B(facility descriptions) and Section C (waste
characterization) have been provided to the Mayor of the City of Cohoes and to the Fire Chief
for distribution to the appropriate local authorities. In addition, copies are maintained at the
facility in the main office, the environmental control laboratory, production office and the
environmental officer's files.

With respect to the coordination agreements and arrangements with the City of Cohoes Fire
Department, Norlite has agreed to provide a mechanism during each year of this permit to
enable hazardous materials training for members of the Cohoes Fire Department. Norlite will
acquire and maintain an inventory of 3% AFFF (aqueous film forming foam) agent and three
(3) foam eductors to enable the Cohoes Fire Department to apply the foam in the event of a
fire. To assistin a response to an emergency at the facility, Norlite will maintain a separate
access route form the Northwest and will coordinate portable radio frequencies. To further aid
the Cohoes Fire Department, Norlite will ensure that all fire hydrants are readily accessible and
capable of supporting all required fire apparatus.

Rev. 1; September 1995 166



G.7 Evacuation Plan {Section 373-2.4{c){6)}

The emergency coordinator will, as circumstances may require, evacuate personnel from the
specific plant areas. The emergency coordinator will account for all personnel on the premises
during an emergency. The following chart generally show the personnel location and the
number of personnel typically at each location:

Quarry 3-8
Primary 3
Bumer Room (each) 1
Kiln area 4
LGF area 2
Main Office area 20
Security gate 1
& E 5
Safety 3
Garage 4
Finish Plant 3

At any given moment, however, the actual personnel location may vary from the locations
shown on the chart. These numbers reflect weekday operations and designate assigned work
areas.

In the event of an uncontrolied fire or explosion, the Emergency Coordinator will determine
whether the fire can be contained and if there is a threat to human health. If the Emergency
Coordinator determines that the fire cannot be contained, evacuation of the facility will be
necessary. The Emergency Coordinator will assess the type of hazard, wind direction and
probability of further deterioration of conditions. Based on the Emergency Coordinator's
assessment, he may deviate from established procedures inn order to effectively and safely
respond to emergency situations.

The facility has a waming system with a specific alarm signal consisting of a loud homn to
initiate evacuation of all plant areas. he evacuation signal will be a continuous three(3) minute
blast from an air hom readily available on the company's major earthmoving equipment. In
addition to the alamm, the internal telephone system can be used to notify plant personnel as to
the emergency's nature and recommended action plan.

Total pant evacuation is initiated only by the Emergency Coordinator. Primary and altemate
evacuation routes are identified on Figure G-2.

G.8 Required Reports {Section 373-2.4 (g} (10)}

As required by section 373-2.4(g) (10), any emergency event (e.g., fire, explosion, etc) that
required implementing the Contingency plan will be reported in writing within 15 days to the
Commissioner, New York State Department of Environmental Conservation. In addition, any
spill greater than 10 gallons whether occurring inside or outside of the secondary containment
will be reported to the Department. A copy of the reporting form for emergency events is
shown in Figure G-1.

G.9 Amendments to the Contingency Plan {Section 373-2.4{e})}

The Contingency Plan will be revised and immediately amended, if necessary, whenever:
a. The facility permit is revised.
b. The plan fails in an emergency.
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C. The facility changes in its design, construction operation, maintenance, or other
circumstances in a way that materially increases the potential for fires,
explosions, or releases of hazardous waste or hazardous waste constituents, or
changes in the response necessary in an emergency.

The list of emergency coordinators changes.

e. The list of emergency equipment materials changes.

2
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FIGURE G-3 (Page 1 of 2)

Rev. 1; September 1995

EMERGENCY EQUIPMENT
No. ITEM LOCATION DESCRIPTION AND USE
1 SCBA'S (60 min) Safety truck 2 Rescue purposes in IDLH
environments
2 SCBA's (30 min) Throughout fuel To protect personnel from breathing
system (figure G-2) solvent fumes
3 100 Fire Throughout Facility Type ABC (dry) combustible matenial,
Extinguishers (figure G-2) flammable liquid, electrical
4 Fire Hydrant #1 South of Salt kill 100' | For use by fire department for foam
North of R/R track application, etc.
Fire Hydrant #2 South of Salt Kill 400' | For use by fire department for foam
North of R/R track application, etc.
Fire Hydrant #3 South of Salt Kill 600' | For use by fire department for foam
North of R/R track application, etc.
~— 5 Absorbent booms Spill stations (2) by Place across stream to contain and
Gate #2 and absorb spilled materials
unloading area
6 Absorbents Spill stations and LGF | Absorb spilled matenals
unioading area
7 Lightweight clinker Clinker storage pile Place across stream to contain and
absorb spilled materials
Portabte Pump LGF unloading area Transfer spill material into tanks
Clay Soil Over burden storage Construct dikes to contain spilled
area material
10 | Front Loaders 3 Quarry, loading area Construct dams and dikes to contain
spills
12 Shovels (non-spark Spill stations To build dikes to contain spitled
producing) materials, remove contaminated soil
13 First Aid supplies Safety Trailer, Safety | Bandages, compresses, etc
Truck
L v
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heat rise and flame
detectors

buildings, overhead
tunnel, equaiization area

Figure G-3
Page 2 of 2
No. ITEM LOCATION DESCRIPTION & USE
14 Emergency Office phones, Security Used for extemal and intemal plant
Communication gate #1 communication
system including
hom and intemal
hom system
15 Wind socks or stack Used to identify wind direction in
plumes order to determine best evacuation
route
16 Automatic AFFF LGF unloading area and | Used as a fire extinguishing agent
extinguishing system | buildings, overhead
tunnel, equalization area
17 Automated AFFF Facility Control Room Used to inform facility personnel of
alarm system and outside LGF Pipe AFFF fire suppression system
Tunnel activation
18 Standpipe system Outside LGF pipe tunnel | Used for additional fire fighting
(fire hose Escape hatches capability in Pipe Tunnel
19 Fire Dept. Ground Level, LGF Pipe | Used to allow fire department to
connection system tunnel escape hatch hook into pipe tunne! fire
ladders suppression system and supply
additional water for fire
suppression.
20 Oxygen,LEL, rapid LGF unloading area and | Used for detection within the LGF

system
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APPENDIX H

NORLITE SPDES PERMIT
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New York State Department of Environmental Conservation

2176 Guilderland Ave.

Schenectady, N.Y. 12306
we (518)382-0680

(518)382-1065-FAX

Thomas C. Jorling
Commissioner

January 27, 1892

William Vosshell
Director of Compliance
Norlite Corp.

PO Box 694

628 So. Saratoga St.
Cohoes, N.Y. 12047

RE:DEC #4-0103-16/16-0
Norlite Facility
SPDES REN/MOD
Cohoes-C, Albany Co.

Dear Mr. Vosshell,

Please find enclosed the renewed SPDES permit for the Norlite
Facility. ©No comments were received from the public, however, we
have made several minor changes which we recently discussed with
you and other representatives of the company. Specifically:

You are named as the contact for Discharge Monitoring
Reports on page 1.

Temperature and pH limits are being added for Outfall 005 on
page 3.

On page 5 the current hazardous fuel (LGF) concentration
limit for Copper was corrected and the corrected Arsenic and
Chromium limits were added. Language was clarified on the
restriction applying to implementation of the proposed
increased limits and a corrected date put in for the
Fugitive Dust Control Plan.

As a follow-up to our meeting of 1/8/92 we offer the following
responses:

Plans, specifications and an engineering report along with a
Beneficial Use Determination reqguest on the sludge filter
cake will be submitted as per the schedule provided on
1/23/92 in compliance with the SPDES permit deadlires. The
Department's review and approval is anticipated to be
handled as a compliance matter under the permit with the
final approved design incorporated into the permit by
reference unless the final design could cause some
unanticipated impact. I would appreciate it if you could
provide us with a copy of the schematic drawings shown us
and the proposed location of the WWTP so it can be evaluated
now for any potentials in this regard. Information on the



potential for odors, noise or other impacts and its
proximity to residences and any other pertinent site factors
are also needed.

- New York State Wastewater treatment system operator
certification is not reguired for industrial facilities.

. — Norlite will be seeking a Beneficial Use Determination on
the filter cake sludge from the treatment process which will
be submitted at the same time as the plans. Unless and
until the Department approves the BUD request the sludge
will be managed as a hazardous waste.

— ©Norlite will also be seeking a modification of its SPDES
permit related to the limits on Outfall 1 after installation
of the WWTP and PCB testing requirements on Outfall 4. Your
application to modify the PCB testing requirement (which
could be incorporated into your required engineering report
would need to include a proposal for testing the underlying
shale through the taking of boring samples. It would have
to be demonstrated that the samples taken are representative.
of the landfill and that the leachability testing of the )
shale is capable of detecting (if they are present) the low
PCB levels required by the permit.

- The BMP plan will be revised as per Department requirements.

- BAdditional information will be submitted to support your
contention that interim wastewater treatment is not needed
prior to the installation of the permanent WWTP even if the
‘higher metals concentrations in the hazardous waste fuel are
implemented. Added information regarding a mass balance of
metals as well as your proposed and possible interim
treatment and removal of increased precipitated metals is
needed before the Department can perform an in depth review.
We will be having our central office Bureau of Wastewater
Facilities Design involved as well which may result in
additional information needed to resolve this issue. As
discussed, the permit condition §2 provides enough
flexibility for resolution and therefore is being retained.

- Stormwater is already covered in your SPDES permit and the
need for a letter of intent from Albany County Sewer
District is not critical at this juncture as the WWTP will
be designed to meet the SPDES permit discharge limits.

As we discussed briefly on 1/23/92 the WWTP and disposal of its
sludge will also have to be added to the new Eazardous Waste
permit as a regulated hazardcus waste facility/activity. We are
now determining how best to handle this administratively in order
to not add delay to its construction and start-up.



1f you have any further questions please feel free to contact
either Carol Lamb-LaFay ¢of our Division of Water or Myself.

NORLI16.DO1
cc:C.Lamb-LaFay
S.Saraiya

Sihcerely Yours,

[ ol

William J. Clarke
Regional Permit Administrator
Region 4



< (1/89) NEW YORK STATE DEPARTMENT OF ENVIFONMENTAL CONSERVATION
State Poliutant Discharge Efimination System (SPDES)

‘ DISCHARGE PERMIT
—— Special Conditions (Part [}
v' . -
industrial Code: 1422 SPDES Number: NY- 0004880
Discharge Class (CL): 01 DEC Number: 4-0103-16/20-0
Toxic Class (TX): T Effective Date (EDP): 2/1/92
Major Drainage Basin: _13 Expiration Date (ExPD): 2/1/97
Sub Drainage Basin: 01 Mcdification Date(s):
Water Index Number: H-239 Attachment(s): General Conditions (Part II) Date: 11/90
Compact Area:

This SPDES permit is issued in compliance with Title 8 of Article 17 of the Environmental Conservation Law of New
York State and in compliance with the Clean Water Act, as amended, (33 U.S.C. §1251 et.seq.)(hereinafter referred to as “the

Act).

PERMITTEE NAME AND ADDRESS: Attention:  Jay Derman, Executive VP
Name: Norlite Corporatiomn
Street: 628 South Saratoga Street -
City: Cohoes State: NY Zip Code: 12047

is authorized to discharge from the facility described below:

FACILITY NAME AND ADDRESS:

Name: Norlite Corporation
Location (C,T,V): Cohoes (C) County: _Albanv
Facility Address: 628 South Saratoga Street
City: - Cohoes State: NY Zip Code: 12047
NYTM-E: . NYTM-N: 4 .
From Qutfall No. 001 at Latitude: 42° 45°' tav & Longitude: _ 739 40' 20"
into receiving waters known as: Salt Kill Creek Class:
and: (list other Qutfalls, Receiving Waters & Water Classifications)
003 Salt Kill Creek D
004 Salt Kill Creek D
005 Salt Kill Creek D

in accordance with the effluent limitations, monitoring requirements and other conditions sat forth in Specia! Conditions
(Part 1) and General Conditions (Part ) of this permit

DISCHARGE MONITORING REPORT (DMR) MAILING ADDRESS

Mailing Name: Norlite Corporation

Street: 628 South Saratoga Street

City: Cohoes State:  NY Zip Coda: 12047
Responsiole Official or Agent: _William Vosshell Phone: (518) 235-0401

This permit and the authorization to discharge shall expire on midnight of the expiration date shown above and the
permittee shall not discharge after the expiration date unless this permit has been renewed, or extended pursuant to law.
To be authorized to discharge beyond the expiration date. the permittee shall apply for permit renewal not less than 180 days
prinr to the expiration date shown above. -

L iBUTICN: Carol Lamb - Region 4 [Permit Administrator: William Clarke -

R. Hannaford - Room 318 Address: 2176 G
Mark Yykeo - ACHD utilderland Avenue

Schenectad v 12306
DRA S|gnature Date: / I
/29 (g2 |




= SPDES No.:_NY 000 4880

«1/89)
Part1,Page “2 of 10
- EFFLUENT LIMITATIONS AND MONITORING REQUIREMENTS MODIFTICATION DATE:
v.‘ing the period beginning EDP
and lasting until EDP + 5 YEARS

the discharges from the permitted facility shall be limited and monitored by the permittee as specified below:

Minimum
. Monitoring Requirements
Outfall Number & ' Discharge Limitations Measurement Sample
Effluent Parameter Daily Avg. Daily Max, Units Freguency Type

outfall 001 ~ Noen—Contact Coolirg Water, Boiler Blowdcown, Scrubber water from Kiln 21 arnd
Storm Water Tacoon Overflow .

Flcw Meonitor Monitor GED Dailyl Measured

Solids, Total Suspended 25 45 MG/L Daily: Camposite?

pH (Range) (6.0 to 9.0) sU Lailyt Grab

Temperatire NA 90 degF Daily?l Grab

Arsenic, Total 0.05 0.1 MG/L Dailyt Grab

Barium, Total 2.0 4.0 Ma/L Dailyl Grab

Beryllium, Total 1.0 2.0 MG/L Dailyl Grab

Cadmium, Total NA 0.004 MG/L Dailyl Grab

hromium, Total 0.5 1.0 MG/L Dailyl Grab

“chromium, Hexavalent NA 0.016 MG/L Dailyl Greb

Copper, Total NA 0.018 MG/L Dailyt Grab

Iead, Total NA 0.08 MG/L Dailyt Grab

Mercury, Total NA 0.0002  MG/L Dailyl Grab

Nickel, Total N 1.8 MG/L Dailyl Grab

Selenitm, Total 0.05 0.1 MG/L Dailyt Grab

zinc, Total NA 0.3 MG/L Dailyl Grab

FC3 Aroclor 1016 ND ND? 5/Mcnth Grab

BCB Areclor i221 ND NDZ 5/Mcnth Grab

BC3 Aroclor 1232 ND NDZ 5/Month Grab

PCS Areclor 1242 ND ND2 5/Month Grab

PC3 Aroclor 1248 ND ND2 5/Month Grab

PCB Arcelor 1254 ND NDZ 5/Morth Grab

FC3 Arcclor 1260 ND ND? 5/Morth Grab

‘Outfall 003 —= Quarry Water

Ticw Meritor ¥enitor  GPD Dailvt Instantaneous

Sclids, Total Suspended P 43 MET Tailt Co—=csite”

tH (Range) (6.0 to 9.0) Daily* Grab



Ooutfall Number &
‘ffluent Parameter

Discharge Limitations
Daily Ave. Daily Max. Units

SPDES No.:
Part 1, Page __3

NY

000 4880

‘of _10

Meaurement Sample

outfall 004 — Shale Fines Ieachate

Flow
Solids, Total Suspended
P (Range)
Temperature
Arsenic, Total
Barium, Total
Beryllium, Total
Cadmium, Total
Chramium, Total
Chranium, Hexavelent
Copper, Total
Iead, Total
Mercury, Total
Nickel, Total
Selenium, Total
Zine, Total
PCB Aroclor 1016
IECB Aroclor 1221
PCB Arcclor 1232
DCB Aroclor 1242
PCB Aroclor 1248
B Aroclor 1254
-w(B Aroclor 1260

Monitor Monitor

25 45 '
(6.0 to 9.0)

NA S0

Mcnitor Monitor

Monitor Monitor

Monitor Monitor

NA 0.004

N 1.7

NA 0.018

NA 0.018

NA 0.08

NA 0.0002

NA 1.8

Monitor Monitor

NA 0.3

ND NDZ

ND ND?

ND ND2

ND ND?

ND ND?

ND ND2

ND ND?

Outfall 005 — Air Polluticon Comtrol Saline Water

Flow
Temperature

pH

Solids, Total Suspended
Solids, Settleable
Arsenic, Total

Cadmium, Total
Chromium, Total

Monitor Monitor
90
(6.0 to 9.0)
25 45

595555553
i

GFD

deg.

my/1
ml/1

my/1
my/1

o/l

/1
g1
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FOOMROTES

1 = Samples shall be taken each day a discharge ocours.

.2 = Each indivicual Arcclor shall be non-detectable by USEPA Method 608 with

: a MDL of 0.065ppb. Sea‘meCcmle.arwe Criteria for PCB's bheleow.

3 -—Repraentatlve caposite consisting ofam.nmmofthreesampla (cne at the

, middle, and erd of the discharge pericd.

4= The permittee must make applicatien prior to any increase in allowable
metals concentration of the Waste Fuel 0il (1GE) which would ensure
campliance with the effluent limits set forth in this permit,

-

Comliance Criteria for BCB's in SPDES vermits

If one or more of the five samples are fournd to have a ECB concentration at or
above the MDL, the permittes will be in non—mnpl_ance with the permit for the
one month when the samples were taken.

If only one sample out of the five has a concent—aticn greater than or eqgual to
the MDL and less than the Practical Quantitaticn Iimit (BQL = 4 x 2roroved MDL)
the permititee may elect to analyze three additicnal samples collected and

extracted earlier during the same cne momth pericd.

Ifa.lloftheacdltonalthreesanplesarefom‘d o be less than the MDL, the
permittee will be in campliance with the permit for the month.

If one or more of the additicnal three samples are faund to exceed the MDL, the
permittee shall be :n non-campliance with the per=mit for the momth.

-
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£7184)

/.

ition of Daily Average and Daily Maximum

-

Y '
The daily average discharge is the total discharge by weight or in other appropriate units as specified herein, during a
calendar month divided by the number of days in the month that the production or commercial facility was operating.
Where less than daily sampling is required by this permit, the daily average discharge shall be determined by the summa-

tion of all thé measured daily discharges in appropriate units as specified herein divided by the number of days during °

the calendar month when the measurements were made.

The daily maximum discharge means the total discharge by weight or in other appropriate units as specified herein, dhring

any calendar day.

Monitoring Locations
Permittee shall take samples and measurements to meet the manitoring requirements at the location(s) indicated below:

{Show locations of outfalls with sketch or flow diagram as appropriate).

wtFall 005 — Alr Folluticn Control Saline Water

ium, Total 0.40 Me/L Weekly Greb

Ber11ium, Total 0.010 M5/L Weekly
Selenium, Total 0.30 Mz/L Weskly Grab
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h'l’—-n of Daily Average and Daily Mazimum
+ Oageraverage discharge is the total discharge by weight or In other appropriate units as specified herein, during a

endar month divided by the number of days in the month that the production or commercial f'acility was operating.

ere less than daily sampling is required by this permil, the daily average discharge shall be determined by the summa--

1 of all the measured daily discharges in appropriate unils as specified herein divided by the number of days during

calendar month when the measurements were made,

: daily maximum aischarge means the total discharge by weight or in other appropriate units as specified herein, dufing
» calendar day. :

niloring Loczlions
mittee shall take samples and measuremnents lo mest the monitoring requirements at the location(s) indicated below:

ow locations of outfalls with sketch or flow diagram as appropriale).

8 83:11

Q-
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SCHEDULE OF COMPLIANCE

a) The permittes shall comply with the following schedule.

i Action Outfall

Code | Number(s) Compliance Action ' " Due Date
" 001 The permittee shall sutmit an approveble Engineering | EDP + 3 mos
004 Report which provides a final and camprehensive
005, description of the wastewater problem{s) and prwosed

solution(s) including applicable design criteria. The
mg:.neerngeportstJ.mntamthebasm elements as
described in the Bureau of Wastewater Facilities Design's)
Industrial Wastewater Treatment Facilities (see
attached). The wastewater shall be characterized for
Diaxins using USEPA Method 613, in addition to permit
parameters (metals, PCB Individual Arcclors). The
wastewater characterization shall adequately reflect the
spectrum of operating conditions. Consideration should
be given to account for contribution from both kilns
cnce the additional air pollution comtrol system is
installed and low grade fuels are allowed. If the
proposed solution is cther than direct discharge to .
waters of the state, a letter of intent for approval
from the appropriate authority mist be included in the
report for it to be considered approvable.

The permittee shall submit revised Best Management Plan EDP 4+ 3 mcs.
(BMP) which incorporates coments as attached.

b) The permittee shall submit a written notice of compliance or non-compllance with each of the above schedule dates no

later than 14 days following each elapsed date, unless conditions require more immediate notice under terms of the
General Conditlons (PartIl), Section 5. All such compliance or non-compllance notification shail be sent to the locations -
listed under the section of this permit entited RECORDING, REPORTING AND ADDITIONAL MONITOHING ~

T N me i T ——

' asoumsmems -Each notice of non-compliance shall Include the following information: Soe =

1. A short descripticn of the nen-compliance;
2. A description of any sctions taken or prcposed by the permiitee to comply with the elapsed scheculs
requirements without further delay and to limit environmental impact assoclated with the non-compliance;
3. A description or any factors which tend to explain or mitigate the non-compllance; and
4. An estimate of the date the permittee will comply with the elapsed schedule requirement and an assessment
of the probability that the permittes will meet the next scheduled requirement on time.

The permittee shall submit copies of any document required by the above schedule of compliance to NYSDEC Regilonal
Water Engineer at the location listed under the section of this permit entifed RECORDING, REPORTING AND
ADDITIONAL MONITORING REQUIREMENTS, unless atherwise specified in this permit or in writing by the Department.
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SCHEDULE OF COMPLIANCE - ..
a) The permittes shall comply with the following schedule.

on Outfall

wsode | Number(s} | Compliance Action ' - Due Date

001 Sulmit an approveable Work Plan to conduct a Method EDP + 1 mo.

004 Detection Limit (MDL) Study in accordance with 40 CFR
005 136, Apperdix B utilizing the following analytical,
-| methods: '

Parameter _USEFA Method
Cadmium, Total 213.2
Chromium, Hexavalent 220.2
Mercury, Total 245.1 or 245.2
FCBE Arvclor 1026 . 608 T
w 1221 608
n 1232 " - -
" 1242 "
n 1248 "
1® 1254 [H]

The permittee shall submit approvable plans ard EDP + émos.
specificatoens for construction of the wastewater
treatment plant as approved in the Engineering Report

Begin Construction of the wastewater treatwent plart EDP + 8 mos.
Camplete Consixuction of the wastewater treatment plant |[EDP + 20 mos.
Achieve Operaticnal level of the wastewater treatment EDP + 21 mes.

Submit an approvable finalreportcuﬂ.ixﬁngther&:ults EDP + 24 mos.
of the MDL study. ’ - -

b) The permittee shall submit a written netice of compliance or non-compliance with‘each of the above schedule datesno
fater than 14 days following each elapsed date, unless conditions require more immediate notice under terms of the .
"+ T-General CondMtions (Part Il), Section 5. All such compllance o non-compitance notification shall be sent to the focations 5. .-
*"Misted under the ‘section ‘of this permit -entitled RECORDING, REPORTING_-ANG ADDITIONAL : MONITORING _ ...
"REQUIREMENTS. Each notice of fion-compliance shall Include theé following information:-". =+ = STz 2 i 2ee s
1. A short description of the noncomcilance; e T T L.
2. A description of any actlons taken or proposed by the permittes to comply with the elapsed schedule
requirements without further delay and to limit environmental Impact associated with tha non-compliance;
3. A description or any factors which tend to explain or mitigate the non-compilance; and

4, An estimate of the date the permittee will comply with the elapsed schedule requirement and an assessment
of the probability that the permittee will meet the next scheduled requirernent on time. - Co

%) “he permittee shall submit copies of any document required by the above schedule of compllance to_NYSDEC Regional
ster Engineer at the location listed under the section of this permit entiled RECORDING, REPCRTING AND
AUDITIONAL MONITORING REQUIREMENTS, unless otherwise speciiied in this permit or in writing by the Department.
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%ECOHDING, REPORTING AND ADDITIONAL MONITORING REQUIREMENTS L

aper The permittee shall also refer to the General Conditions (Fart Il) of this permit for additional informatlon conceming

monitoring and reporung reqmrements and conditions.

b)

The monitoring information required by this permit shall be summarized, s:gned and retained for a period of three
years' from the date olr the sampling for subsequent inspection by the Department or its designated agent. Also;

[X] (if box is checked) monitoring information required by this permit shall be summarized and reported by

submitting completed and signed Discharge Monitoring Report (DMR) forms foreach _1

period to the locations specified below. Blank forms are available at the Department’s Albany office listed
below: The first reporting period begins on the effective date of this permit and the reports will be due no later

than the 28th day of the month lollowing the end of each reporting period.

Send the original (top sheet) of each DMR page to:

Department of Environmental Conservation

Division of Water
Bureau of Wastewater Facilities Operations

50 Wolf Road
Albany, New York 12233-3506

Phone: {518) 457-3790

Send the first copy (second sheet) of each DMR page to:

Department of Environmental Conservation

3 Regional Water Engineer
2176 Guilderland Avenue

- Schenectady, NY 12306

¢) A monthly "Wastewater Facility Operation Report...
[

d)
General Conditions (Part if).

procedures have been specified in this permit.

- If lhe perm:ttee monltors any pollutant more frequenﬂy than required by this permit, using test procedures a_pproved

Albany County Health Department

Division of Environmental Health

South Ferry & Green Streets
Albany, NY 12201

* (form 92-15-7) shall be submitted (if box is checked) to the
] Regional Water Engineer and/or [ ] County Health Department or Environmental Control Agency listed above.

Noncompliance with the provisions of this permit shall be reported to the Department as prescn‘bed In :he attached

Monltormg must ba conducted accordrng to test proceduras approved under 40 CFF( Part 136. unlesa other tast

.-
under 4C CFR Part 136 cr as specified in this permit, the results of this monitoring shall be induded inthe ™™ ="

calcuiations anag recording on the Discharge Mcnritoring Faperns

g
otherwise specified in this permit

h)

"i.'

Calculations for all limitations which require averaging of measurements shall utlize an arithmetic mean unless

Unless otherwise specified, all information recorded on the Discharge Monitoring Report shall be based upon
“=» measurements and sampling carried out during the most recently completed reporting penod

] 7‘-\ny laboratory test or sample analysis required by this permit for which the State Commlssloner of Health issues
certificates of approvalpursuant to section five hundred two of the Public Heaith Law shall be conducted by a

laboratory which has been issued a certificate of approval. Inquiries regarding laboratory certification should be sent
to the Environmental Laboratory Accreditation Program, New York Health Department Center for Laboratories

and Research Division of Environmental Sciences, The Nelson A. Rockerfeller State Plaza.

Y e L LT

month reporting

-l,'_ -
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/%ECORDING, REPORTING AND ADDITIONAL MONITORING REQUIREMENTS R

w=y The permittee shall alsc refer to the General Conditions (F;art Iy of this permit for additional information conceming

b)

{ ail)

c)

d)

o)

monitoring and reporting requirements and conditions.

fhe monitoring information reqi:ired by this permit shall bs summarized, sijned and retained for a period of three
yearS’frot_'n the date of the sampling for subsequent inspection by the Depament or its designated agent. Also;

[X] (if box Is checked) manitoring information required by this permit shali be summarized and reported by

submitting completed and signed Discharge Monitoring Report (DMR) forms foreach 1
low. Blank forms are avaflable at the Department's Albany office listed

pericd to the locations specified be

mornth reporting

below: The first reporting period begins on the effective date of this permit and the reports will ba due no later
than the 28th day of the month following the end of each reporting period. 7

Send the original {top sheet) of each DMR page to:

Department of Environmental Conservation

Division of Water
Bureau of Wastewater Facilities Operations

50 Wolf Road
Albany, New York 12233-3506

FPhone: (518)457-3790

Send the first copy (second sheet) of each DMR page to:

Department of Environmental Conservation

Regional Water Engineer
2176 Guilderland Avenue

’ Schenectady, NY 12306

Albany County Health Department

Division of Envircnmental Health

South Ferry & Green Streets -
Albany, NY 12201

A monthly "Wastewater Facility Operation Report...” (form 92-15-7) shall be submitted (if box is checked) to the
[ ] Regional Water Engineer and/or [ ] County Health Department or Environmental Control Agency listed above.

Noncompliance with the provisions of this permit shall be reported to the Department as prescribed [n the attached

General Conditions (Part If).

Monitoring must be conductad according to test procedures approved under 40 CFR Part 136, urdess other test

procedures have been specified in this permit

more Irequently than required by this permit, using test p'rocedui'es approved ,-_-

~.If the permittee monitors any pollutant
in this permit, the results of this monitoring shall be included inthe ™~

under 40 CFR Part 126 or as specified

calcuiations and recording on the Cischarge Menitcring Repens.

Calculations for all limitations which require averaging of measurements shall utllize an arithmetic mean uniess

otherwise specified in this permit

. Unless otherwise specified, all information recorded on the Discharge Monitoring Report shall be based upon

measurements and sampling carried out during the most recently completed reporting period.

Any laboratory test or sample anafysis required by this permit for which the State Commisﬁioner of Health issues
certificates of approvalpursuant to section five hundred two of the Public Health Law shall be conducted by a

laboratory which has been issued a certificate of approval. Inquiries regarding laboratory certification should be sent
to the Environmental Laboratory Accreditation Program, New York Heaith Department Center for Laboratories

and Researc

By et 4P M

h, Division of Emvironmental Sciences, The Nelson A. Rockerfeller State Plaza,
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1.

ORDER ON CONSENT R4-1680-94-05

SCHEDULE OF CCMPLIANCE

eration and_Monitoring of Current WWIP

Prior to commencement of the discharge to the Salt Xill and
Mohawk River, Respondent shall configure the current WWTP in
accordance with the schematic diagram in Attachment C.

Upon commencement of discharge to the Salt Kili,
Respondent shall, at all times, properly operate and
maintain all facilities and systems of treatment and
control. Respondent shall not bypass its carbon units.

Respondent shall at all times comply with the effluent
discharge limits, and monitoring reporting requlrements set
forth in Attachment B, :

For the first 23 days of dizcharge to the Salt Kill,
Respondent shall perform the monitoring specified in the
operations report given in Attachment A. The meonitering
data shall be prepared in accordance with Attachment A and
shall be included in the engineering report.

Wwithin 15 days of the execution of the order, Respondent
shall submit for DEC approval, the plans and specifications
for construction ©f the outfall line connecting the existing
WWTP to the stormwater system of the City of Cohoes.

Within 30 days of DEC approval of the pipeline construct.on
plans, Respondent shall commence construction of the outfall
line connecting the existing WWTP to the stormwater system
of the City of Cohoes. Prior to the connection to the
stormwater system of the City of Cohoes, Respondent shall
obtain all necessary approvals and authorizations.

Within 3 months of DEC approval of the pipeline construction
plans, Respondent shall complete construction of the cutfall
line connecting the WWTP to the stormwater gsystem of the
City of Cohces and shall cease all discharges of scrubber
water to the Salt Kill and begin discharging through the
stormwater system to the Mohawk River.



New WWTP

10.

11.

1z2.

Within 60 days of the effective date of the Order,
Respondent shall submit an approvable engineering report
which provides a final and conmprehensive description of the
wastewater problem and proposed scolution including
applicable design criteria. In order to be considered
approvable, the engineering report shall contain the
information detailed in Appendix D. It must be able to
stand alone without reference to prior correspondence. : The
wastewater characterization shall adequataely reflect the
complete spectrum of operating conditions. The ability of
the proposed facility to meet the proposed metal effluent
limits without dilution from the noncontact cooling water
must be demonstrated at the highest concentrations of metals
observed in the scrubber water.

Within 60 days of approval ¢of the engineering report,
Respondent shall submit detailed engineering plans and
specifications.

Within 30 days of approval of the engineering plans,
Respondent shall begin construction ¢f the approved

treatment plant.

Within 150 days of the approval of the plans and
specifications, Respondent shall complete construction cf

the wastewater treatment plant.

Within &6 moenths of completion of the wastewater treatment
plant, Respondent shall develop and submit an operations and
maintenance (0&M) manual. The purpese of an 0 & M Manual is
to give treatment system personnel the proper understanding,
tachnigques and references necessary to efficiently operate
and maintain the facilit. EPA guidance document,
“Considerations for prer ration of Operation and Maintenance
Manuals" should be consulted.



ATTACIMENT A

SAMPLE WOIKSIIEET

SE.
FLOWRATE p H TDSAr & Ba Bz Bs Be Cd Cd Cr,7 Cr,T Cu Cu Pb Pb Hg Hg Hg M M Se Ss In 2Zn Fe Fe TSP SOLDS
DATE INF - NCC INF EFF INF INF EFF INF EFF INF EFF INF EFF NF  EFF INF EFF INF EFF INF *** EFF WF EFF INF EFF INF EFF INF EFF EFF EFF

e N AP e - R

01 Jim-94
2 Jun-99
0~ Jun-s4
04 Jun-94
05-Jun-54
08-Jun-94
a7 Jun-94
08-Jun-94
03-Jun-94
10-Jun-g4
11-Jun-84
12-Jun-84
13Jun-84
14-Jun-94
15-Jim-q
16-Jun-04
17-um-94
18-Jun-84
19-Jun-M
20-Jun-84
2t-Jun-M
22 -1
2&hm-91
24.hn-94
25un-94
26-Jun-94
27-Jun-94
28-Jun-94
24m-M
-Jum-94
Ot Jul-94
HOTES

**¢ Mercury samphe takeon prios to carborn unlls
WNF => NFLUENT TO PLANT (SCHUBBER WATER ONLY)

EFF => EFFLUENT FIROM PLANT - YAKEN AFTER SUFFICIENT TIME HAS ELAPSED AFTER INFLUENT SAMPUNG TO ACCOUNT FOR THE DETENTION TIME IN THE THEATMENT PLANT
NCCW = > NONCONTACT COOLING WATER

o
T Py gl g S M Sy P ST W S P T PR A W e S B N WS P i - S GBS PR At SR AR e R S AT P S S R mp A R R P P PR Aar s e e Al
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ATTACHMENT B
Page 1

EFFLUENT UMITATIONS AND MONITORING REQUIREMENTS

4
)uring tho Period beglning on the effective date of the order
nd lasting untll the wa ment plant achelv tional level,
e discharges listed shall be limited and monitored by the Respondent as specified below: .
Minimum .
Montitoring Regulraments
yutfall Number & Dlscharge Limitations Measurament Sample
Muent Parameter - Daily Avg. Dally Max. Units Frequency Type
on-Contact Cooling Water
Flow Monltor GPM Dally Recorder
Flow 40 GPM 1/Hour Grab
inal Effiuent
Flow Monltor GPM Dally Totallzer
Tota! Suspended Solids 50 mg/! Dally Grab
pH 609 su Dally Grab
Arsenic, Total 0.15 mgy/I Dally Grab
Barium, Total 4.0 mg/| Daily Grab
Jeryllium, Total 2.0 mg/l Daily Grab
—"Cadmium, Total 0.05 mg/! Daily Grab
Chromium, Total 0.2 mg/1 Dally Grab
" Coppar, Total 0.5 mg/! Daily Grab
lron, Total 4 mg/i Dally Geab
Lead. Total 0.6 mg/1 Dally Grab
Mercury, Total 0.05 mg/l Dally Grab
Nickel, Total 1.3 mg/1 Dally Grab
Salenlum, Total 0.1 mg/i Dally Grab
Zinc, Total 0.5 mg/1 Dally Grab
JTES:

These ara modlified efffluent imits for the interim perlod untl the approved treatment system Is opertlonal. Thess
limits are based on the demonstrated performance of the exlsting treatments system and allows for dijution with
noncontact cooling water, The final limits will ba calculated using the design flow used to size the units in the
approved engineeting report. The final limits will not allow credit for the noncontact cooling water contribution
except for zinc and copper.
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. ( |
NOF._ITE EXISTING WWTP SYSTEM FOR DISCHARGE TO SALT KILL CREEK

NONCONTACT COOLING VATER MONITORING LOCATION
20 GPM TRUNNION WTER
6-20 apmM FILTRATE gecchE/Pneasuae RELIEF
&-20 ap -
SCRUBBER | 3
BLOWDOWN JaeT :
MONITORING ti] 18
LOCATIONS I QAL
1500 GAL T-2 EFF. EFF. § 7.4 126 PEIQ
FLOC TANK CLARIFIER GLARIFIER —-N-
j200 GAL 1200 QAL Fi.Ow FLOW
T-5 . CONT METER
VALY E
LEVEL CONTH
QLEAAWELL
3000 GAL |
D~ ) ]
o 180 GAL

b -y fi-F 8OCK
| EACH BLUDRE | 8LUDGE FILTER

POLYMER FEED 8.3 80 FT
8YATEM .

LI BACKWASH
I :

[
£
JWh -
FILTEA PREAS | BACK WABH
10 CUFT S8LUDGE T~8 = v
FiL~ fFEED sLUDAE

— —— |CcAKE HOPPER| TRATE TANK u
soLioa 03 mre | 1300 QAL £

AECYCLE m— EFF. 10 PBIG
TO - T ., - a3 = .
EINBHING PLANT * » FLOORA ~ r=_" . N
auMP g3 aaL” ;

Tiaa

i-o0 0-80 °
AECYCLE 230 -
[ QAL 470 c
QAL X
. . 40-50 P31Q ‘ c
EFFLUENT HOLOING TANK & ¢
26000 GAL ¥ [ | - 1 1
' OUTFALL oo CARBON ADAOABENS '
TO BALY KiLL % U

TREATHMENT PLANT EFFLUEMT MONITORING LOCATION



Attachment B
Page 3

RECORDING, REPORTING AND ADDITIONAL MONITORING REQUIRMENTS

The monitoring information reguired 4in this order shall be
tabulated and reported for each one month pericd to the following

location:

Department of Environmental Conservation
Regicnal Water Engineer
1150 North Westcott Road
Schenectady, NY 12306-2014

The first reporting period begins on the effective date of this
order and the repcrts will be due no later than the 28th day of the
month following the end of esach reporting pericd. The folleowing
certification must accompany the sampling results: :

I certify under penalty of law that I have
perscnally examined and am familiar with the
information submitted herin and based on ny
inquiry of those individuals immediately
responsible for cbtaining the information. I
believe the submitted information is true and
accurate and completa. I am awara that thare
are significant penalties for submitting false
information including the possiblity cof fine
and imprisionment.

This certification nust be signed by the principal executive
officer or authorized agent.



APPENDIX |

PERSONNEL TRAINING
Description of Training Program

Rev. 1, September 1995 192



Ornientation

24-Hour Initial

8-Hour Initial
Supervisory

Emergency Response-
Operations Level

CPR/First Aid

8-Hour Refresher

Rev. 1; September 1995

PERSONNEL TRAINING
Description of Training Program

20-minute video overview of basic plant operations and safety
regulations, Completed first day of employment; usually done
during 24-hour intital training.

24-hour initial classroom and practical instruction covering safety
and regulatory requirements for working within a mining and a
TSD/RCRA facility. This is conducted prior to working without
direct supervision and is a one-time training session.

8-hour classroom and practical instruction to be given after 24-
hour training is completed. This course is designed for
supervisory personnel to ensure compliance with RCRA
operations. This course covers RCRA regulations, compliance,
emergency response, and review of our contingency plan.

8-hour classroom and practical instruction designed to prepare
individuals to properly handle accidental releases of hazardous
materials. A refresher is completed yearly.

9 & 3 hour classroom and practical instruction, respectively.
Covers CPR and first aid for supervisory personnel required to
respond to a medical emergency. CPR is repeated yearly, first
aid is repeated every three years.

8-hour classroom and practical instruction serving as a
"refresher” to 24-hour training. Basic safety procedures are
reviewed in addition to covering any new regulations or
procedures. This is completed on a yearly basis.

3-hour classroom instruction covering proper labeling, handling,

shipping and transporation of hazardous materials. This is also
included in Emergency Response.

163



Table 1-1

Levels of Training for

Hazardous Waste
Personnel
Job Title Orientation 24 Hour 8 Hour Emergency CPR 8 Hour DOT
Initial Initial Response and Refresher
Supervisry First Aid
Director of Y Y Y Y N Y Y
Operations
Receiving Y Y Y Y Y Y Y
Manager
Director of Y Y Y Y Y Y Y
Compliance
Safety Y Y Y Y Y Y
Manager
Compliance Y Y Y Y Y Y
Coord.
Kiln Y Y Y Y Y Y
Super.
Lab Y Y Y Y Y Y Y
Manager
Lab Tech. Y Y N N N Y Y
Receiving Y Y N Y N Y Y
Tech.
Trunnion Y Y N Y N Y Y
Operator
Bumer Y Y N Y N Y Y
Operator
|I&E Tech. Y Y N N N Y N
Q/A Tech. Y Y Y Y Y Y Y
Runner Y N N N N N Y

Rev. 1; September 1995

194
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NORLITE INSPECTION REPORT FORMS

Rev. 1; September 1995 195
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Storm Water Discharge Check Sheet

Nischarge Date
¥ Start Time
End Time

Discharge Location

Reporting Person

Approval to Discharge (Compliance Coordinator or Supervisor Signature)
Note: Discharge Approval Must Ba Obtained Prior To Discharge)

Description of Impounded Water Prior to Discharge

{Describe color, any presence of sheen, turbidity, etc.)
Nota: if sheen Is present notify Supervisor or Compliance for approval to discharge.

;ondition of Remaining Water in Impoundment
lliNote color, presence of sheen, turbidity, etc.)

h('.‘ommerd:s

Compliance Review Date

. FIote: Retum Completed Form to Compliance

96001 XLS (Rev. 1/25/96,4.02 PM) Page 1 of 2



Kim 1 2 Burner Shit A B C D Date

TIME:

LGF gpm

#4 Qil gpm

Gas

Clinker Wi.

Shale Tons per Hour

Backend Temp

Flame Temp

Hood Pressure

Atom. Air psi

Cooler Temp

B.H. Inlet Temp

Heat Exch Temp

Scrub Quench Temp

B.H. DP (in W.C.)

Venturi gpm

Scrubber pH

ID Fan Amps

ID Fan Speed

Barron Fan Amps

Barron Damper

Cooler Speed

Oxygen %

CO continuous

CO HRA

Analyzer #1 or #2

E. Cooler Fan %

W. Cooler Fan %

End Start Total I. D. Fan Damper Position Fixed at 58% Open

)

Shale Feed
Gas Meter




Time Time Reason for LGF Down I?,?mg Time Log
Time Time Reason for Shale Feed Down Time
|




Shift

Trunnion Operator Shift Log

Name:
Kiln1 | Oil Level| Amount | Temp. Kiln 2 | Oil Level | Amount (Temp.
Pier [Trunnion OK Added |(optional) Pier [Trunnion OK Added |{optional)

Discharge| N.E. Discharge| N.E.
Discharge| N.W. Discharge | N.W.
Discharge| S.E. Discharge| S.E.
Discharge| S.W. Discharge| S.W.
Feed N. E. Middle N. E.
Feed N. W. Middle N. W.
Feed 8. E. Middle S. E.
Feed S. W. Middle S. W.

Feed N. E.

Feed N. W.

Feed S. E.

Feed S. W.
Pump & Blower Oil Level Greased?

YIN
OK ADDED | On/Off Kiln 1 Kiln 2

Soda Ash Pump A Bull Gear
Soda Ash Pump B East Bearing
Lime Blower A West Bearing
Lime Blower B ID Fan Bearings

Lime Blower C

Tire Fan Bearingi

Lime Blower D

Barron Fan Bearings

K1 B.H. Blower A

Barron Dust Valve

K1 B.H. Blower B

Soda Ash Bearings

K2 B.H. Blower A

CONVEYORS

K2 B.H. Blower B

Shale Converyor 1

K1 M/C Blower A

Shale Conveyor 2

K1 M/C Blower B

Shale Conveyor 3

K2 M/C Blower A

Kiln 1 Clinker

K2 M/C Blower B

Kiln 2 Clinker

DO NﬁT)GREASE ELECTRIC MOTORS




Shift

Order
Y/N

Trunnion Operator Shift Log

Lime Silo Level

Soda Ash Silo Level

Scrubber

K1 Recycle GPM

City Water Usage

Start

End

Total
Gallons

K2 Recycle GPM

K1 Blowdown GPM

Kiln 1 Scrubber

K2 Blowdown GFPM

Kiln 2 Scurbber

K1 Recycle Pump

Soda Ash Make Up

K2 Recycle Pump

Cooling Water

Housekeeping

oK

Cleaned

MCC Rooms

Scrubber Buiidings

Piers Cleaned

Catwalks Cleaned

#4 Oil Room

K1 Clinker Tunnel

K2 Clinker Tunnel

Shale Silo

Trunnion Room

Comments:

Date

Baghouse

Kiln 1

Kiln 2

Mod. A diff. press.

Mod. B diff. press.

Mad. C diff. press.

Overall diff. press.

Air Pressure

Cleaning (Y/N)

Soda Ash Tank

ON

OFF

North Mixer

Middle Mixer

South Mixer

Soda Ash Concentration

Time %

Compressors

Air Filter

Temp.

Oil Level

K1 QUINCY

K2 QUINCY

K2 Ingersol Rand




Fuel Operator's Daily LGF Inspecticn Report

Inspected by:

Acceptable

ltemn

Yes I No

Status

Acton

Lower Pump Pad

Vahlves

Pumps

Piping and Fittings

Drip Pans

Pump Pressure

Tank 300 In Out

Tank 400 In Out

Tank 500 In Out

Tank 800 In Qut

Concrete Pad

Housekeeping

Fire Exfinguisher

LGF Storage Building

Any Leaks?

Odg Sounds?

nps

ale]

Sumips

Fre Bxingusiners (2)
Upstairs and Downstairs

Housekeeping

Nitrogen Pressure Gauge an

d Nitrogen Pressure Regulators

Nittogen Tank Level

Tonk 100°A In Out

Tank 100 B In Cut

Tank 100 C In Out

Tonk 200 A In Out

Tank 2008 In Qut

Tank 200 C In Qout

Pump Pressure

Tank 100 C In Qut

Tank 200 C In Out

Fuel Farm

Security - Fence - Signs

“'~usekeeping

iing and Fittings

==

Ref: FORMO .XLS
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Date:

Fuel Operator's Daily LGF inspection Report

Inspected by:
Acceptable
[term Yes No Status Action
Hoses
Any Leaks?
Cdd Sounds?

d Nitrogen Pressure Regulators

Nitrogen Pressure Gauge an
Tank 300 In Out

Tank 400 In Qut

Tank 500 In Out

Tank 600 In Out

Container Storage Truck Unloading Area

|

Filters
Gorgtor Not In Use
Hazardous Crums (No. of)
Non-Haz. Drums(No. of)
Sedéure Lids
Proper Aisie Space
Proper Labeling

osion-Leakage
_. dnage-Groundwater
Equalizaton Tanks Not In Use
Any Leaks? Not In Use ~
Cdd Sounds? Not In Use
Pumps Not In Use
Piping Not In Use
Sumps Net In Use
Housekeeping Net In Use
Nitrogen Pressure Gauge and Nitrogen Pressure Regulators
Tank 101 A In Out L Not In Use
Tank 101 B in  _Out Not In Use
Tonk 102 A In Oout __._ Not In Use
Tank 102 B In Out Not in Use
Pump Pressure Not in Use
Tonk 101 A In out - Not In Use
Tonk 10TB In___ Ouf Not In Use
Tank 102 A In Qut Not In Use
Tank 102 B In Cuft Not In Use

Ref: FORM1.XLS
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FUEL FARM SHIFT REPORT

DATE: SHIFT:

OPERATOR:

TIME

. TANK LEVELS
TK 3 (FEET-INCHES}

TK 4 (FEET-INCHES)

TK 5 (FEET-INCHES)

TK 6 (FEET-INCHES)

TK 100A (GAL)

TK 1008 (GAL)

TK 100C (GAL}

TK 200A (GAL)

TK 2008 (GAL)

TK 200C (GAL)

# 1 AUX FUEL - FUEL FARM {GAL)

# 2 AUX FUEL - KILN {GAL)

L!ME FEED RATE KILN 1

LIME FEED BRATE KiLN 2

I KILN FEED TK. NO.
KILN 1

KILN 2

IIl. EMPTIED WATER PANS AND
REMOVED STANDING WATER

V. SWITCHED TANKS TIME FROM

TO

FEEDING KILN(S)?

V. OQTHER TANKS
FIRE DAY TK LEVEL
NITROGEN TK LEVEL -

HEATER DAY TK LEVEL FILLED ?

TIME

COMMENTS: ANY LEAKS, ODD NOISES, HIGH PRESSURES, PROBLEMS, ETC.
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