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I. PROPOSAL: 

 
Pacific Steel Group (PSGM3) is proposing to construct and operate a steel manufacturing facility 
south of Mojave, CA.  The facility is new to the District; therefore, evaluation for best available 
control technology (BACT) and emission Offsets is required in accordance with Section III of 
District Rule 210.1.  The facility is expected to be a major source of emissions of carbon monoxide 
(CO) and particulate matter less than 2.5 microns in aerodynamic diameter (PM2.5); therefore, 
evaluation for compliance with Prevention of Significant Deterioration (PSD) is required, per District 
Rule 210.4.  The facility will also be a source of toxic air contaminants (TAC), and therefore an 
assessment of potential health risk to off-site receptors will be performed.  
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II. APPLICABLE RULES and REGULATIONS: 
 
A. Rule 201 - Permits Required (Amended 05/02/96) 

Any person building, altering, or replacing any equipment, the use of which may cause the 
issuance of air contaminants or the use of which may eliminate or reduce or control the 
issuance of air contaminants, shall first obtain authorization for such construction from the 
APCO.  An Authority to Construct (ATC) shall remain in effect until the permit to operate 
the equipment for which the application was filed is granted, denied, or canceled. 
 

B. Rule 208.2 – Criteria for finding of No Significant Environmental Impact [California 
Environmental Quality Act (CEQA)] (Amended 05/02/96) 
Establishes criteria by which a project under review by EKAPCD can be found to have no 
potential for causing a significant environmental impact, and, thus, be granted a general 
rule exemption pursuant to Section 15061 (b)(3) of the State CEQA Guidelines. 
 

C. Rule 210.1 - New and Modified Stationary Source Review (Amended 05/04/00) 
1)  Provide for pre-construction review of new and modified stationary sources of affected 
pollutants to insure emissions will not interfere with the attainment of ambient air quality 
standards. 
2)  Insure that appropriate new and modified sources of affected pollutants are constructed 
with Best Available Control Technology, and 
3)  Provide for no significant net increase in emissions from new and modified stationary 
sources for all non-attainment pollutants and their precursors. 
 

D. Rule 210.4 – Prevention of Significant Deterioration (Amended 1/12/12, Effective 02/8/13) 
Incorporates by reference federal Prevention of Significant Deterioration requirements from 
Title 40, Code of Federal Regulations, Part 52 §52.21. 
 

E. Rule 401 - Visible Emissions (Amended 11/29/93)  
A person shall not discharge into the atmosphere emissions as dark as or darker than 
Ringelmann 1 or 20% opacity for more than 3 minutes in any one hour.  
 

F. Rule 404.1 - Particulate Matter Concentration (Amended 01/24/07) 
A person shall not discharge particulate matter in excess of 0.1 grains per cubic foot of gas 
at standard condition from any single source operation. 
 

G. Rule 412 – Gasoline Transfer into Stationary Storage Containers, Delivery Vessels, and 
Bulk Plants (Amended 01/13/22) 
Gasoline storage tanks larger than 250 gallons shall be equipped with a permanently 
affixed submerged fill tube terminating no more than six inches from the tank bottom and 
California Air Resources Board "certified" Phase I gasoline vapor recovery hardware which 
will prevent at least 98% by weight of all gasoline vapors displaced during filling of each 
tank from entering the atmosphere shall be utilized. 
 

H. Rule 412.1 – Transfer of Gasoline to Vehicle Fuel Tanks (Amended 01/13/22) 
Gasoline tanks and dispensers shall be equipped with California Air Resources Board 
"certified" Phase II gasoline vapor recovery hardware which will prevent at least 95% by 
weight of the gasoline vapors displaced during refueling of motor vehicles from entering the 
atmosphere. 
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I. Rule 414 – Wastewater Separators (Amended 03/07/96) 
Requires wastewater separators that are not air flotation units and receive effluent 
containing VOC with a Reid Vapor Pressure ≥0.5psi and recover ≥200 gallons/day of VOC 
containing liquid to be equipped with vapor loss control devices. 
 

J. Rule 419 - Nuisance (Adopted 4/18/72 Renumbered 5/89) and California Health and Safety 
Code (CH&SC) §41700 
A person shall not discharge from any source whatsoever such quantities of air 
contaminants or other material which cause injury, detriment, nuisance, or annoyance to 
any considerable number of persons or to the public or which endanger the comfort, 
repose, health or safety of any such persons or the public or which cause or have a natural 
tendency to cause injury or damage to business or property. 
 

K. Rule 422 Subpart JJJJ – Standards of Performance for Stationary Spark Ignition Engines 
(Amended 1/13/22) 
Establishes emission standards for stationary spark ignition internal combust engines.  
Requirements for performance testing,  
 

L. Rule 423 Subpart ZZZZ – National Emission Standards for Hazardous Air Pollutants 
(NESHAP) from Stationary Reciprocating Internal Combustion Engines (Amended 1/13/22)  
Establishes emission and operating limitations for hazardous air pollutants (HAP) emitted 
from stationary reciprocating internal combustion engines (RICE) located at a major and 
area sources of HAP emissions. Requirements to demonstrate initial and continuous 
compliance with limitations are also established. 

 
M. Rule 423 Subpart YYYYY – National Emission Standards for Hazardous Air Pollutants 

(NESHAP) for Area Sources: Electric Arc Furnace Steelmaking Facilities (Amended 
1/13/22)  
Establishes requirements for control of chlorinated plastics, lead, mercury, and free organic 
liquids being fed into EAF and AOD vessels, and to implement control for PM emissions 
from the EAF and/or AOD vessels located at an area source of HAP emissions. 
Requirements for performance testing, monitoring, recordkeeping, and reporting are also 
included. 
 

N. 40 CFR Part 60 Subpart AAb – Standards of Performance for Steel Plants: Electric Arc 
Furnaces and Argon-Oxygen Decarbonization Vessels Constructed After May 16, 2022 
(Amended 02/14/24) 
Establishes standards for particulate matter emissions from Electric Arc Furnaces (EAF), 
argon-oxygen decarburization (AOD) vessels, and dust handling systems constructed after 
May 16, 2022.  Requirements for monitoring of emissions & operations, performance 
testing, recordkeeping, and reporting are also included. 
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III. EQUIPMENT LOCATION & SCHEMATIC: 
 

 
 

Figure 1: General Location of Facility
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III. EQUIPMENT LOCATION & SCHEMATIC (cont.): 
 

 
 

Figure 2: Proposed Facility Layout   
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III. EQUIPMENT LOCATION & SCHEMATIC (cont.): 
 

 
 

Figure 2: Process Flow Diagram  
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III. EQUIPMENT LOCATION & SCHEMATIC (cont.): 
 

 
 

Figure 4: Proximity to Federal Class I Areas 
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IV. EQUIPMENT LISTING: 
 
5024001: 
Scrap and Additive Material Receiving, Handling, & Storage: 
A. Scrap Unloading Bay 
B. Scrap Storage Piles 
C. Supplemental Alloy Storage Area 
D. Storage Silos for Lime, Dolomite, and Carbon 
E. Endless Charging System (ECS), including two mass charging conveyors (50-hp each), two 

preheating conveyors (50-hp each), and eccentric mass connecting car (30-hp) 
F. ECS Tornado® preheating with twelve actuators each driven by a 5-hp motor 
G. ECS Booster Fan driven by 125-hp motor 
 
 
5024002:   
Melting, Refining, Casting, & Rolling Operations: 
A. Scrap Cutting Torches (~0.056 MMBtu/hr max) 
B. Q-EBT Sand Injection System with rotating base gear motor (3-hp) 
C. Electric Arc Furnace with three 10,500 kVA electrodes, oxy-lances, and Direct Evacuation 

control (DEC) System 
D. Ladle Car with two travel drive motors (5-hp each) 
E. Ladle Metallurgy Station with 7,200-kVA electrode 
F. Tundish Dumping Station including capture hood with two 3-hp motors 
G. Cyclone Double Clapet Dust Extractor with 0.7-hp motor 
H. Cyclone Dust Extractor with 5.4-hp motor 
I. Bag Filter Dust Extractor with 4-hp motor 
J. 1st Bag Filter Elevator Dust Extractor with5-hp motor 
K. 2nd Bag Filter Elevator Dust Extractor with 5-hp motor 
L. Dust Stocking Bin Mini Filter with 0.7-hp blower 
M. Dust Stocking Bin Extracting Screw Conveyor with 2-hp motor 
N. Fume Treatment Plant Primary Circuit, including the following equipment: 

i. Urea injection system, reagent for selective non-catalytic reduction system (SNCR), 
including: urea storage tank, urea pump, distribution piping to injection ports at settling 
chamber, and injection control system 

ii. Primary Melt Shop Dust Collector with two 2,150-hp exhaust fans (also serves item Q) 
iii. Wet scrubber with booster fan (422-hp) 

O. Fume Treatment Plant Secondary Circuit with hydrated lime injection system 
P. Activated carbon sorbent injection system 
Q. Secondary Melt Shop Dust Collector  
R. Horizontal Preheater Transfer Car with two 5-hp motors and 2-hp cable ring motor 
S. Auxiliary Transfer Car with two 5-hp motors and 2-hp cable ring motor 
T. Withdrawal and Straightening Unit, including bottom & top extracting rolls and straightening roll 

(7.5-hp each)  
U. Intermediate Roller Table with nine 1-hp rollers, one 1.5-hp roller, and one 1.5-hp pinch roll 
V. Hydraulic Vertical Shear outlet roll driven by one 3-hp motor 
W. Tundish Tilting Hydraulic unit with 20-hp pump 
X. Ladle Slide Gate Hydraulic Unit with two pumps (10-hp each) 
Y. FCC Hydraulic Unit, with two 30-hp pumps and two 2-hp recirculation pumps 
Z. CCM Hydraulic Unit Container 1 with two recirculation pumps (15-hp each) 
AA. CCM Hydraulic Unit Container 2 with five pumps (125-hp) 
BB. Open Circuit Spray System with two Cooling Water Pumps (40-hp each) 
CC. Traveling Weigh Hopper (TWH01) with 0.9-hp travel motor and 4.8-hp electric cylinder 
DD. Caster Spray Vent Stack with steam exhaust fan (60-hp) 
EE. Roller Tabler with Heat-Retaining Hoods, including ten roller drives (3.4-hp each) 



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

9 

FF. Roller Table with Heat-Retaining Hood, including roller drive (1-hp) 
GG. Induction Heating Roller Table with five roller drives (3.4-hp) 
HH. Pinch Roll driven by 84.8-hp motor 
II. Stand ESS 685 H 00-1H driven by 335.1-hp motor 
JJ. Stand ESS 685 V 00-2V driven by 335.1-hp motor 
KK. Stand ESS 685 H 00-3H driven by 335.1-hp motor 
LL. Stand ESS 450 V SF-4V driven by 335.1-hp motor 
MM. Stand ESS 450 H SF-5H driven by 335.1-hp motor 
NN. Stand ESS 450 V SF-6V driven by 469.2-hp motor 
OO. Stand ESS 450 V SF-7H driven by 469.2-hp motor 
PP. Stand ESS 450 V SF-8V driven by 469.2-hp motor 
QQ. Start-Stop Flying Shear CVSB-030-800 driven by 222-hp motor 
RR. Stand DOM 4334 FL - 9H driven by 469.2-hp motor 
SS. Vertical Looper with two 2.3-hp roller drives 
TT. Stand DVM 4334 FL - 10V driven by 469.2-hp motor 
UU. Vertical Looper with two 2.3-hp roller drives 
VV. STAND DOM 4334 FL - 11H driven by 469.2-hp motor 
WW. Vertical Looper with two 2.3-hp roller drives 
XX. STAND DVM 4334 FL - 12V driven by 469.2-hp motor 
YY. Vertical Looper with two 2.3-hp roller drives 
ZZ. STAND DOM 4334 FL - 13H driven by 469.2-hp motor 
AAA. Vertical Looper with two 2.3-hp roller drives 
BBB. STAND DVM 4334 FL - 14V driven by 469.2-hp motor 
CCC. Vertical Looper with two 2.3-hp roller drives 
DDD. STAND DOM 4334 FL - 15H driven by 469.2-hp motor 
EEE. Vertical Looper with two 2.3-hp roller drives 
FFF. STAND DVM 4334 FL - 16V driven by 469.2-hp motor 
GGG. Roller Table with two 2.3-hp roller drives 
HHH. Water Quenching Line QTB with twelve bypass roller drives each driven by a 2.3-hp motor 
III. Pinch Roll at Crop Shear Entry with 69.4-hp motor 
JJJ. Crop Shear driven by 120.6-hp motor 
KKK. Pinch Roll at “Cut to Length” Shear Entry (69.4-hp) 
LLL. “Cut to Length” Shear driven by 160.9-hp motor 
MMM. Pinch Roll at Shear Exit Line#1-LH with 69.4-hp roll drive motor 
NNN. Pinch Roll at Shear Exit Line#2-RH with 69.4-hp roll drive motor 
OOO. Twin Bar Braker Group with two 69.4-hp motors 
PPP. Roller Table driven by twelve roll drives (2.3-hp each) 
QQQ. Pinch Roll at Combined Shear Entry (69.4-hp) 
RRR. Combined Shear CVSM-030-0800 with 315-hp drive motor 
SSS. Combined Shear Inlet/Outlet Equipment with 2.3-hp roller drive 
TTT. Inlet Roller Table with Four 2.3-hp Roller Drive 
UUU. Inlet Roller Table with Three 2.3-hp Roller Drive 
VVV. Inlet Roller Table with Three 2.3-hp Roller Drive 
WWW. Roller Table with Lifting Aprons driven by five 2.3-hp Roll Drives 
XXX. Roller Table with Lifting Aprons driven by twenty 2.3-hp Roll Drives 
YYY. Fast Cooling Bed, including 57-hp drive motor and lining up rollers driven by forty-six 0.5-

hp motors 
ZZZ. Slow Cooling Bed, including 115.6-hp bed drive and lining up rollers driven by twenty-three 

0.8-hp motors 
AAAA. Layer Chain Transfer with two 4.6-hp motors 
BBBB. Lance Group with two 33.9-hp motors 
CCCC. Bundle Run Out Roller Table with twenty-four 2.3-hp motors 
DDDD. Roller Table with ten roller drive motors (2.3-hp each) 
EEEE. Roller Table Drive Section A with ten roller drive motors (2.3-hp each) 
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FFFF. Roller Table Drive Section B with ten roller drive motors (2.3-hp each) 
GGGG. Two Liftable Chain Transfers (one each for Sections A-B & C-D) each driven by 10.8-hp 

chain drive motor 
HHHH. Collecting Chain Transfer Transfers (one each for Sections A-B & C-D) each driven by 

46.2-hp chain drive motor 
IIII. Pinch Roll at Crop Shear Entry with 115.6-hp drive motor 
JJJJ. Crop Shear VR 12 with 115.6-hp shear drive 
KKKK. FFB 4 Stands driven by 2010.7-hp main drive 
LLLL. Pinch Roll along BGV bypass with 115.6-hp drive motor 
MMMM. Pinch Roll at WB#2 Entry with 115.6-hp drive motor 
NNNN. Pinch Roll at WB#3 Entry with 115.6-hp drive motor 
OOOO. Pinch Roll at Shears Group Entry with 115.6-hp drive motor 
PPPP. Crop Shear CVR 025 with 203.5-hp drive motor 
QQQQ. Dividing Shear CVR 025 with 203.5-hp drive motor 
RRRR. Pinch Roll at Shears Group Exit with 115.6-hp drive motor 
SSSS. Pinch Roll at Spoolers Entry with 115.6-hp drive motor 
TTTT. Spooler Line 1A, including Pinch Roll #14 (115.6-hp drive motor), Pinch Roll #15 Line 1A 

(138.7-hp drive motor), Q-VID Fan (0.7-hp motor), Mandrel Cover with 1.5-hp drive, and 
1206.4-hp spooler drive motor 

UUUU. Spooler Line 1B, including Pinch Roll #16 (115.6-hp drive motor), Pinch Roll #17 Line 1A 
(138.7-hp drive motor), Q-VID Fan (0.7-hp motor), and 1206.4-hp spooler drive motor 

VVVV. Roller Table with 3.4-hp drive motor 
WWWW. Weighing Roller Table with 3.4-hp drive motor 
XXXX. Three Roller Tables each with 3.4-hp drive motor and Stopper 
YYYY. Ten Roller Tables each with 3.4-hp drive motor 
ZZZZ. Two Evacuation Roller Tables (Forklift Prelieve) each with 3.4-hp drive motor 
AAAAA. Air/Oil Lubrication Unit for Rolling Area with two pump drives (2-hp each) 
BBBBB. Air/Oil Lubrication Unit for FFB Area with two pump drives (2-hp each) 
CCCCC. Air/Oil Lubrication Unit for Spooler Area with two pump drives (2-hp each) 
DDDDD. Three Booster Pumps (147.5-hp each) serving QTB System 
EEEEE. Two Booster Pumps (20.1-hp each) serving FFB 4S 
FFFFF. Two Sump Pumps (1.3-hp each) for Coil Forming Area 
GGGGG. EBT Walkway with 1-hp motor 
HHHHH. Hydraulic Unit for ECS, EAF, LF, including three hydraulic pumps (100-hp each) and two 

recirculating pumps (15-hp each) 
IIIII. Carbon Capture System with emission bypass option, including fume cooling system, 

fume pressure control system, absorption system for CO2 separation from gas stream 
and CO2 liquification system 

 
 
5024003: 
Slag Yard Operations: 
A. Main Feeder (20-hp motor) 
B. Syntron Feeder (5-hp motor) 
C. Main Slag Conveyor (20-hp) 
D. Slag Screen (25-hp) 
E. Three (3) Slag Product Stacker Conveyors (15-hp each) 
F. Main Metallics Feed Conveyor (20-hp) 
G. Metallics Screen (25-hp) 
H. Three (3) Metallics Product Stacker Conveyors (15-hp each) 
I. Mill Scale Plant Main Feeder (5-hp) 
J. Mill Scale Plant Main Feed Conveyor (10-hp) 
K. Mill Scale Single Deck Screen (25-hp) 
L. Two (2) Mil Scale Stacker Conveyors (10-hp each) 
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M. Main Feed belt – Metal recovery Plant (20-hp motor) 
N. Magnetic Drum - Metal Recovery Plant (7.5-hp motor) 
 
 
5024004: 
Cooling Tower #1 
A. Melt Shop CW Circuit 1 with four pumps (337.8-hp each) and two booster pumps (115.3-hp 

each) 
B. Melt Shop CW Circuit 2 with Two Pumps (29.5-hp each) and three booster pumps (115.3-hp 

each) 
C. Rolling Mill Circuit 1 with three pumps (138.1-hp each) 
D. Secondary Cooling CW Circuit 1 with two pumps (29.5-hp each) 
E. Circuit CW Cooling Tower with four Cells each containing a 100.5-hp fan motor (402.1-hp) 
F. Circuit CW Emergency System Pump (138.1-hp) 
 
 
5024005: 
Cooling Tower #2 
A. Circuit KW Cooling Tower with Two (2) Cells each containing a 29.5-hp fan motor (59-hp) 
B. Melt Shop KW Circuit 1 with two pumps (203.8-hp each) 
C. Rolling Mill CW Circuit 1 with two pumps (246.6-hp each) 
D. Rolling Mill KW Circuit 2 with four pumps (115.3-hp each) 
E. Rolling Mill KW Return Circuit 1 with submersible pump (56.3-hp) 
F. Rolling Mill KW Return Circuit 3 with two submersible pumps (33.5-hp each) 
G. Circuit KW Treatment Bucket with 10.1-hp motor 
H. Three Circuit KW Treatment Pumps (69.7-hp each) 
I. Circuit KW Treatment Oil Skimmer with 0.2-hp motor 
J. Filter Backwashing with main blower (40.2-hp), hood fan blower (0.3-hp), and two pumps (9.4-

hp each) 
K. Drain Pit with mixer (5.4-hp) and two submersible pumps (14.7-hp each) 
 
 
5024006: 
Cooling Tower #3 
A. Cooling Tower with two Cells each containing a 50-hp fan motor (100-hp) 
B. Pumps with TBD quantity and hp ratings (engineering design pending) 
 
 
5024007: 
Cooling Tower #4 
A. Cooling Tower with One cell containing a 15-hp fan motor 
B. Pumps with TBD quantity and hp ratings (engineering design pending) 
 
 
5024008: 
Emergency Firewater Pump driven by 600-bhp propane-fueled internal combustion engine 
 
 
5024009: 
Emergency Cooling Water Pump driven by 200-bhp propane-fueled internal combustion engine 
 
 
5024010: 
Emergency Generator Set driven by 2,682-bhp propane-fueled internal combustion engine 
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5024011: 
Fuel Storage & Dispensing Operation 
A. 500-gallon (Model TBD) regular unleaded gasoline aboveground storage tank (AST) with a 

permanently affixed fill tube termination no more than six inches from bottom of tank and 
provisions for collection of gasoline vapors during filling (ATC No. 5024011) 

B. Standing Loss Control (CARB Executive Order VR-302), including the following CARB certified 
components: 
 Component Manufacturer/Model Number 
1. Pressure Vacuum Relief Valve Husky 5885 or  

Franklin Fueling Systems PV-Zero 
C. Phase I (filling of storage tank) vapor recovery system, including one of the following sets of 

CARB certified components: 
 Component Manufacturer/Model Number 
  Executive Order VR-401 Executive Order VR-402 
1. Emergency Vent OPW 301 Morrison 244O 
2. Drop Tube  OPW 61FT Morrison 419 
3. Overfill Prevention Valve OPW 61fSTOP Morrison 9095 
5. Spill Container OPW 33 or 53 Series Morrison 516 
6. Liquid Fill Adapter OPW 161BAN Morrison 927 
7. Liquid Fill Cap OPW 634B Morrison 735DC 
8. Liquid Coupler OPW 1711D Morrison 928 
9. Vapor Adapter OPW 1611AV or 61VSA Morrison 323 
10. Vapor Cap OPW 1711T Morrison 323C 

D. Model <TBD> gasoline dispenser with one product nozzle; and 
E. Phase II (fueling of vehicle tank) without vapor recovery, including the following CARB certified 

components: 
 Component Manufacturer/Model Number 

1. Nozzle OPW 14E; or 
VST Enviro-Loc; or 
Husky 6025 

2. Dispensing Hose Contitech Futura Low Perm; or 
Parker 7282 Low Perm; or 
VST V58EC; or 
VST V34EC; or 
Husky 6025 

 
 

V. ENGINEERING ANALYSIS: 
 
The proposed facility can be classified as a steel “minimill”. In a minimill, scrap metal is melted and 
refined in an electric arc furnace (EAF) to make steel products. Generally, molten steel is produced 
in an EAF and then tapped from the EAF to a ladle. The molten steel is then usually further refined 
with the addition of alloys. Semi-finished product is then produced using continuous casting or 
ingot casting. Multiple finishing processes may then be used to produce finished steel products.  A 
more thorough description of the steps in the process are described below. 
 
A. Process Description 
 
Scrap & Additive Material Receiving, Handling, & Storage 
Recycled scrap metal will be transported to the facility by truck. Scrap metal to be received will 
include unshredded and shredded scrap, largely from crushed automobiles, and may also include 
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old appliances, machinery, sheet metal, rectangular bundles, and miscellaneous scrap metal. 
Unshredded scrap metal would arrive in a form either suitable for direct use in the steelmaking 
process, or in a larger size that would require cutting by mechanical shears before use in the 
process. In instances where using shears would not be feasible, the scrap would be cut with a 
torch cutter located within the melt shop.  
 
The shredded and unshredded scrap metal will primarily be unloaded from delivery truck and 
stored at the 24,300-square-foot scrap bay. However, market conditions may result in scrap 
inventory overflow, requiring the use of the overflow scrap storage piles. Material in the scrap piles 
would be moved into the scrap bay by front-end loader or other material-handling mobile 
equipment. The applicant has conservatively estimated that up to 50 percent of the scrap metal 
received could be stored in the overflow scrap storage piles.  Once the scrap metal is inside the 
proposed scrap bay, a magnetic crane will load it onto the primary conveyor feed system for 
transport to the EAF. 
 
In addition to the recycled scrap metal, other raw materials are necessary in the steelmaking 
process, including carbon (petroleum coke or biocarbon) and fluxing agents (e.g., lime, dolomite). 
The carbon and fluxing agents will be delivered to the project site by truck and moved into storage 
silos via a pneumatic system. The carbon and fluxing agents are pneumatically transferred from 
these silos to the EAF and ladle metallurgy station (LMS) as needed. Each silo will be equipped 
with a pulse jet–style fabric filter bin vent; exhaust from these dust collectors will be ducted through 
the inlet of the melt shop baghouse. 
 
Alloy aggregates are also used in the EAF and LMS for refining steel metallurgy. Alloys will be 
transported by truck to the project site in aggregate form, and would be unloaded into outdoor 
storage bins. The alloys would then be transferred by front-end loader or forklift to the melt shop 
for use in the EAF or LMS as needed. Alloys used will primarily consist of ferro silicon 75 (FeSi75), 
ferro silicon manganese (FeC5H5MnSi), silicon carbide (SiC), calcium carbide (CaC2), and 
metallurgical carbon alloys; additional alloys, including ferro vanadium (FeV), ferro chrome (FeCr), 
and calcium silicon (CaSi), may also be used as part of the steelmaking process. No fluoride-
containing fluxing agents or alloys are proposed to be used in the process; therefore emissions of 
fluorides are not expected from the process. 
 
Melt Shop 
The melt shop process includes the use of the EAF, LMS, ladle and tundish preheaters, casting 
operations, and refractory repairs. The main emission-control device for the EAF and LMS is the 
fume treatment plant. Emissions from other processes within the melt shop would be released 
through the completely enclosed melt shop/caster roof distribution system (secondary control 
circuit) and captured by the fume treatment plant. The elements of the melt shop process are 
described further below. 
 
Electric Arc Furnace: The steelmaking process begins with the transport of scrap metal to the EAF. 
The EAF is be equipped with both electrodes and oxy-lances. The oxy-lances introduce oxygen 
into the molten steel to increase the speed of the melt, and reducing the consumption of electricity 
and electrode material, thereby increasing the effective capacity of the EAF.  
 
During the first use of the EAF after downtime, scrap metal is loaded using charge buckets, which 
would be transported into position over the EAF using overhead cranes. Once in position, the 
charge bucket would open, allowing scrap to fill the EAF. After the first batch of steel is made, 
scrap for subsequent batches are fed to the EAF using a continuous conveyor called the endless 
charging system (ECS), allowing scrap metal to be fed continuously without requiring workers to 
open the furnace. The section of the ECS closest to the EAF will be enclosed to allow for 
preheating of the scrap metal using off-gases from the EAF.  
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Once the furnace is filled with scrap metal the EAF’s electrodes are lowered and energized. The 
energy from the electrodes is transferred to the scrap metal to raise the temperature to 
approximately 3,000 °F. All off gases from the melt shop processes would be captured via the 
direct evacuation control (DEC) system serving the EAF, the canopy hood above the EAF, and 
melt shop/caster canopy; these capture devices would then vent emissions to the fume treatment 
plant. 
 
During the melting and refining processes that take place in the EAF and the LMS, raw materials 
including fluxing agents, metallurgic coal, bio coke, and oxygen are added to the molten steel to 
achieve the desired product chemistry and properties and promote the formation of slag. Slag is a 
product of steelmaking, produced when the molten steel is separated from impurities in the EAF, 
and is a complex solution of silicates and oxides that solidifies upon cooling. Flux, in metallurgy, is 
any substance introduced in the smelting of ores to promote fluidity and to remove objectionable 
impurities in the form of slag. Limestone and dolomite are commonly used for this purpose in 
smelting iron ores.  
 
Once the desired steel properties are reached in the EAF, the molten steel is poured (i.e., 
“tapped”) into a refractory-lined transport vessel called a ladle. The molten steel then would be 
transferred to the LMS via a ladle car. The slag formed in the EAF would be emptied by tipping the 
EAF to the side and allowing the hot slag to be poured into a pile within the EAF/LMS bay. As the 
slag cools, some limited combustion of residual coke in the slag may occur. The slag would be 
subsequently removed from the pit using a front-end loader, quenched using process water, and 
transported to an outdoor storage pile before being processed on-site. 
 
Ladle Metallurgy Station: The ladles filled with molten steel are transferred from the EAF to the 
LMS via the ladle car. At the LMS, the steel will be subjected to additional heating by electrical 
energy to maintain its molten state. The molten steel is further refined with the injection of fluxing 
agents, carbon, and alloys into the molten steel. Once the molten steel reaches the desired 
temperature and composition (dependent on the physical properties of the desired product), the 
ladle transports the molten steel to a continuous casting machine. Emissions from the LMS would 
be captured by the LMS roof and connected ladle duct. These captured emissions are directed to 
the melt shop baghouse via the LMS canopy hood. The baghouse removes particulate emissions 
by passing the gas stream through porous fabric filters (bags) that trap the particles on the fabric. 
The emissions not captured by the ladle duct would vent to the melt shop and be captured by the 
meltshop canopy hood. 
 
Casting Operations: After reaching the desired temperature of approximately 3,000°F and 
composition in the LMS, the ladle would be transported to a continuous casting machine within the 
caster bay. During casting, steel flows out of the bottom of the ladle via a slide gate into a tundish, 
an intermediate holding vessel acting as a reservoir for molten steel to ensure continuous casting 
while ladles are switched out. Emissions from the process would be released through the caster 
canopy and captured by the fume treatment plant. The applicant has not proposed utilizing fluoride 
containing mold powder; therefore, fluoride emissions are not expected from the continuous 
casting process.  From the tundish, the steel flows into a single mold where the steel is water-
cooled to approximately 2,000°F and formed into a continuous billet. 
 
Ladle and Tundish Preheater: Refractory materials would line the ladles and tundishes, which 
must be dried completely before steel production to avoid damage from the violent reaction that 
occurs when molten steel contacts water. Additionally, the ladles and tundishes must be preheated 
before the transfer of molten steel to prevent heat losses that can lead to product defects. 
Electrical ladle and tundish preheaters and dryers would be installed. The applicant has indicated 
the tundish would use a refractory material that does not require curing. 
 
Refractory Repair: The refractory used in the EAF, ladles, and tundishes is composed of a layer of 
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refractory bricks with manganese and calcium oxide bases. For the EAF, the refractory is changed 
only when re-lining the furnace. For the ladles and tundishes, refractory repairs and replacements 
are required periodically. These repairs involve the use of organic binding agents (binder) to hold 
the refractory bricks in place. Emissions from the binder will be routed to the ladle maintenance 
bay’s canopy. When the refractory is replaced or repaired, spent refractory materials would be 
recycled or disposed of, along with other various wastes generated in the steel production 
process.  
 
Induction Furnace: An induction furnace would be located between the caster and the rolling mill to 
elevate and stabilize temperatures before the steel enters the first stand. 
 
Rolling Mill System 
The rolling mill is a metal-forming process in which metal stock would be passed through one or 
more pairs of rolls to reduce the metal’s thickness and make it uniform. Roll stands, holding pairs 
of rolls, would be grouped together into rolling mills that could quickly process steel into rebar.  
 
Rolling Mill: After continuous casting, the steel would be conveyed through a series of rolling mill 
stands that reduce the steel’s cross-sectional area and create a hot-form, final rolled steel 
reinforcing bar (i.e. rebar). The rolled steel is then sheared to length and cooled on natural 
convection cooling beds.  After cooling the bars are either bundled & stored or fed directly into 
spooler machines that would form the rebar into a spooled shape. As production for a particular 
size of rebar has been completed, the rolling mill stands would be taken to the roll shop, where 
employees would replace worn parts and insert a new set of mill rolls in each stand to be able to 
produce the next size of product. The rolling mill bay would house the following utility systems 
necessary to feed the rolling mill: 

• Electrical and automation with programmable logic controllers. 
• Switchgear and motor control centers. 
• Air oil system pumps and a tank for lubrication of the rolls. 
• Grease unit pumps and tanks for roller bearings. 
• A lube oil system with pumps and tanks for oil in the rolling mill gearboxes. 
• A hydraulic system including hydraulic fluid tank and pump to pressurize hydraulic lines. 
• Air compressors and tanks. 

 
Cooling Beds: The products exiting the rolling mill are water quenched for tempering, which 
improves hardness, strength, & toughness, as well as decreases brittleness in fully hardened steel. 
Steel products are then directed to the cooling beds for time and space to cool in the ambient air. 
 
Spooler: The products exiting the rolling mill, if not directed to the cooling bed, would instead be 
directed to the spooling machines. Two spoolers would form the reinforcing bar into spooled 
packages. 
 
Finishing and Transportation: After the products have cooled, a shear blade would cut the 
products to customer-requested lengths. Automated bundling systems would prepare products for 
movement by overhead crane to storage areas or directly to trucks. 
 
Fabrication Process 
Because all rebar must be cut to length and often bent before it can be placed in a construction 
project, the facility will include an on-site “cut and bend” facility processing up to 245,000-tons-per-
year of product. The on-site location of the project’s fabrication shop eliminates the need to rely on 
an off-site fabrication shop for maintaining an independent inventory, reduces the quantity of scrap 
produced due to rebar length in excess of customer requirements, and ensures that the scrap 
generated from cutting would be recycled. Rebar shearing is not expected to result in air pollutant 
emissions.  
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Fume Treatment Plant 
Emissions captured in the melt shop would be directed to the fume treatment plant and captured 
by the furnace exhaust system. There are several pollution control technologies occurring within 
the fume treatment plant to minimize pollutant discharges to the atmosphere from the melt shop 
processes.  
 
A primary circuit would capture emissions from the EAF and include the following pollution control 
mechanisms: 

• Urea injection with air lancing applied to primary exhaust ducts and chamber before 
primary baghouse using selective non-catalytic reduction (SNCR) to control emissions of 
oxides of nitrogen (NOx). 

• Settling chamber to capture larger particulate matter (PM) through the settling process (i.e. 
gravitational force) 

• A primary baghouse to control PM emissions, including PM with an aerodynamic diameter 
of 10 microns or less (PM10) and PM with an aerodynamic diameter of 2.5 microns or less 
(PM2.5). 

• A wet scrubber to control emissions of oxides of sulfur (SOx) and PM/PM10/PM2.5 (filterable 
and condensable). 

 
Emissions from the LMS captured by canopy hood would be passed through a secondary circuit, 
which would use a hydrated lime injection system for the LMS stream to control SOx. The 
secondary circuit will capture all other emissions from the primary meltshop baghouse.  
 
This emission stream would then combine with the primary circuit and pass through the following 
control mechanisms: 

• An activated carbon injection system to control emissions of mercury and volatile organic 
compounds (VOC). 

• A secondary baghouse to further control PM/PM10/PM2.5 emissions. 
 
Dust collected by the fume treatment plant baghouses would be transferred to a dust silo 
controlled with a bin vent filter. The bin vent filter would be ducted to the inlet of the fume treatment 
plant control system, with dust captured by the filter being stored in enclosed containers to be 
shipped off-site by truck for recycling. 
 
Water Pretreatment 
The project site would also include a 9,000-square-foot water pretreatment building. This building 
will house the equipment that would take the initial source water (initially filling the water treatment 
plant system) and makeup water (replacing water lost through the process) from the Antelope 
Valley–East Kern Water Agency’s water main and would treat the water using an ultrafiltration and 
reverse osmosis process.  
 
Water coming into direct contact with contaminants in the steelmaking process (contact water) 
would be treated on-site. Water that has run through the steelmaking process would flow to a 
settling basin where settleable matter would drop out, and an oil skimmer would remove oils from 
the water in the basin. Water would be pumped to a sand filter for further treatment, then stored in 
a clarified water tank where chemical dosing units would be used to balance the water’s chemistry. 
A cooling tower would be used to reduce the temperature of the system, then collect water in the 
basin before pumping cooled water back to the process. The water treatment in the PSGM3 facility 
is a closed loop system, and emissions are expected to be de minimis. 
 
Cooling water that does not come into contact with contaminants (i.e., noncontact water), would be 
used to control the temperatures of the steelmaking process. This water would be in an enclosed 
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system as it runs through the building. A cooling tower would reduce the temperature of the 
system. Water would then be collected in the basin and would be chemically balanced and 
strained before being pumped back to the process. In addition, a system for post-water treatment 
will be installed. 
 
Carbon Capture System 
The project would install a carbon capture system (CCS) to capture the carbon dioxide (CO2) from 
the combustions that occurs during the steelmaking process in the EAF. As CCS has not been 
demonstrated in practice in the steel industry, the system is designed with a bypass option. 
Therefore, no credit for capture of CO2 is considered for the CCS in the emission calculations for 
GHG emissions.   
 
The CCS process would consist of the following stages: 
• Heat recovery from the EAF’s primary fumes. 
• Dust removal by the fumes filtration system before the CO2 enters the CCS. 
• Cooling of the fumes by the fumes cooling system. 
• Operation of a fume pressure control system to keep the carbon capture operation efficient. 
• Use of a CO2 removal system based on a solvent that is resistant to the presence of oxygen, 

limiting the need for refills and for disposal of residues. 
• Operation of a CO2 liquefaction system, complete with a compression, dehydration, and 

purification unit that would allow the removal of impurities in the product and storage. The 
liquefied CO2 would then be stored for future transportation off-site via truck. 

 
Slag and Mill Scale Handling and Crushing 
Slag, a product of the steelmaking process, is produced when fluxing agents are added to molten 
steel to remove impurities. The function of the slag, composed mainly of lime (calcium oxide 
[CaO]), is to refine the steel from sulfur (desulfurization) and absorb the oxides, formed as a result 
of deoxidation (also known as killing process). Most slag at the facility would be produced in the 
EAF, with a smaller amount formed in the LMS. The EAF slag is emptied into a slag pit below the 
furnace to cool. After the slag is removed from the melt shop, quenched, and stored in an outdoor 
storage pile, the slag would be processed by an on-site slag processing plant. At the slag 
processing plant, large pieces of slag would first be reduced in size by a drop ball crushing 
process. Slag would then be processed through a system consisting of conveyors, hoppers, a jaw 
crusher, and a double-deck screen. In addition to the transportation by the conveyor system, 
loaders would transport slag to the various piles. The processed slag stored in the piles would be 
transported off-site by truck to be sold to consumers, disposed of, or recycled. 
 
Emergency Use Internal Combustion Engines: 
The facility will utilize emergency backup internal combustion engines. The site would include one 
2,682 horsepower(hp) propane emergency generator, one 600 hp propane fire pump, and one 200 
hp propane generator for the cooling water pump. 
 
Combustion of propane fuel results in emissions of PM10 & PM2.5, VOC, carbon monoxide (CO), 
SOx, and NOx.  Emissions of NOx, VOC, & CO shall be based on BACT limits (see Section VI); 
there are not emission factors for propane fueled internal combustion engines in EPA’s AP-42 
Compilation of Emission factors, therefore applicant has proposed emissions of PM10, PM2.5, & 
SOx be calculated using emission factors developed by CARB for their emission data system in 
1991. 
 
Fuel Storage & Dispensing Operation 
The project would have an 8,000-gallon diesel storage tank, a 2,000-gallon diesel storage tank, a 
500-gallon gasoline storage tank, and a 250-gallon gasoline fuel tank. Emissions of criteria air 
pollutants from gasoline and diesel storage & dispensing are expected to consist entirely of VOC, 
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a portion of which are also classified as toxic air contaminants (TAC).  VOC emissions are a result 
of the following operations: filling of the aboveground storage tank (AST), refueling of vehicles at 
dispensers, and evaporation of gasoline in the AST & dispensing equipment.   
 
Emissions from the filling of the AST (Phase I) are the result of vapors in the empty space in the 
tank being displaced with liquid fuels; these emissions are controlled by routing the vapors to the 
gasoline delivery vessel using the Phase I enhanced vapor recovery (EVR) equipment.  Pressure 
driven (aka “breathing”) losses occur as fuels within the AST evaporates during the periods of low 
activity or increase in ambient temperature, resulting in an increase in system pressure that forces 
vapors into the atmosphere. These emissions are typically controlled by using a vent valve that 
prevent gasoline vapors from exiting through vent piping unless the internal tank pressure 
approaches an unsafe threshold, and a “vapor processor” that either captures vapors in a filter or 
destroys vapors using combustion may also be used.  Emissions from filling of vehicle fuel tanks 
(Phase II) occur as a result of vapors within the vehicle fuel tank being displaced during filling, as 
well as spillage of fuels before, during, or after fueling.  These emissions are typically controlled by 
Phase II vapor recovery equipment on the dispenser and/or onboard refueling vapor recovery 
(ORVR) systems on the vehicle being refueled. 
 
VOC emissions from the gasoline storage & dispensing operation shall be based on maximum 
throughput rates and gasoline storage & dispensing emission factors developed by the California 
Air Pollution Control Officer’s Association (CAPCOA) and the California Air Resources Board 
(CARB).  The proposed 250 gasoline tank and two diesel tanks are exempted from permitting 
requirements, pursuant to District Rule 202.II.G; therefore, emissions from these sources will not 
be calculated to determine emission limitations. 
 
 
B. Prevention of Significant Deterioration Requirements 
 
Based on applicant’s proposal, emissions of CO and PM2.5 from the facility would represent a 
significant emissions increase (as defined in 40 CFR §52.21(b)(23)), calculated in accordance with 
40 CFR §52.21. Therefore, the facility would be classified as a major source of these air pollutants, 
and evaluation for compliance with Prevention of Significant Deterioration (PSD) program 
requirements is necessary. 
 
Major sources of air pollutants located in an area designated as attainment or unclassified for the 
pollutant are required to be evaluated for compliance with the requirements of 40 CFR §52.21 prior 
to commencing construction. Subsection (j) requires owner/operator to implement BACT for each 
pollutant with emissions above the significant emission threshold. Subsection (k) requires the 
owner/operator to demonstrate the emissions increase would not cause or contribute to an 
exceedance of the national ambient air quality standards (NAAQS) and the maximum allowable 
increase above the baseline concentration, using an air quality model approved by EPA.  
Subsection (l) specifies the model air quality models to be used in the source impact analysis. 
Subsection (m) requires an analysis of the impact to air quality for each pollutant that would be 
emitted in a significant amount.  Subsection (n) specifies the source information necessary to 
perform the analyses required.  Subsection (o) requires the owner/operator to provide an analysis 
of the impairment to visibility, soils, and vegetation that would occur as a result of the project, as 
well as impacts from additional commercial, industrial, or residential growth associated with the 
project.  Subsection (p) specifies requirements for projects that may impact Federal Class I areas.  
Subsection (q) requires a public noticing & comment period prior to issuance of the PSD permit.  
Subsection (r) specifies the source’s obligation to construct and operate the source in a timely 
manner and in accordance with the conditions of the approval to construct. 
 
Source Information 
The owner or operator of a proposed source or modification is required to submit all information 
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necessary to perform an analysis or make any determination required by the PSD rule.  This 
includes:  

• a description of the location, design capacity, and typical operating schedule of the source 
or modification 

• a detailed schedule for construction of the source or modification; and 
• a detailed description as to what emission controls or reductions of potential emissions are 

planned for the source or modification, estimates of those emissions, and other information 
necessary to determine that BACT would be applied to the source or modification 

 
The owner or operator may also be required to provide the following information upon request of 
the District or EPA: 

• air quality impact of the source or modification; and 
• air quality impacts of any commercial, industrial, residential, and other growth in the area 

the proposed source or modification would affect 
 
PSGM3 included the following analyses with the application: a detailed control technology review 
for source of emissions above the significant emission rate; worst-case emission estimates; source 
impact analysis; additional impacts analysis, and assessment of potential Class I area impacts. 
 
Control Technology Review (40 CFR §52.21(j)) 
A review of control technologies for emissions of CO and PM2.5 were included with the application; 
this is further discussed in Section VI of this evaluation. 
 
Air Quality Models  
Subsection (l) of 40 CFR §52.21 requires the estimates of ambient pollutant concentrations be 
made using a model and input data meeting the requirements of the EPA’s Guideline on Air 
Quality Models (Appendix W to Part 51).  Section 4 of the Guidelines describe appropriate air 
quality models for assessing pollutant concentrations in ambient air, Section 6 provides general 
modeling considerations, Section 8 contains the requirements for model input data, and Section 9 
provides guidance on the regulatory application of air quality models. 
 
Ambient concentrations of PM2.5 and CO were estimated using the AERMOD model, a gaussian 
plume dispersion model approved by EPA for use in PSD applications.  Meteorological data 
preprocessed by the California Air Resources Board (CARB) from the General William J. Fox 
Airport weather station was obtained for years 2017-2021.  Terrain data from the National 
Elevation dataset (NED) was obtained and processed using the latest version of AERMAP to 
determine the elevations of each modeled building, source, and receptor in the modeling domain.  
 
Receptors were modeled as follows: 

• Along the facility fence line, spaced at 25-meter (m) intervals; 
• Grid of 50m x 50m spacing out to 500m from the fenceline 
• Grid of 100m x 100m spacing from 500m to 1 kilometer (km) 
• Grid of 250m x 250m spacing from 1 km to 5 km 
• Grid of 500m x 500m spacing from 5 km to 10 km 
• Grid of 1km x 1km spacing from 10 km to 50 km 

 
Building downwash impacts for nearby receptors were evaluated using algorithms from EPA’s 
Building Profile Input Program – Plume Rise Model Enhancements (BPIP-PRIME) Model. 
 
The proposed dispersion model and input data were found to meet the criteria specified in EPA’s 
Guidelines, and therefore the proposed model is acceptable for assessing the project’s impacts on 
ambient PM2.5 and CO concentrations. 
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Source Impact Analysis (40 CFR §52.21(k)) 
The applicant is required to demonstrate the new facility will not cause or contribute to a violation 
of a national ambient air quality standard (NAAQS) and will also not result in an increase in 
pollutant concentration above the maximum allowable increase above the baseline concentration.   
 
The increase in ambient concentration of each pollutant was estimated using the approved model. 
(see Attachment B of this evaluation for pollutant concentration contours). Comparison to the 
applicable standards are summarized in the following table: 
 

Pollutant 
Averaging 

Period 

Model 
Results 
(µg/m3) 

Significant 
Impact 
Level 
(SIL) 

(µg/m3) 

PSD 
Increment, 

Class II 
Area 

(µg/m3) 

Primary 
NAAQS 
(µg/m3) 

CAAQS 
(µg/m3) 

Monitoring de 
minimis 

Concentration 
(µg/m3)  

CO 1-hour 97.8 2,000 N/A 40,000 23,000  
8-hour 18.5 500 N/A 10,000 10,000 575 

PM2.5 
(Primary) 

24-hour 0.498      
Annual 0.083      

PM2.5 
(Secondary) 

24-hour 0.017      
Annual 0.001      

PM2.5 
(Total) 

24-hour 0.515 1.2 9 35 - N/A 
Annual 0.084 0.13 4 9 12 N/A 

 
The projected increase in ambient concentration of CO and PM2.5 is expected to be less than all 
thresholds of significance; therefore, the proposed facility is not expected to cause or contribute to 
a violation of the NAAQS for either pollutant.  
 
Air Quality Analysis 
Major modifications are typically required to include an analysis of the existing air quality in the 
area the modification would impact; this includes at least one year of pre-construction ambient 
monitoring of the pollutant that would have a significant net emissions increase as a result of the 
modification to determine whether the project increase in ambient concentrations would result in a 
violation of the NAAQS.  Post-construction ambient monitoring may also be required to determine 
the actual effects of the project on air quality in any area.  However, subsection (i)(5) of 40 CFR 
§52.21 allows an exemption from ambient monitoring requirements if the projected increase is less 
than the de minimis amount specified for the pollutant: for CO, this threshold is 575 µg/m3 (8-hour 
avg.); there are no exemptions from post-construction monitoring requirements for PM2.5. 
 
The source impact analysis indicates that the projected increase in ambient air concentration 
would be below the threshold requiring ambient monitoring to be conducted for CO.  While there is 
no exemption for post-project monitoring of PM2.5 (if deemed necessary by the Administrator), the 
increase in PM2.5

 concentrations is expected to be less than the significant impact level for all 
averaging periods, and therefore post-construction monitoring for PM2.5 will not be required. 
 
Additional Impact Analysis 
The owner or operator of the major source or modification is required to provide an analysis of the 
impairment to visibility, soils, and vegetation that would occur as a result of the modification, as 
well as any associated commercial, industrial, residential, and other growth. 
 

Vegetation 
Impacts on vegetation can occur through both acute and prolonged (i.e. chronic) exposure to air 
pollution.  Acute exposure impacts that have been observed include internal visible damage to 
leaf tissues, and impacts from prolonged exposure are associated with a decreased ability to 
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perform physiological processes such as photosynthesis, carbon allocation, and stomatal 
functioning.  USEPA has indicated that ambient air concentrations of criteria pollutants below the 
secondary NAAQS will generally not result in harmful effects, though sensitive vegetation 
species and soil types may experience harmful effects for regulated pollutants without an 
established NAAQS. 
 
The project area is characterized by grasslands and shrub communities in the Mojave Basin and 
Range ecoregion and a warm, dry climate.  Applicant’s analysis of land cover types obtained 
from the Kern County Planning & Natural Resources Department indicated there are no plant 
species officially classified as sensitive natural communities withing the project vicinity, although 
the wester Joshua tree (yucca brevifolia) is listed as a candidate species to be listed as 
threatened and is present in the project area. 
 
Increases in CO emissions have the potential to adversely affect vegetation; increased CO 
exposure has been linked to an overproduction reactive oxygen species (such as hydrogen 
peroxide), which reduces photosynthesis rates.  Given the expected increase in CO emissions 
would not cause or contribute to a violation of the NAAQS for CO, adverse impacts on vegetation 
are not expected. 
 
SO2 exposure can create negative effects in various types of vegetation including trees, shrubs, 
herbaceous plants, and crop plants.  It can directly inhibit photosynthesis, causing water loss 
within the plant cells leading to flecking, bronzing, and necrosis of leaf tissue.  Long term 
exposure to SO2 may also reduce quality and quantity of plant yield.  Given that projected SO2 
emissions are below the significant emissions rate (SER) threshold in the PSD regulation and 
the applicants analysis of increases in ambient SO2 concentrations are below the maximum 
allowable increments, SO2 emissions are not expected to adversely impact vegetation within and 
adjacent to the project area. 
 
Exposure to NOx can result in foliar injury to vegetation in high concentrations, particularly under 
wet soil conditions. Given that projected NOx emissions are below the significant emissions rate 
(SER) threshold in the PSD regulation, the applicant’s analysis indicates the increase in ambient 
NOx concentrations are below the maximum allowable increments, and the dry climate of the 
region, NOx emissions are not expected to adversely impact vegetation within and adjacent to 
the project area. 
 
PM emissions may cause adverse impacts on vegetation within the immediate vicinity, most 
commonly by deposition of particles on the leaf, smothering the surface & preventing 
photosynthesis.  Finer particles may also be absorbed by the plant causing injury to plant 
tissues.  Given that expected increase in PM emissions would not cause or contribute to a 
violation of the NAAQS for PM10 and PM2.5, adverse impacts on vegetation are not expected. 
 
While VOC are not specifically a criteria pollutant with a set NAAQS, they are a contributor to the 
formation of ozone (specifically “ground-level ozone”), when present in the ambient air with NOx 
and sunlight.  Ozone is a criteria pollutant with a set NAAQS, and is typically generated over a 
wide area as a result of photochemical reactions in ambient air.  Plants exposed to ozone can 
experience impacts that include decreased growth and visible injury to leaves. While the project 
is located within an area designated as nonattainment for ozone, emissions of VOC are 
proposed to be less than the District’s emission offset threshold for VOC and the SER.  
Therefore, VOC emissions are not expected to cause or contribute to a significant increase in 
ozone within the vicinity of the project. 
 
Soils 
In general, air pollution can enter the soil via biogeochemical pathways of acidification (for NOX 
and SO2); eutrophication via introduction of nitrogen and sulfur, and direct impacts via deposition 
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of nitrogen and sulfur in particulate matter (USEPA 2018). NOX and SO2 deposition can have 
either positive or negative impacts on soil, depending on soil composition. Where soils are 
nitrogen limited, deposition can stimulate growth; where soils are sensitive, deposition of 
nitrogen and sulfur can cause soil acidification and negatively affect plant growth (USEPA 2018).  
 
NOX emissions from soil are among the natural sources of nitrogen oxides, and in California’s 
agricultural regions, soil-derived NOX actually constitutes a portion of California’s overall NOX 
emissions (CARB 2024b). The impacts of PM deposition on soil depend on the contents of the 
particulates (e.g., the presence of metals or other constituents), as well as soil characteristics 
including pH and moisture content (USEPA 2018). Overall, the project’s anticipated NOX, SO2, 
and PM emission rates and resulting project impacts are not expected to adversely affect soils in 
the project area because the projected emissions are not expected to result in an exceedance of 
the NAAQS. 
 
Soils are known to remove CO from the atmosphere; soils also sequester CO2 in the form of 
decomposing plant matter. Based on a study conducted along a California freeway (Ingersoll et 
al. 1974), soils constantly exposed to high levels of CO have higher CO uptake capabilities. 
However, desert soils have the lowest potential for CO uptake capacity, and CO uptake of 
agricultural soils generally occurs at a lower rate than soil under natural vegetation. The rate of 
CO uptake by the soils in the project area is not expected to be weakened with the CO emitted 
by the project. Further, the project’s anticipated CO emission rates are not expected to adversely 
affect soils in the project area because the projected emissions are not expected to result in an 
exceedance of the NAAQS. 
 
Growth 
Per the Environmental Impact Report (EIR) conducted and approved in accordance with 
California Environmental Quality Act (CEQA) guidelines, the project is not anticipated to result in 
additional commercial, industrial, or residential growth in the area.  

 
Visibility and Deposition  
Class I areas are protected more stringently under the PSD program than under the NAAQS. 
Class I areas include national parks, wilderness areas, and other areas of special national and 
cultural significance. Five Class I areas are within 200 kilometers of the project site.   
 

Class I Area D (km) 
San Gabriel Wilderness 67 
Domelands Wilderness 85 
Cucamonga Wilderness 88 
Sequioa National Forest 150 
Joshua Tree National Park 180 

 
Following the most recent Federal Land Managers’ Air Quality Related Values Work Group (FLAG) 
Workshop procedures (USFS et al. 2010), the screening procedure (ratio of initial cumulative 
annual emissions divided by distance to Class I area, referred to as “Q/D”) was used to determine 
whether the project could screen out of an air quality–related value (AQRV) assessment for 
visibility and deposition with the CALPUFF modeling system.  
 
Following the FLAG screening procedures and using annualized emissions (based on the 
maximum 24-hour emission rates) of NOX, SO2, PM10/PM2.5, and sulfuric acid (H2SO4) mist were 
summed and divided by the distance to the respective Class I area. The applicant has indicated 
that annualized emissions rates calculated in this manner are only for the Q/D analysis and are not 
indicative of proposed annual sitewide emission rates. 
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Class I Area Q* D (km) Q/D 

San Gabriel Wilderness 158.59 67 2.37 
Domelands Wilderness 158.59 85 1.87 
Cucamonga Wilderness 158.59 88 1.80 
Sequioa National Forest 158.59 150 1.06 
Joshua Tree National Park 158.59 180 0.88 

*sum of NOx, SOx, PM, and sulfuric acid mist emissions, ton/yr 
 
In accordance with the FLAG guidance, if the Q/D ratio is less than 10 it is presumed that the 
project would not have an adverse impact, and no AQRV analysis is required. Based on the 
calculated Q/D ratios, projected emissions from the proposed facility would not have an adverse 
impact on Class I areas, and further analysis of AQRV is not required. 
 
Additional Requirements for Sources Impacting Federal Class I Areas 
Proposed major sources whose emissions may impact a Federal Class I area are required to have 
the application and analysis reviewed by the Federal Land Manager (FLM) and the Federal official 
charged with direct responsibility for management of any lands within any such area. 
 
The FLM  was provided with copies of the Class I area impact analysis for concurrence.    Based 
on the information provided in the Q/D analysis, the FLM concurred that the project would not 
adversely impact any Federal Class I areas. 
 
Class I Area Increment Analysis 
CO does not have any PSD Class I increment, however there is a PSD Class I increment for 
PM2.5. The Class I area SIL for 24-hour average and annual average PM2.5 are 0.07 and 0.06 
μg/m3. The nearest Class I area from the project is 67 km, which is beyond the allowable distance 
for AERMOD to be used (50 km). Therefore, the project impacts were estimated using the 
guidance in the recent USEPA memorandum dated April 30, 2024, from Tyler Fox, Group Leader 
to Regional Office Modeling Contacts. A copy of the memorandum is included in Attachment F of 
the application. 
 
The NOX and SO2 emissions are largely emitted from the EAF stack, which is 165 feet (50 m) tall. 
Therefore, the applicant selected an average of the impact data for 10m and 90m tall stacks from 
EPA’s Modeled Emission Rates for Precursors (MERPs) online tool to be representative of the 
stack. Since the nearest Class I area from the PSGM3 site is 67 km., USEPA impact data at 60km 
distance was used as a conservative estimate for the impact determination. The results of the 
analysis are as follows: 
 

Averaging Time/Category Pollutant Value Units 
24-hour    

PM2.5 Impact* NOx 0.0820 µg/m3 
SO2 0.0703 µg/m3 

PSGM3 Project Emissions NOx 22.79 tpy 
SO2 23.12 tpy 

PSGM3 Project Impact 
NOx 0.0037 µg/m3 
SO2 0.0033 µg/m3 
NOx + SO2 0.0070 µg/m3 

PSD Class I SIL  0.07 µg/m3 
Project Impact, % of Class I SIL  9.96 % 
Annual    

PM2.5 Impact* NOx 0.0066 µg/m3 
SO2 0.0049 µg/m3 
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PSGM3 Project Emissions NOx 22.79 tpy 
SO2 23.12 tpy 

PSGM3 Project Impact 
NOx 0.0003 µg/m3 
SO2 0.0002 µg/m3 
NOx + SO2 0.0005 µg/m3 

PSD Class I SIL  0.06 µg/m3 
Project Impact, % of Class I SIL  0.88 % 

*Average of hypothetical source impacts for tall (90m) and short (10m) stacks, determined by applicant using USEPA’s 
Modeled Emission Rates for Precursors (MERPs) View Qlk online tool 
 
Based on these results, the project would not result in adverse impacts to any Class I area. 
 
Class II Area Impact Analysis 
 
In accordance with recommendations from USEPA Region 9 incorporated into the approved 
modeling protocol, the projects emission impacts were compared to USEPA’s screening ambient 
threshold concentrations listed in the 1980 publication “A Screening Procedure for the Impacts of 
Air Pollution Sources on Plants, Soils, and Animals”. The applicant selected as a conservative 
approach for assessing the short-term impacts of NO2 and CO emissions by comparing the 1-hour 
averaging time concentration determined in the air dispersion modeling for NO2 to the 4-hour & 
one-month average NO2 impacts, and comparing the 8-hour averaging time for CO to the weekly 
CO impact.   
 

Pollutant 
Screening  

Concentration  
(µg/m3) 

Max. Modeled  
Concentration  

(µg/m3) 

Modeled  
Averaging  

Time 
SO2 – 1-hour avg. 917 5.42 1-hour 
SO2 – 3-hour avg. 786 2.31 3-hour 
SO2 – annual avg. 18 0.08 Annual 
NO2 – 4-hour avg. 3,760 8.83 1-hour 
NO2 – 1 month avg. 564 8.83 1-hour 
NO2 – annual avg. 94 0.30 Annual 
CO – weekly avg. 1,800,000 16.87 8-hour 

 
Given that the project area is classified as attainment or unclassified for the NAAQS for each of 
these pollutants and applicant modeled emissions are below the screening concentration 
thresholds, the project is not expected to cause adverse impacts on vegetation or soils in Class II 
areas. 
 
Source Obligation 
The owner or operator is required to construct and operate the source in accordance with the 
application submitted and terms listed in the permit approving construction.  Approval to construct 
becomes invalid if construction does not commence within 18 months of receipt of such approval 
or is discontinued for a period of 18 months or more.  An extension may be granted if the owner or 
operator provides sufficient justification that such an extension is justified. 
 
C. Toxic Emissions Health Risk Assessment 
The proposed facility will be a source of toxic air contaminant emissions (TAC), including heavy 
metals and harmful organic gases.  Initially, a “Prioritization Score” is obtained to determine if a 
more refined screening risk assessment will be required.  The prioritization score was based on 
the following information: maximum hourly and annual TAC emission rates proposed by applicant, 
TAC health risk values approved by the California Office of Environmental Health Hazard 
Assessment (OEHHA), and distance to the nearest receptor.  Prioritization scores for the proposed 
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facility are as follows: 
 

Proximity Factors 
(Meters) 

Carcinogenic 
Scores 

Non- 
Carcinogenic 

Scores 

Facility 
Ranking 

0 < R < 100 1.000 4232.74 217.39 High Priority 
100 < R < 250 0.250 1058.18 54.35 High Priority 
250 < R < 500 0.040 169.31 8.70 High Priority 

500< R < 1000 0.011 46.56 2.39 High Priority 
1000< R < 1500 0.003 12.70 0.65 High Priority 
1500< R < 2000 0.001 8.47 0.43 Intermediate Priority 

R ≥ 2000 0.001 4.23 0.22 Intermediate Priority 
 
Based on carcinogenic and non-carcinogenic scores (see Attachment A for more details), TAC 
emissions may present a significant non-carcinogenic health risk to receptors within 1000 meters, 
and carcinogenic health risk to receptors beyond 2000 meters. A review of aerial imagery indicates 
there are off-site receptors within 1000 meters.  Therefore, a more refined health risk assessment 
is required. 
 
Utilizing the Air Dispersion Modeling and Risk Tool (ADMRT) module of the Hotspots Analysis and 
Reporting Program (HARP2) software, a detailed health risk assessment was performed & 
submitted by the applicant.  The plume dispersion model used in the AQIA was also used for the 
HRA, with pollutant emission rates changed to reflect maximum hourly and annual TAC emission 
rates from the facility to estimate the ground level concentration (GLC) for each TAC.  These 
GLC’s are then compared to OEHHA health risk thresholds for each TAC to determine potential 
cancer and non-cancer health risk to off-site receptors. 
 
Based on health risk assessment results (see Attachment A for details), emissions from the facility 
may expose nearby residences to a cancer risk of greater than 1 in one million; no off-site worker 
receptors are expected to be exposed to a potential cancer risk of 1 in one million or greater, and 
no residences are expected to be exposed to a potential cancer risk of 10 in one million or greater.  
The maximum projected Hazard Index (HI) for noncarcinogenic (noncancerous) chronic exposure 
impacts is expected to be less than 0.1 for both residential and worker receptors, and therefore 
this risk type is deemed “low priority” for risk assessment purposes.  The maximum HI for 
noncarcinogenic acute exposure impacts is projected to be 0.47 at the location of the maximum 
exposed individual resident (MEIR) and 0.60 at the location of the maximum exposed individual 
worker (MEIW).  At the point of maximum impact (PMI), the HI for acute risk is 0.91. 
 
The potential risk at the MEIR, maximum exposed individual worker (MEIW), and point of 
maximum impact (PMI), are as follows: 
 
 Location/Address Cancer 

(per million) 
Noncancer, 
chronic (HI) 

Noncancer, 
acute (HI) 

MEIR 1846 Highgate Ave 2.68 0.01 - 
8101 Sierra Highway - - 0.47 

MEIW 929 Sopp Road 0.09 0.01 0.60 
 
 Location Point of Maximum  

Impact (PMI) 
Cancer 34.93662, -118.13670 16.91 
NC, Chronic 34.93662, -118.13670 0.08 
NC Acute 34.93307, -118.14879 0.91 
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Sources that present a potential carcinogenic health risk greater than 1 in one million or a non-
carcinogenic hazard index (HI) greater than 0.2 are required to implement best available control 
technology for toxics (TBACT).  Sources of toxics from the facility are expected to be the melt shop 
operation, internal combustion engines, and fuel dispensing operations. 
 
 
Melt Shop TBACT: 
Toxics from the melt shop operations are largely in the form of PM and VOC. Applicant has 
proposed use of fabric collectors, a wet scrubber, and activated carbon injection for control of 
these pollutants, and the proposed maximum emissions rates are lower than those found at 
comparable steel manufacturing facilities (See Sections VI and VIII for additional information).  
Given that the potential health risk from the facility is less than public notification thresholds, and 
the facility is required to implement control measures for PM and VOC toxics to satisfy federal 
NESHAP requirements, the applicants’ proposal for PM and VOC BACT constitutes TBACT for the 
melt shop operations. 
 
Internal Combustion Engine TBACT: 
TAC from internal combustion engines that combust propane are anticipated to consist entirely of 
VOC. BACT/TBACT evaluation by Sac Metro AQMD for emergency use spark ignition engines 
indicated that BACT for VOC also constitutes TBACT. 
 
Gasoline Dispensing TBACT: 
The applicant is required to implement enhanced vapor recovery (EVR) to control VOC emissions 
under BACT requirements.  Since the District is prohibited by state law from requiring controls 
more stringent than CARB certified EVR equipment, BACT for VOC emissions constitutes TBACT 
for fuel storage & dispensing. 
 
 

VI. BACT DETERMINATION: 
 
BACT is required for all new emission units of PM, SOx, NOx, and VOC in accordance with 
Section III.A of District Rule 210.1. BACT is defined in District Rule 210.1 as the following: 
 

The most stringent emission limitation or control technique of the following:  
1. That achieved in practice for such emissions unit and class of source;  
2. That contained in any State Implementation Plan approved by U.S. EPA for such emissions 

unit category and class of source. A specific limitation or control technique shall not apply if 
the owner or operator of the proposed emissions unit demonstrates to satisfaction of the 
Control Officer such limitation or control technique is not currently achievable; or  

3. Any other emission limitation, control device, alternate basic equipment, or different fuel or 
process found by the Control Officer to be technologically feasible for such class or 
category of source or for a specific source, and cost effective as determined by official 
District policy. 

 
Best Available Control Technology shall not be determined to be less stringent than the 
emission control required by any applicable provision of local, state, or federal, law or 
regulation unless the applicant demonstrates to the Control Officer such limitations are not 
achievable. Application of Best Available Control Technology shall not result in the emission of 
any pollutant exceeding emissions allowed by any applicable New Source Performance 
Standard or National Emission Standard for Hazardous Air Pollutants. 

 
BACT for CO is required for projects resulting in a significant emissions increase (>100 tpy), 
pursuant to the PSD Program requirements.  
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PSGM3’s application included a review of control technologies for PM2.5, CO, and greenhouse gas 
(GHG) emissions to satisfy PSD requirements of 40 CFR §52.21(j); for all other pollutants, a 
review of EPA’s RACT/BACT/LAER Clearinghouse (RBLC) was performed by the applicant.  
 
To assist with determining BACT for each permitted operation at the facility, a review of prior 
District BACT determinations, BACT determinations from other California air districts, and EPA’s 
RBLC was performed by District staff.   
 
 
Scrap & Additive Material Receiving, Handling, & Storage 
 
In a review of the RLBC, the following control technologies were identified by the applicant for the 
control of particulate emissions from storage piles, material handling, and fugitives: 

• Wetting piles. 
• Partial enclosure. 
• Minimization of drop height. 

 
Minimizing drop height and using covered conveyors are both technically feasible control 
technologies for handling all material types.  
 
The applicant has indicated that wetting piles or using chemical dust suppressants is technically 
infeasible for raw scrap piles, fluxing agents, carbon, and alloys; this is because if water were to 
contact molten steel in the EAF, a violent and unsafe reaction would occur. If wetting were used to 
control dust, more energy and combustion would be needed to dry out the material before its entry 
into the EAF. Partial enclosures are feasible in specific cases based on the site layout and travel 
routes.  
 
Applicant has proposed the following as BACT for the raw material handling & storage operations: 
 
Source Control 
Haul roads develop, maintain, and implement a fugitive 

dust control plan 
Scrap Yard Minimizing drop height 
Scrap Building Partial enclosure, minimize drop height 
Alloy Pile Partial enclosure, minimize drop height 
Lime, Dolomite, & 
Carbon Storage, 
Transfer 

Enclosed pneumatic transfer & storage in 
enclosed silos 

Dust loadout Connected to primary melt shop baghouse 
Conveyor Transfer Partial enclosure, minimize drop height 

 
After review of prior District BACT determinations for material unloading & transfer operations 
(primarily aggregates), the following was found to constitute BACT for the raw materials receiving, 
handling, and storage operation: 
 

Pollutant Control Technology 
PM10 • Partial Enclosure - scrap receiving bay 

• Enclosed transfer for lime, dolomite, & carbon 
• Enclosed storage silos for lime, dolomite, & carbon additives, served 

by fabric collectors 
• Partial enclosure storage for alloy storage piles 
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• Visible emissions from truck unloading of scrap and alloy materials 
not to exceed 20% opacity for more than 3 minutes in any one hour 

• Visible emission from transfer points not to exceed 5% opacity for 
more than 3 minutes in any one hour 

• Dust Control Plan for roadways and outdoor handling & storage piles 
 
 
Melt Shop (EAF, LMS, Tundish, Casting, Rolling, Fabrication) 
 
Pollutants Subject to PSD BACT – PM2.5, CO, & Greenhouse Gases 
 
PM Emissions: 
In an EAF steelmaking facility, particulate matter (PM) is generated during the charging of scrap 
metal in the EAF, the melting of scrap via electric arc, and the pouring of the molten metal into the 
ladle, with the majority of emissions generated during the melting of the scrap. Emissions from the 
EAF are vented through the direct evacuation control (DEC) system, which is a system that 
creates and maintains a negative pressure within the shell of the EAF during melting and refining, 
capturing and transporting the emissions from the EAF to downstream control devices (typically 
fabric collectors or scrubbers). 
 
The PM2.5 portion of PM includes both filterable and condensable particulate matter (CPM). In 
regulatory language, the term “PM” normally includes only the filterable particulate and does not 
include CPM. For this evaluation, when referring to PM10 or PM2.5 CPM is included with the 
filterable fractions unless otherwise noted. The CPM portion in PM10 & PM2.5 is highly variable and 
dependent on the type of scrap and other raw material used in the EAF and LMS, and thus PM2.5 
emissions vary widely between facilities. 
 
CPM forms primarily from sulfate compounds (produced by sulfur added to the steel) and 
combustion of volatile organic compounds (VOCs) present in the scrap steel during the melting 
phase. The amount of sulfur and VOC varies significantly because of the various grades of steel 
produced and the amount of grease and oil present in the EAF charge, respectively. 
 
The following technologies were found to be available for the control of PM emissions from  
 

• Centrifugal separator (cyclone) 
• Fabric filter (baghouse) 
• Electrostatic precipitator (ESP) 
• Wet Scrubber 

 
Centrifugal separator (cyclone): Cyclones utilize centrifugal force and inertia to remove large and 
medium-sized particles from a gas stream. The particle-laden stream is introduced into the top of 
the cyclone in a tangential manner, causing it to spiral down a tube. The larger particles are moved 
outward, impact the wall of the cyclone, and then slide down to a dust receiver for collection. When 
the gas stream reaches the bottom of the cyclone, it reverses direction, moving upward in a 
smaller, inner spiral that exits from the top as a cleaned gas stream. Cyclones are considered 
technically feasible for PM control, although control efficiencies are lower than those of other 
particulate control devices. 
 
Fabric Filter (Baghouse): Fabric filters, also known as baghouses, remove particulate by passing 
the gas stream through porous fabric filters (bags) that trap the particles on the fabric. The 
particles collect on the fabric filters and form a porous dust cake layer, which results in a high 
collection efficiency, even for smaller particles. Baghouses are highly energy efficient and provide 
sufficient operational flexibility because of their tolerance of varying gas stream conditions inherent 
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in EAF operations. Baghouses have been employed as BACT particulate control for the vast 
majority of EAFs in existence and are a proven feasible control technology capable of achieving 
greater than 99% control efficiency. 
 
Electrostatic Precipitator: ESPs utilize an electric field to electrically charge the exhaust particles, 
which are then collected on an oppositely charged electric plate, thereby removing the particles 
from the exhaust stream. The collection plates are periodically cleaned by mechanical rapping to 
dislodge the particles, which are collected in a hopper. ESPs could be operated as dry ESP or wet 
ESPs; the difference is that water is injected in wet ESPs to improve charging. Although it is 
technically feasible, ESP performance is affected by the presence of metals, especially iron oxide 
in the EAF/LMS gas stream (if located upstream of other PM control devices), which can affect the 
electrical discharges because of its magnetic properties.. Both dry and wet ESPs are technically 
feasible for control of PM.. 
 
Wet Scrubber: Wet scrubbers remove particulate primarily via the inertial impact of the particles 
with water droplets. While wet scrubbers can have high removal efficiency for consistent, steady-
state streams, the scrubbers require a high-pressure drop (which entails high energy costs) to 
maintain high removal efficiencies. Wet scrubbers can also generate large quantities of 
wastewater stream as blowdown, creating additional treatment & handling costs resulting from the 
wastewater generated. A wet scrubber is considered technically feasible for PM control, as it has 
been utilized for PM control in chemical, aluminum, food & agriculture, and ferroalloy industries. 
 
In comparable facilities listed in the RBLC, the lowest BACT limit found for PM2.5 was 0.15 lb/ton 
of steel and a control device outlet grain loading of 0.0024 gr/dscf.  
 
In addition, the proposed BACT for the EAF, LMS, and melt shop must also satisfy the  
requirements of the NSPS (40 CFR 60 Subpart AAb) and NESHAP (40 CFR Part 63 Subpart 
YYYYY) applicable to the project, as follows: 

• 3 percent opacity at the exit from a control device (secondary baghouse). 
• 0 percent opacity from a melt shop during melting and refining and 6 percent opacity during 

charging. 
• PM emission rate not to exceed 0.16 lb/ton steel (~0.0014 gr/scf at proposed maximum 

exhaust flow) 
• PM exhaust concentration of 0.0052 gr/scf (~0.27 lb/ton steel at proposed maximum 

production) from the control device serving the EAF 
 
The applicant has proposed utilizing a state-of-the-art control system for the melt shop operation, 
including a settling chamber, wet scrubber, and two baghouses in series; these are proposed to 
reduce the PM2.5 emissions to 0.0467 lbs/ton of steel (corresponding to an outlet concentration of 
0.0004-gr/scf), per their vendor specifications.  
 
The applicant has proposed this emission rate as an “alternate equivalent” control technology for 
PM emissions from the melt shop baghouse (EAF and LMS), based on their vendor specifications: 
This proposed emission rate is below the currently established BACT (i.e. not “achieved in 
practice”) for steel facilities, and is approximately 71% lower than what would be required to meet 
NSPS Subpart AAb standards.   
 
Given that wet scrubbers and fabric filters are individually capable of capturing greater than 71% of 
PM2.5 emissions (AP-42 Table B.2.3, EPA Control Technology Fact Sheets EPA-452/F-03-025, 
452/F-03-017, 452/F-03-012, 452/F-03-015), the applicant’s proposal appears feasible.  However, 
it will be necessary for the applicant to demonstrate this emission rate has been achieved during 
initial compliance testing for the facility.  
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CO Emissions: 
Applicant review of CO emission control technologies determined the following are potential 
options for BACT: 

• Direct Evacuation Control (DEC) 
• Catalytic Oxidization 
• Thermal Oxidation 

 
Direct Evacuation Control. DEC utilizes a shell above the EAF to capture emissions at the source; 
DEC is technically feasible and the project’s EAF and LMS have been designed to include both 
oxygen lancing and DEC.  Some oxidation of CO can occur with use of air gap in the DEC. 
 
Catalytic Oxidizers. Catalytic oxidizers employ a catalyst bed through which the exhaust stream is 
vented. CO oxidation occurs at the catalyst bed. However, the catalyst bed would be prone to 
plugging due to the large amounts of particulate in the exhaust stream from the melt shop, thereby 
drastically reducing the surface area available for oxidation reactions and rendering it ineffective in 
a short time. In addition, the typical operating temperature window for catalytic oxidizers is 500–
550 degrees Fahrenheit (°F); Given the large volume of air exhausted from the melt shop into the 
baghouse system, this temperature window would not be available in the process. Therefore, 
catalytic oxidizers are not a technically feasible option for CO control. 
 
Thermal Oxidizers. Thermal oxidizers utilize a high-temperature chamber to combust or oxidize 
pollutants. Thermal oxidizers utilize fossil fuel such as natural gas to ensure combustion of process 
exhaust gases; but in an effort to minimize environmental impacts, the design of the facility does 
not include any supply of natural gas. Other fossil fuels such as diesel oil are not practical for the 
operation of a thermal oxidizer for this facility. 
 
Thermal oxidizers also generate NOx emissions as a result of the high temperatures involved (i.e. 
formation of thermal NOx), creating an additional emissions impact from the fuel combustion 
necessary to maintain the high temperatures needed for proper operation. Additionally, thermal 
oxidizers are unlikely to provide a substantial reduction in CO emissions beyond those already 
achieved by the air gap in the DEC, which provides for oxidation given the high temperature of the 
EAF exhaust. Therefore, thermal oxidizers are not a technically feasible option for CO control. 
 
Applicant’s vendor has provided specification for CO emissions of 1.819 pounds per ton (lb/ton) of 
steel produced for the EAF/LMS operation, achieved with state-of-the-art pollution control design. 
This specification is lower than the currently achieved BACT  for similar facilities listed in the RBLC 
(1.98 lb/ton, NUCOR Brandenburg); however, this EAF utilizes oxy-fuel burners that contribute 
additional CO emissions to the operation that will not be present at the Mojave facility, and the 
appears in line with the emission factor listed in Chapter 12.5.1 (Steel Minimills) of EPA’s AP-42 
“Compilation of Emission Factors” of 1.8 lb/ton (B rating). 
 
Therefore, the applicant’s proposed use of DEC to capture CO emissions from the EAF and an 
emission rate of 1.819 lb/ton of steel produced appears technologically feasible to implement as 
BACT for CO emissions. 
 
 
Greenhouse Gases 
As the hot waste gases leave the EAF, combustion air is typically introduced to the ductwork to 
convert the CO to CO2, because CO is a regulated criteria pollutant. This practice, called post-
combustion, is widely used throughout the industry as the best technology for CO control. 
Emissions of CO2 are also generated from the use of oxy-lances in the EAF. These oxy-lances 
introduce oxygen into the molten steel, which oxidizes the CO and VOC gases in the EAF and 
forms CO2. These oxy-lances increase the effective capacity of the EAF by increasing the speed 
of the melt and reducing the consumption of electricity and electrode material, which reduces 
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energy-related GHG emissions. Oxy-lances also increase heat transfer while reducing heat losses 
and reduce tap-to-tap time. 
 
Operational and Design Measures. There are several operational and design measures that, if 
implemented, could reduce overall energy requirements in the EAF steelmaking process. By 
reducing the energy requirements of the EAF, the following measures would indirectly reduce 
GHG emissions: 
• Improved Process Control (Neural Network)—This measure involves the use of a modem 

control and monitoring system that integrates real-time monitoring of the process variables 
(e.g., steel bath temperature and carbon levels) with real-time control systems for carbon 
injection and lance oxygen practice. 

• Adjustable-Speed Drives—As the rates of flue gas flow from the EAF/LMS vary during its 
operation, there are opportunities to adapt the speed of the dust collection fans by using 
adjustable speed drives matching the demand of air flow rates. While adjusting the speed of 
the dust collection fans might slightly reduce the total amount of dust collected, the energy 
savings from operating the fans at lower speeds can be substantial. This is because the power 
consumption of a fan is typically proportional to the cube of its speed, meaning that even small 
reductions in speed can result in significant energy savings. 

• Monitoring and Control of Adjustable-Speed Drives— Monitoring the flue gas from EAF and 
controlling the flue gas fans using ASDs can reduce energy usage, which in turn reduces the 
losses in the flue gas. ASD control systems can help maintain the proper environment inside 
the EAF that result from variability in the scrap and from energy fluctuations. 

• Transformer Efficiency–Ultra-High-Power Transformers—Ultra-high-power transformers help to 
reduce energy loss and increase productivity through modem design. 

• Bottom Stirring/Stirring Gas Injection—Bottom stirring is accomplished by injecting an inert gas 
into the bottom of the ladle to increase the heat transfer and mixing in a melt. 

• Foamy Slag Practice—Foamy slag covers the arc and melt surface to reduce radiant heat 
losses. Foamy slag can be obtained by injecting carbonaceous material and oxygen or by 
lancing of oxygen only. Slag foaming increases the electric power efficiency by at least 20 
percent in spite of a higher arc voltage. The use of the foamy slag process may also increase 
productivity through reduced tap-to-tap times. 

• Post-combustion of the Flue Gases—Post-combustion is a process for utilizing the chemical 
energy in the CO and hydrogen evolving from the steel bath to heat the steel in the EAF ladle 
or to preheat scrap. Post-combustion helps to optimize the benefits of oxygen and carbon 
injection. 

• Direct Current (DC) Arc Furnace—The DC arc furnace technology replaces the normal three 
electrodes (one for each phase) with one large electrode that uses DC instead of alternating 
current (AC) for heating the scrap in the EAF. Based on the distinctive feature of using the heat 
and magnetic force generated by the current in melting, this arc furnace achieves an energy 
saving of approximately 5 percent in terms of power unit consumption in comparison to the 
three-phase AC arc furnace. 

• Scrap Preheating Using the ECS Process—Preheating the scrap reduces power consumption 
to the EAF by using the waste heat of the EAF as the energy source for the preheating 
operation. The ECS process consists of a conveyance system that transports the scrap 
through a tunnel to the EAF. In addition to energy savings, the ECS process can increase 
productivity by 33 percent, decrease electrode consumption by 40 percent, and reduce dust 
emissions. 

• Micro Mill with No Reheat Furnace—The design of the project facility incorporates the use of a 
rolling mill that would roll the steel billet to the final dimensions immediately after the casting 
process, thus eliminating the need for a reheat furnace typically found at a steel mill that would 
use scrap as the feedstock. This would eliminate a significant source of GHG emissions. 

• Engineered Refractories—Refractories in the EAF must withstand extreme temperatures, 
oxidation, thermal shock, erosion, and corrosion. These conditions generally lead to 
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undesirable wear on refractories. Through the use of controlled microstructure of the 
refractories, these factors can be controlled, resulting in the reduction in ladle leakages and 
slag formation during transfer operations. 

• Airtight Operation— During an EAF’s heat cycle, large quantities of ambient-temperature air 
enter the EAF. The air’s nitrogen and non-reacted oxygen are heated in the furnace and exit 
with the fumes at high temperature (around 1,800°F), resulting in significant thermal losses. Of 
the associated cost savings attributable to this operation, 80 percent can be attributed to the 
reduction in the heat losses from the flue gases and 20 percent can be attributed to the 
reduced thermal losses from reduced tap-to-tap time. This technology cannot be utilized 100 
percent of the time, given the requirement to monitor the material in the EAF during the scrap 
charging process and the need to balance this requirement against the requirement to control 
emissions. It is typically necessary to find a balance between air tightness, scrap density, and 
access to the furnace for sampling the metal. 

• Monitoring and Control of Variable-Speed Drives (VSDs)-The use of VSDs can reduce energy 
usage of the flue gas fans, which in turn reduces the losses in the flue gas. VSD control 
systems can help predict problems in the EAF that result from variability in the scrap and from 
energy fluctuations. 

• Eccentric bottom tapping- Eccentric bottom tapping leads to slag-free tapping, shorter tap-to-
tap times, reduced refractory and electrode consumption, and improved ladle life. 

• Energy Monitoring and Management System- The Energy Monitoring and Management 
System plays a crucial role in tracking, analyzing, and optimizing energy usage within the 
facility. By incorporating adjustments to account for peak demand periods, the system helps to 
minimize costs, enhance efficiency, and ensure reliable operation, ultimately contributing to 
sustainable energy management practices. 

• Zero Natural Gas Usage in the Steelmaking Process—Most steel micro mills use natural gas to 
supply additional heat energy during the steelmaking process and to pre-heat equipment such 
as ladles and tundishes. The project would operate as an all-electric micro mill and would not 
use natural gas. 

 
In addition to the technologies discussed above, it is appropriate to consider add-on technologies 
such as Carbon Capture and Sequestration System (CCS) as possible way to capture GHG 
emissions emitted from the proposed Mojave Micro Mill and to prevent them from entering the 
atmosphere. These emerging technologies generally consist of processes that separate CO2 from 
combustion process flue gas, then compress, transport, and finally inject it into geologic formations 
such as oil and gas reservoirs, unmineable coal seams, and underground saline formations. Of the 
emerging CO2 capture technologies identified, only amine absorption is currently commercially 
used for state-of-the art CO2 separation processes. Amine absorption has been applied to 
processes in the petroleum refining and natural gas processing industries and for exhausts from 
gas-fired industrial boilers. Other potential absorption and membrane technologies are currently 
considered developmental.  
 
If CO2 capture can be achieved at a steel production facility, the captured CO2 must be dealt with. 
One option is for it to be routed via pipeline to a geologic formation capable of long-term storage. 
The long-term storage potential for a formation is a function of the volumetric capacity of a 
geologic formation and CO2 trapping mechanisms within the formation, including dissolution in 
brine, reactions with minerals to form solid carbonates, and/or adsorption in porous rock. The 
DOE-NETL is currently studying the geologic formations that could potentially serve as CO2 
storage sites. Potential types of reservoirs are being discovered but these areas may contain fluids 
that may include natural gas, oil, or saline water, any of which may affect CO2 storage differently. 
Another option is to store liquefied CO2 in storage tanks onsite and sell it to prospective customers 
rather than injecting it into a pipeline. 
 
The following options for GHG BACT were found to not be feasible by the applicant: 
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DC Arc Furnace—As per “The AIST 2015 Electric Arc Furnace Roundup,” the typical DC electrode 
technology is utilized on larger EAFs with capacity of at least 100 tons. This same reference notes 
that there are several steelmaking facilities that utilize three-phase electrodes on smaller EAFs 
(less than 100 tons) that can achieve similar efficiencies to the DC electrode technology. Because 
the EAF at the proposed Mojave Micro Mill would be less than 100 tons, the three-phase electrode 
design is indicated, thus rendering the DC electrode technology not applicable. 
 
Carbon Capture System, or CCS—CCS has not been implemented in any EAF at this time; 
therefore, it is not yet achieved in practice. In addition, further studies are needed to ensure the 
continuous safe disposal of captured CO2 at the project facility’s location. An option to be 
investigated for the project is to store liquefied CO2 in storage tanks on-site and sell it to 
prospective customers rather than injecting it into a pipeline. 
 
Applicant has proposed the following as BACT for GHG emissions: 

• Improved process control network (neural network) 
• Adjustable-speed drives 
• Ultra-high-power transformers 
• Bottom stirring/stirring gas injection 
• Foamy slag practice 
• Post-combustion of the flue gases 
• Scrap preheating using the ECS process 
• No reheat furnace 
• Engineered refractories 
• Airtight operation where possible, given process restraints 
• Variable-speed drives 
• Eccentric bottom tapping 
• Energy monitoring and management system 
• Zero natural gas usage in the steelmaking process 
• Emission rate of 438 lb CO2e per ton steel; 100,092 ton/yr CO2e 

 
The applicant will also be utilizing the carbon capture system for control of GHG emissions.  The 
system is designed with a bypass option to allow the facility to operate without use of the CCS; 
therefore, a control effectiveness cannot be claimed, and the CCS system cannot be treated as 
BACT for GHG. 
 

 
 
 
 
 
 
 

Remainder of page intentionally left blank 
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Emissions Subject to New Source Review (NSR) BACT – PM10, SOx, NOx, & VOC 
For PM10, SOx, NOx, & VOC emissions from the melt shop operations, the applicant found the 
following BACT determinations in the RBLC: 
 

 
 
PM10 Emissions 
 
Controls for PM2.5 emissions are also applicable to PM10 emissions; therefore, the control 
technologies evaluated for PM2.5 emissions from the melt shop are also valid for PM10.   
 
Based what has been found as “achieved in practice” and applicable NSPS & NESHAP standards, 
BACT would be required to not be less stringent than the following (lb/hr & ton/yr based on 
applicant proposed steel production): 
 
 lb/ton steel lb/hr  ton/yr gr/scf  

(@ 677,000 scfm) 
NSPS 0.16 8.33 36.48 0.0013 
RBLC 0.15 7.81 34.20 0.0014 

 
 gr/scf lb/hr  ton/yr lb/ton steel  

(@ 52 ton/hr) 
RBLC 0.0024 13.93 61.00 0.27 
NESHAP 0.0052 30.17 132.17 0.58 

 
Per District Rule 210.1, stationary sources with a potential to emit PM10 in excess of 15 tons/yr 
are required to provide emission offsets prior to approval.   
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The applicant’s proposed PM10 emissions of 0.0467 lb/ton steel corresponds to annual PM10 
emissions of 10.65 ton/yr (see Section VIII) from the melt shop baghouse, which would be less 
than the offset threshold of 15 ton/yr. 
 
 
SOx Emissions 
The emissions of SO2 generated in the EAF and LMS are primarily dictated by the use of charge 
carbon or inject carbon with a small influence of the sulfur that is present in the melted scrap.   
 
Review of California air district BACT determinations did not reveal any determinations for SOx 
emissions from steelmaking facilities.  Controls for SOx emissions found in the RBLC include 
scrap management plan/program, natural gas fuel in ladle & tundish preheaters, and good 
combustion & operating practices. 
 
There are no NSPS or NESHAP standards for SOx emissions for melt shop operations; therefore, 
BACT would be required to not be less stringent than what has been found to be achieved from a 
comparable facility: 
 
 lb/ton lb/hr ton/yr 
RBLC 0.16 8.33 36.48 

 
Per District Rule 210.1, stationary sources with a potential to emit SOx in excess of 27 tons/yr are 
required to provide emission offsets prior to approval.   
 
Applicant has proposed use of the following control technologies for SOx emissions, with emission 
rate based on specifications from their vendor: 
 

• Scrap management plan;  
• No gas combustion for preheating, electrical heating used; 
• Wet scrubber in primary circuit (serving EAF) of fume treatment plant providing a 70% SOx 

reduction from the EAF; 
• Lime injection (i.e. dry sorbent injection) in secondary circuit (serving LMS and other shop 

operations) of fume treatment plant providing 30% SOx reduction 
• Pre-control emission rate of 0.150 lb/ton steel from EAF and 0.080 lb/ton steel from the 

LMS (0.23 lb/ton steel combined); post control emission rate of 0.101 lb/ton steel from the 
melt shop dust collector stack 

 
Lime injection & wet scrubbers were not found to be an “achieved in practice” BACT for control of 
SOx emissions from steelmaking facilities in the RBLC. These controls have been successfully 
implemented for utility & industrial boilers, waste incinerators, metal smelters, cement kilns, and 
glass furnaces, and have achieved SO2 control efficiencies of 50% to 80% for dry scrubbers and 
80% to 99% for wet scrubbers.  
 
Applicant has proposed the use of the wet scrubber and lime injection as an “equivalent 
technology” for control of SOx that has been demonstrated in other industries to be as or more 
effective than established BACT for steel facilities. 
 
Wet scrubbers function by introducing an alkali scrubbing liquid or reagent into the gas stream, 
which absorbs SO2 molecules in the stream & produces neutral salts.  Wet scrubbers typically 
come in one of three forms: 
 
• Impingement-Plate/Tray-Tower Scrubber: An impingement-plate scrubber promotes contact 
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between the flue gas and a sorbent slurry in a vertical column with transversely mounted 
perforated trays. Absorption of SO2 is accomplished by countercurrent contact between the 
flue gas and reagent slurry. 

 
• Packed-Bed/Packed-Tower Wet Scrubber: Scrubbing liquid (e.g., NaOH), which is introduced 

above layers of variously shaped packing material, flows concurrently against the flue gas 
stream. The acid gases are absorbed into the scrubbing solution and react with alkaline 
compounds to produce neutral salts. 

 
• Spray-Chamber/Spray-Tower Wet Scrubber: Spray tower scrubbers introduce a reagent slurry 

as atomized droplets through an array of spray nozzles within the scrubbing chamber. The 
waste gas enters the bottom of the column and travels upward in a countercurrent flow. 
Absorption of SO2 is accomplished by the contact between the gas and reagent slurry, which 
results in the formation of neutral salts. 

 
Lime (a material consisting of calcium oxides and hydroxides) can react with SO2 to form calcium 
sulfite (CaSO3) and calcium sulfate (CaSO4), which are particulates that can be captured by PM 
control devices in the fume treatment plant.  Lime injection functions by introducing an alkali agent 
as an aqueous slurry (for wet systems) or is pneumatically injected as a powder in the waste gas 
ductwork (for dry systems). Absorption of SO2 is accomplished by the contact between the gas 
and reagent slurry or powder.   
 
Wet scrubbers used for SOx control generate wastewater streams as well as sludge that must be 
treated, creating additional operational costs. 
 
Applicants’ proposal was found to exceed BACT for SOx emissions from melt shop operations.  
Therefore, BACT has been satisfied for SOx emissions from the melt shop operation, but 
verification that proposed emissions have been achieved will be required during initial compliance 
testing. 
 
 
NOx Emissions: 
Review of California air district BACT determinations did not reveal any determinations for NOx 
emissions from steelmaking facilities.  Identified controls in the RBLC for NOx emissions from 
steelmaking facilities include oxy-fuel burners (combusting oxygen with natural gas instead of air) 
for the EAF and low NOx burners for furnaces. The lowest emission rate identified was 0.15 lb/ton 
steel (Gerdau Ameristeel, Cartersville GA)  
 
Based what has been found as “achieved in practice”, BACT would be required to not be less 
stringent than the following: 
 
 lb/ton lb/hr ton/yr 
RBLC 0.15 7.81 34.20 

 
Per District Rules 210.1 and 210.1A, stationary sources with a potential to emit NOx in excess of 
25 tons/yr are required to provide emission offsets prior to approval.   
 
Applicant has proposed the following controls for NOx proposed emission rate is based on 
specifications from their vendor: 
 

• No gas combustion for preheating of ladles & tundish, electric heaters will be used;  
• DEC capturing NOx emissions & routing to fume treatment plant; 
• Selective non-catalytic reduction (SNCR) with urea injection providing a 40% NOx 
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reduction; 
• Pre-control NOx emission rate from the EAF/melt shop of 0.150 lb/ton steel; post-control 

emission rate of 0.090 lb/ton of steel 
 

Use of SNCR was not found to be an “achieved in practice” BACT for NOx emissions from 
steelmaking facilities.  Additionally, no entries in RBLC identified the use of all-electric ladle & 
tundish preheaters. SNCR has been deemed infeasible in other determinations found in RBLC 
primarily because of variably exhaust temperatures & flow rates from the EAF, as well as low NOx 
concentrations when the furnace is not being charged with scrap.  
 
The applicant has proposed SNCR as an “equivalent technology” that has been demonstrated to 
be as or more effective than established BACT, based on its use in other industries such as 
cement manufacturing, glass manufacturing, and utility scale power generation, where it has been 
demonstrated to be capable of achieving control efficiencies varying from 25% to 90% (EPA Cost 
Control Manual (2019) – Chapter 1, Selective Non-Catalytic Reduction).  
 
The applicant’s proposed use of the endless charging system (ECS) in lieu of batch-charging the 
EAF via overhead bucket & use of a swing-open roof from the EAF is expected to provide a steady 
scrap feed into the EAF, thereby reducing the wide temperature swings typical of EAF operations.  
Per discussion with the applicant, the system is designed to have a single starting charge per day, 
after which scrap is steadily fed into the EAF. 
 
SNCR is a post combustion emissions control technology for reducing NOx by injecting an 
ammonia-based reagent (aqueous ammonia (NH3) or urea [CO(NH2)2]) into the combustion unit at 
a properly determined location. The process begins with an ammonia-based reagent being 
vaporized, either before injection by a vaporizer or after injection by the heat of the combustion 
unit. Within the appropriate temperature range, the gas-phase urea or ammonia then decomposes 
into free radicals including NH3 and NH2. After a series of reactions, the ammonia radicals come 
into contact with the NOx and reduce it to N2 and H2O. Since NOx includes both NO and NO2, the 
overall reactions with urea for NO and NO2 are as follows: 

 
2𝑁𝑁𝑁𝑁 + 𝐶𝐶𝐶𝐶(𝑁𝑁𝑁𝑁2)2 + 1

2
𝑂𝑂2 → 2𝑁𝑁2 + 𝐶𝐶𝐶𝐶2 + 2𝐻𝐻2𝑂𝑂  

 
2𝑁𝑁𝑁𝑁2 + 2𝐶𝐶𝐶𝐶(𝑁𝑁𝑁𝑁2)2 + 𝑂𝑂2 → 3𝑁𝑁2 + 2𝐶𝐶𝐶𝐶2 + 4𝐻𝐻2𝑂𝑂  

 
SNCR reduction efficiencies vary over a wide range: temperature, residence time, type of NOx 
reducing reagent, reagent injection rate, uncontrolled NOx level, distribution of the reagent in the 
flue gas, and CO and O2 concentrations all affect the reduction efficiency of the SNCR.  It is not 
suitable for sources where the residence time is too short, temperatures are too low, NOx 
concentrations are low, or if the reagent would contaminate the product, or no suitable location 
exists for installing reagent injection ports.   
 
The NOx reduction reaction occurs within a specific temperature range for a selected reagent - at 
lower temperatures, the reaction kinetics are slow: at higher temperatures, the reagent oxidizes, 
and additional NOx is generated. For urea, the optimum temperature range is 1650–2100°F, with 
peak removal typically occurring at 1850°F. 
 
SNCR systems require sufficient residence time (amount of time the reactants are present within a 
chemical reactor) to be effective. USEPA has found that residence time in SNCR systems can vary 
from 0.001 to 10 seconds; however, the gain in performance for residence times greater than 0.5 
seconds is generally minimal, and performance degradation is observed for residence times less 
than 0.2 seconds. 
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For optimal reaction rates and decreased reagent consumption, the reagent needs to be properly 
mixed with the flue gas via a multi-point injection grid. The mixing requirements are unit specific 
and depend on the air flow profiles through the process. Mixing is performed by the injection 
system, where injectors atomize the reagent and control the spray angle, velocity, and direction of 
the injected reagent, and these systems are equipment and reagent specific. Evaporation time and 
trajectory are a function of the diameter of the droplet; larger droplets have more momentum and 
penetrate farther into the flue gas stream; however, they require a longer time to volatilize, 
increasing the required residence time. 
 
The concentration of the reactants also affects the reaction rate of the NOx reduction process. The 
reaction kinetics decrease as the concentration of reactants decreases. This is due to 
thermodynamic considerations that limit the reduction process at low NOx concentrations. For 
lower NOx inlet concentrations, the optimum temperature for the reaction is lower; hence, the 
percent NOx reduction is lower. 
 
The normalized stoichiometric ratio (NSR) defines the amount of reagent needed to achieve the 
targeted NOx reduction. Theoretically, two moles of NO can be removed with one mole of urea or 
two moles of ammonia and one mole of NO2 requires one mole of urea and two moles of 
ammonia. Since NOx is mostly comprised of NO (approximately 95%), the theoretical NSR for NOx 
is close to one mole of ammonia per mole of NOx and 0.5 moles of urea per mole of NOx.  
 
In practice, more than the theoretical amount of reagent needs to be injected into the flue gas to 
obtain a specific level of NOx reduction, due to the complexity of the actual chemical reactions 
involving NOx, injected reagent, and mixing limitations between reagent and flue gas. Typical NSR 
values are between 0.5 and 3 moles of ammonia per mole of NOx.  USEPA review of SNCR 
systems indicates that increasing the quantity of reagent does not significantly increase the NOx 
reduction for NSR values over 2.0. 
 
Excess reagent injection, used to ensure the desired level of NOx reduction, can result in ammonia 
emissions to the atmosphere (referred to as “ammonia slip”). Although the level of ammonia slip 
will differ from one unit to the next based on the limitations inherent to each system, for any 
individual SNCR, the NOx reduction and ammonia slip are established by the reagent injection rate 
– an operational setting that can be adjusted based on the desired NOx reduction and allowed 
ammonia slip. Ammonia has a detectable odor at levels of 5 ppm or greater, and poses a health 
concern at levels of 25 ppm or greater.  Ammonia can also react with sulfur compounds and acid 
gases to form particulate, primarily ammonium sulfate & ammonium nitrate.  This can cause 
clogging and/or fouling of downstream equipment. 
 
The applicants’ proposal was found to exceed BACT for NOx emissions from the melt shop 
operations.  Therefore, BACT has been satisfied for NOx emissions from the melt shop operation, 
but verification that proposed emissions have been achieved will be required during initial 
compliance testing. 
 
Prior District evaluation for SNCR systems on cement kilns determined that an ammonia slip limit 
of 10 ppm is technologically feasible; this requirement will be incorporated into permit conditions. 
 
 
VOC Emissions 
VOC emissions from the melt shop are the result of organic materials within the scrap and additive 
material evaporating or combusting in the EAF and LMS; lubricating oils & cooling water containing 
oils used in the casting & rolling operations also evaporate to the atmosphere.   
 
Review of California air district BACT determinations did not reveal any determinations for VOC 
emissions from steelmaking facilities. Review of RBLC indicated that a scrap management plan, 
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good combustion/operation practices as achieved control technologies for VOC control, and a 
VOC emission rate of 0.09 lb/ton of steel has been achieved by the NUCOR Steel Gallatin facility 
(KY-0115, Permit No. V-20-015 R1). 
 
Based what has been found as “achieved in practice”, BACT for VOC would be required to not be 
less stringent than the following: 
 
 lb/ton lb/hr ton/yr 
RBLC 0.09 4.68 20.52 

 
Per District Rules 210.1 and 210.1A, stationary sources with a potential to emit VOC in excess of 
25 tons/yr are required to provide emission offsets prior to approval.  
 
The applicant has proposed the following controls for VOC emissions from the melt shop 
operation: 
 

• Scrap management plan to minimize volatile organics entering EAF 
• Fume treatment plant with wet scrubber achieving 40% control and activated carbon 

injection 
• Pre-control emission rate of 0.139 lb/ton steel produced; post-control emission rate of 

0.075 lb/ton steel produced 
 
Activated carbon injection (ACI) and wet scrubber were not found to be an “achieved in practice” 
control technology for VOC emissions from steel manufacturing facilities. Applicant has proposed 
use of ACI and the wet scrubber as an “equivalent technology” that has been demonstrated to be 
as or more effective than established BACT. Packed-bed wet scrubbers have been found to 
achieve VOC collection efficiencies of greater than 70% (EPA Control Technology Fact Sheet 
EPA-452/F-03-015).   
 
The ACI process functions by pneumatically injecting a fine powder of activated carbon into the 
flue-gas duct upstream of the particulate device. An ACI system typically consists of a storage silo, 
solids feeders, blowers, transport lines, and injection lances. Activated carbon attracts and holds 
organic chemicals from vapor and liquid streams cleaning them of unwanted chemicals. 
 
 
The applicants’ proposal was found to exceed BACT for VOC emissions from the melt shop 
operation; therefore, BACT has been satisfied for VOC emissions. 
 
 
Lead Emissions: 
Review of California air district BACT determinations did not reveal any determinations for lead 
emissions from steelmaking facilities.  Lead emissions are entirely PM, and therefore control 
technologies for PM are also applicable. Applicant has estimated that lead emissions from the 
facility to be 0.0497 ton/yr (99.4 lb/yr), based on a source test from analysis of the EAF baghouse 
at a similar facility in Berkeley, SC.  This would correspond to an emission rate of 0.00022 lb/ton of 
steel produced, based on applicants’ proposed maximum steel production rate. 
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Summary of BACT for the Melt Shop Operation: 
 

Pollutant Control Technology 
PM10/PM2.5) DEC serving EAF; Electric reheat furnaces (no fuel combustion); enclosed 

melt shop/caster roof distribution system (secondary control circuit); Primary 
& secondary baghouses serving melt shop; wet scrubber; PM emission rate 
not to exceed 0.16 lb/ton steel (~0.0014 gr/scf); visible emissions not to 
exceed 40 CFR Part 60 Subpart AAb & Part 63 Subpart YYYYY standards. 

SOx Electric heating (no fuel combustion); Scrap management plan minimizing 
scrap containing sulfur allowed into EAF; SOx emission rate of 0.16 lb/ton of 
steel 

NOx Electric heating (no fuel combustion); DEC directing EAF exhaust gases to 
fume treatment plant; emission rate not to exceed 0.15 lb/ton steel 

VOC Scrap management plan; VOC emission rate not to exceed 0.09 lb/ton of 
steel produced; rolling mill vent emissions not to exceed 0.83 lb/hr 

CO DEC with air gap for post-capture oxidation; emission rate of 1.98 lb/ton 
steel 

GHGs Electric reheating furnaces (no gas fuel combustion); bottom stirring, foamy 
slag practice, eccentric tapping; process energy optimizations; annual 
emissions of 100,092 ton/yr CO2e  

 
Applicant Voluntarily Proposed Controls: 

Pollutant Control Technology 
PM10/PM2.5) DEC serving EAF; Electric reheat furnaces (no fuel combustion); enclosed 

melt shop/caster roof distribution system (secondary control circuit); Primary 
& secondary baghouses serving melt shop; wet scrubber; PM emission rate 
not to exceed 0.0467 lb/ton steel (~0.0004 gr/scf); visible emissions not to 
exceed 40 CFR Part 60 Subpart AAb & Part 63 Subpart YYYYY standards. 

SOx Electric reheat furnaces (no fuel combustion); Scrap management plan 
minimizing scrap containing sulfur allowed into EAF; lime injection and wet 
scrubber in fume treatment plant; SOx emission rate of 0.101 lb/ton of steel 

NOx Electric heating (no fuel combustion); DEC directing EAF exhaust gases to 
fume treatment plant; SNCR; emission rate not to exceed 0.090 lb/ton steel 

VOC Activated carbon injection and wet scrubber in fume treatment plant; VOC 
emission rate not to exceed 0.075 lb/ton of steel produced; rolling mill vent 
emissions not to exceed 0.83 lb/hr 

CO DEC with air gap for post-capture oxidation; emission rate of 1.819 lb/ton 
steel 

GHGs Electric reheating furnaces (no gas fuel combustion); bottom stirring, foamy 
slag practice, eccentric tapping; process energy optimizations; annual 
emissions of 100,092 ton/yr CO2e  

 
Applicant has indicated that nature of the melt shop operations is such that the startup and 
shutdown (SUSD) emissions from the EAF are lower than maximum routine emissions . Therefore, 
a separate BACT analysis for SUSD is not required and the SUSD emissions are included as part 
of the proposed hourly and annual emission limits. 
 
 
Slag Processing, Handling, & Stockpiling 
Applicant has proposed the following as BACT for the slag yard operations, based on review of the 
RBLC: 
 
Source Control 
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Haul roads Develop, maintain, and implement a fugitive 
dust control plan 

Mill Scale Pile Wetting 
Slag Yard Wetting, minimize drop height 
Conveyor Transfer Partial enclosure, minimize drop height 

 
The following was found to constitute BACT for the slag yard operations, based on review of prior 
District determinations of crushing, screening, & stockpiling operations: 
 

Pollutant Control Technology 
PM10 • Water sprays at crushing, screening, and conveyor transfer 

• Covered conveyors 
• 10% opacity from crushing 
• 5% opacity from screening & transfer points 
• 10% opacity from storage piles 
• Fugitive Dust Control Plan 

 
Cooling Towers 
 
The District has previously determined BACT for cooling towers to be the following: 

Pollutant Control 
PM-10: Drift rate not to exceed 0.0005%; TDS not to exceed 

4000 ppmv; visible emissions not to exceed 5% opacity 
 
Applicant has proposed a high efficiency drift rate of 0.0005% for the cooling towers. Therefore, 
BACT is satisfied for PM emissions from the cooling towers, and maximum drift rate will be 
required as a permit condition of approval. 
 
 
Stationary Internal Combustion Engines 
Applicant PSD Control Technology Review 
In engines, CO results from incomplete combustion. Control of CO emissions is typically 
accomplished by providing adequate fuel residence time and a high temperature in the combustion 
zone to ensure complete combustion. CO emissions may indicate early quenching of combustion 
gases on cylinder walls or valve surfaces. Lean-burn engines typically have higher CO emissions 
and lower NOx emissions because of the air-to-fuel ratios at which they operate. 
 
The technologies identified for reducing CO emissions from the engines are 1) an oxidation 
catalyst (also referred to as a CO catalyst) and 2) combustion controls. The standard technology 
for reducing CO emissions is to maintain “good combustion” through proper control and monitoring 
of the combustion process through the air-to-fuel ratio. Applicant’s review of the RBLC database 
indicates that combustion controls are the most prevalent BACT control, with several oxidation 
catalysts also listed as BACT. 
 
Oxidation Catalysts. Oxidation catalysts are a post-combustion technology that does not rely on 
the introduction of additional chemicals for a reaction to occur. The oxidation of CO to CO2 utilizes 
excess air present in the engine exhaust; the activation energy required for the reaction to proceed 
is lowered in the presence of a catalyst. Products of combustion are introduced into a catalytic 
bed, with the optimum temperature range for these systems being between 700°F and 1,100°F. At 
higher temperatures, catalyst sintering may occur, potentially causing permanent damage to the 
catalyst. The addition of a catalyst bed onto the engine exhaust would create a pressure drop, 
resulting in back pressure to the engine. This has the effect of reducing the efficiency of the engine 
and the power-generating capabilities. 
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When operated intermittently as an emergency engine, the reciprocating internal combustion 
engine (RICE) would not maintain a consistent temperature hot enough for oxidation catalyst 
operation. Additionally, the infrequent scheduled use of the engine during testing and maintenance 
for 200 hours per year would not result in efficient operation of the oxidation catalyst. Therefore, 
the use of oxidation catalysts is not technically feasible method for controlling CO emissions from 
the RICE. 
 
BACT for the emergency use propane fueled engines were determined in accordance with District 
BACT policy and review of BACT determinations from other air districts in California.  A 2024 
BACT analysis from the Sacramento Metropolitan Air Quality Management District determined the 
following as ‘achieved in practice’ BACT for standby lean-burn spark ignition engines: 
 

Pollutant BACT 
PM10 Natural gas fuel or equivalent,  

good combustion practices 
PM2.5 Natural gas fuel or equivalent,  

good combustion practices 
SOx Natural gas fuel or equivalent,  

good combustion practices 
NOx <500bhp: 1.0 g/bhp-hr 

≥500-bhp: 0.5 g/bhp-hr 
VOC 206 ppmvd @ 15% O2 (~1.0-g/bhp-hr) 
CO 2.0 g/bhp-hr 

 
 
Therefore, BACT for emergency use, lean-burn spark ignition engines was determined to be the 
following: 
 

Pollutant Control Technology 
PM10, 
PM2.5 

NPGA quality propane fuel; Visible emissions not to exceed Ringelmann 0 
or 0% opacity once normal operating temperature is achieved.   

SOx NPGA quality propane fuel 
NOx Engines ≤500-bhp: Maximum NOx emissions not to exceed 1.0 g/bhp-hr  

Engines >500-bhp: Maximum NOx emissions not to exceed 0.5 g/bhp-hr 
VOC VOC emissions not to exceed 206 ppmvd @ 15% O2, as methane (1.0 

g/bhp-hr) 
CO 2.0-g/bhp-hr 

 
The applicant has proposed use of propane fuel to satisfy BACT for PM and SOx emissions, and 
has also proposed a CO emission rate of 1.6 g/bhp-hr; these satisfy BACT requirements.  NOx & 
VOC emission rates found to constitute BACT will be required as a condition of approval. 
 
Fuel Storage & Dispensing 
In accordance with CARB’s Executive Orders for Gasoline Dispensing Facilities equipped with 
AST, enhanced vapor recovery (EVR) Phase I and standing loss control (SLC) has proven to be 
Best Available Control Technology (BACT) for control of Volatile Organic Compound (VOC) 
emissions generated by the filling of gasoline storage tanks and from vapor losses due to diurnal 
pressure changes.  Therefore, BACT for filling of the gasoline tank shall be installation of Phase I 
EVR equipment and compliance with CARB SLC requirements. 
 
 
The District has previously determined BACT for gasoline dispensing into motor vehicle fuel tanks 
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to be the following: 
• CARB-certified Phase II EVR equipment; or 
• Non-retail fuel dispensing to vehicles also owned by the AST owner and equipped with 

ORVR systems, or limiting dispensing to less than 24,000 gallons per year and 10,000 
gallons in any one month: and compliance with CARB executive Order NVR-1- 

 
Proposed operation is non-retail, and applicant has not proposed use of a Phase II EVR system. 
Therefore, BACT for transfer of gasoline into vehicle fuel tanks shall be implementation of CARB 
certified low-permeation conventional dispensing hoses and ECO dispensing nozzles. These 
requirements will be incorporated into permit conditions for the gasoline storage & dispensing 
operation.  
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VII. CEQA DETERMINATION: 
 

EASTERN KERN APCD PERMITS - CEQA COMPLIANCE 
Instructions for Checklist 

 
This form is designed to be used by the permit application processing engineer in implementing requirements of the 
California Environmental Quality Act (CEQA) for District permitting activities when the District is the lead or responsible 
agency under CEQA.  The District is generally a responsible agency for portions of development projects requiring 
District permits.  The District is a commenting agency for other parts of a project, such as, indirect source emissions and 
vehicle trips.  Most District permits are considered exempt from CEQA (see District List of Exempt Projects).  In most 
cases the environmental document prepared by the lead agency is adequate for the District permitting action.  Certain 
District permit modifications may require supplemental CEQA documents. 

 
CEQA compliance for a project subject to District permit requirements includes two steps: 

 
A. Determining what CEQA-related information, if any, is required from the applicant to deem the application 

complete (this may also be identified at the pre-application stage, if there is one1).   
 

B. Determining and documenting CEQA compliance for each permit application prior to granting a permit by 
completing the attached form. 

 
The following instructions correspond to the questions on the form: 

 
B.2. Projects subject to District permits often also require a land use or other permit from other agencies.  The permit 

engineer should check the application or request from the applicant information regarding what other agencies 
will be requiring permits for the project and who the "Lead Agency" will be.  District permit processing should 
begin as soon as adequate information is available to deem the application complete, even if the lead agency 
has not completed the environmental document (Govt. Code ' 65941 (b), amended 1993), and if the applicant 
so requests (Govt. Code ' 65951, amended 1993). 

 
B.3. For District permits that do not fall under the preceding case, the engineer shall receive from the applicant a 

signed and dated environmental questionnaire (Initial Study checklist).   
 

C.2. As a "responsible agency" under CEQA, the Control Officer shall consider information contained in the lead 
agency's final EIR or ND prior to granting the District permit.  Acting on behalf of the Control Officer, the 
engineer shall review the ND or EIR and adopt any mitigation measures for air quality impacts or project 
alternatives over which the District has regulatory discretion. 

 
C.3. If any component of the project is not listed, and if exceptions to these exemptions provided in the form are true, 

then the project cannot be considered exempt. In making a recommendation to issue the District permit, the 
permit engineer shall review the environmental questionnaire provided by the applicant to establish the project 
has no potential for resulting in a significant adverse environmental impact to any environmental media (see 
Initial Study form).  The study shall also demonstrate the project will not contribute to significant cumulative 
impacts and will not have significant impact itself.  Although no further action is required under CEQA, the 
applicant may request a Notice of Exemption to be filed, to reduce the statute of limitations from 180 days to 30 
days, on challenges to the decision the project is exempt from CEQA. 

 
 

1 Preapplication under PRC ' 21080.1(b) amended 1993-at the request of the applicant the lead agency must provide 
for pre-application consultation on the environmental document. 
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EASTERN KERN APCD PERMITS -- CEQA COMPLIANCE CHECKLIST 
 

Completeness Review Form 
 

This form shall be completed by the permit application engineer for all Authority to Construct permit 
applications.  The completed form shall be included in the Engineering Evaluation File. 

 
A. General Information 

 
Application Number: 5024001 – ‘011 
Applicant Name: PSGM3, LLC 
Project Description: Steel Manufacturing Facility  

 
B. Determination of Completeness 

 
Check the corresponding action to be taken to determine the application is complete for 
CEQA purposes and fill in blanks where appropriate. 

 
1. Ministerial Exemption 

 
     This permit application is not subject to CEQA because the evaluation is a ministerial 
action conducted using fixed standards and objective measurements.  No discretion or 
judgment is required in granting of this permit. 

 
2. Project Was Exempted by or is Subject to Negative Declaration or EIR by Another 

Agency 
 

X This permit application was exempted by or is subject to a ND or EIR prepared (or 
under preparation) by another agency.  The District has received the necessary information 
indicating another agency is acting as the Lead Agency.  Therefore, the application shall be 
deemed complete for CEQA purposes.  

 
3. All Other Permits 

 
     The District has received from the applicant, a completed, signed and dated 
environmental questionnaire and any other information necessary for preparing a negative 
declaration or EIR, if required (see Form Instructions B.3.).  Therefore, the application shall 
be deemed complete for CEQA purposes. 
 

C. Final Action 
Check the appropriate action taken by the APCO prior to issuing the final permit. 

 
1. Ministerial Action 

 
     This permit application is exempt from CEQA because the permit evaluation is a 
ministerial action.  CEQA does not apply to ministerial actions.  No further action is 
necessary. 
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2. Project Was Exempted by or is Subject to Negative Declaration or EIR by Another 
Agency 

 

X This permit application was exempted by or was subject to an EIR or Negative 
Declaration by another agency.  The final action on the District permit was taken 
only after review and consideration of information in the certified CEQA document 
by the Control Officer, or authorized District representative of the Control Officer. 

 
3. Exemption 

 
     This permit application is exempt from CEQA because the project, as a whole, is 
listed in the District List of Exempt Projects AND because the project has no 
potential for causing a significant adverse environmental impact.  A General 
Exemption under CEQA Section 15061 (b) (3) applies if the project is not listed in 
the District Exemption List AND it can be seen with certainty the project will not have 
a significant adverse effect on the environment.  In making this determination, 

 
a. a review of information submitted by the applicant has been conducted 

indicating there is no potential for a significant adverse environmental impact on 
any environmental media from the project; 

b. emissions offsets were not required by EKAPCD Rule 210.1, Subsection III.B.; 
c. recognized Best Available Control Technology (BACT) was proposed; and 
d. no unusual circumstances such as location, or cumulative impacts from 

successive projects of the same type in the same place over time, were 
determined to result in significant adverse environmental impacts. 

 
4. Permit is Not Exempt from CEQA 

 
     This permit was found not to be exempt from CEQA and no other agency will be 
conducting a CEQA review for the project.  The District has prepared and adopted a 
Negative Declaration/Addendum or certified an EIR for the project.  The final action 
by the District was taken only after information contained in the final EIR or ND was 
considered and any significant adverse environmental effects were mitigated to the 
maximum extent feasible. 
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VIII. EMISSION CALCULATIONS: 
 
A. Assumptions: 

1. Scrap & Additive Material Receiving, Handling, & Storage 
a. Maximum scrap operation- 8,760 hr/yr 
b. Scrap throughput- 500,780 ton/yr 
c. Scrap containing fines- 20% 
d. Scrap moisture content- 2% 
e. Scrap silt content- 2% 
f. Threshold Friction Velocity for Scrap- 1.33 m/s (~scoria, AP-42 13.2.5) 
g. Scrap Storage Pile Area- 3.9 acres 
h. Carbon additive- 9,550 ton/yr 
i. Lime additive- 9,550 ton/yr 
j. Dolomite additive- 9,550 ton/yr 
k. Loading time of additives to silos- 500 hr/yr 
l. Silo dust bin vents feed to melt shop dust collection system – no direct emissions 
m. Alloys- 11,902 ton/yr 
n. Alloy Transfer Points: 2 
o. Alloy moisture content- 5.4% 
p. Alloy silt content- 9.5% 
q. Threshold Friction Velocity for Alloy- 1.12 m/s (~uncrusted coal pile, AP-41 13.2.5) 
r. Alloy storage pile area - 140 m2 (applicant) 
s. Fastest mile (ref. anemometer): 22 m/s (applicant) 
t. Pile surface disturbance events: 365/yr (daily) 

 
2. Melting, Refining, Casting, & Rolling 

a. Steel production- 456,000 ton/yr 
b. Melt Shop Baghouse Flowrate- 677,000 scfm 
c. Caster Pray Vent Stack 

i. 26,486 cfm exhaust 
ii. 98% capture by spray chamber, 2% to melt shop baghouse 
iii. PM10 fraction- 16% 
iv. PM2.5 Fraction- 2% 

d. Roll Mill:  
i. 21,000 gal/yr of lubricant & grease used 
ii. avg. density of 7.5 lb/gal 
iii. Negligible PM 

e. SNCR Ammonia Slip: 10 ppm 
 
3. Slag Yard: 

a. Operating time- 2,920 hr/yr 
b. Maximum slag production- 59,280 ton/yr 
c. Slag crushing & screening- 1,200 ton/yr 
d. Slag moisture content- 3% 
e. Slag silt content- 5.3% 
f. TFV for erodible piles- 1.12 m/s (~uncrusted coal pile, AP-41 13.2.5) 
g. Slag Storage Pile Sizes: 

i. Raw- 278.7 m2 (applicant) 
ii. Processed Fines- 243.86 m2 (applicant) 
iii. Processed Intermediates- 55 m2 (applicant) 

h. Piles are disturbed daily (365 disturbances/yr) 
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4. Cooling Towers 
a. Cooling water flow rate:  

i. Tower 1- 16,039.65 gal/min 
ii. Tower 2- 3,742.44 gal/min 
iii. Tower 3- 5,723.73 gal/min 
iv. Tower 4- 484.32 gal/min 

b. Drift rate- 0.0005% 
c. Maximum total dissolved solids (TDS): 4000 ppmw 
d. PM10 Fraction - 0.5584 (Reisman and Frisbie Method PM Fractions) 
e. PM2.5 Fraction - 0.0021 (Reisman and Frisbie Method PM Fractions) 

 
5. Internal Combustion Engines 

a. Maximum Operation: 24 hr/day, 200 hr/yr 
b. 100% of PM is PM2.5 
c. Fuel Consumption 

i. ‘008- 27.8 gal/hr (applicant) 
ii. ‘009- 9.3 gal/hr (applicant) 
iii. ‘010- 124.4 gal/hr (applicant) 

 
6. Aboveground Fuel Storage & Dispensing 

a. Maximum throughput:  
i. 3,500 gal/yr gasoline, 52,000 gal/yr diesel 
ii. 100 gal/hr fill rate for gasoline 

b. Phase I EVR & Standing Loss EVR emission controls 
c. No Phase II EVR; gasoline hoses & nozzles will be CARB NVR compliant 

 
 

B. Emission Factors 
1. Raw Material Receiving & Handling 

Scrap depositing - Outdoor 

𝐸𝐸 = 𝑘𝑘(0.0032)
�𝑈𝑈5�

1.3

�𝑀𝑀2 �
1.4   � 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
�; where: 

E = emission factor 
k = particle size multiplier (0.74 for total PM; 0.35 for PM10; 0.053 for PM2.5) 
U = mean wind speed (14 mph for Mojave, CA) 
M = material moisture content (2%) 

𝐸𝐸𝑇𝑇𝑇𝑇𝑇𝑇 = (0.74) × 0.0032
�(14)

5 �
1.3

�(2)
2 �

1.4 = 0.0090
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃
𝑡𝑡𝑡𝑡𝑡𝑡

 

 

𝐸𝐸𝑃𝑃𝑃𝑃10 = (0.35) × 0.0032
�(14)

5 �
1.3

�(2)
2 �

1.4 = 0.0043
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
 

 

𝐸𝐸𝑃𝑃𝑃𝑃2.5 = (0.053) × 0.0032
�(14)

5 �
1.3

�(2)
2 �

1.4 = 0.0006
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃2.5

𝑡𝑡𝑡𝑡𝑡𝑡
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Scrap depositing - Indoor (Control Efficiency 85%, wind speed reduction) 
U = mean wind speed (2 mph) 
M = material moisture content (2%) 

𝐸𝐸𝑇𝑇𝑇𝑇𝑇𝑇 = (0.74) × 0.0032
�(2)

5 �
1.3

�(2)
2 �

1.4 = 0.0007
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃
𝑡𝑡𝑡𝑡𝑡𝑡

 

 

𝐸𝐸𝑃𝑃𝑃𝑃10 = (0.35) × 0.0032
�(2)

5 �
1.3

�(2)
2 �

1.4 = 0.0003
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
 

 

𝐸𝐸𝑃𝑃𝑃𝑃2.5 = (0.053) × 0.0032
�(2)

5 �
1.3

�(2)
2 �

1.4 = 0.0001
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃2.5

𝑡𝑡𝑡𝑡𝑡𝑡
 

 
Raw Material Handling Emission Factor Summary:  

Outdoor Indoor 
 

PM 0.0090 0.0007 lb/ton 
PM10 0.0043 0.0003 lb/ton 
PM2.5 0.0006 0.0001 lb/ton 

 
Scrap Pile Wind Erosion: 

PM multipliers: 
 PM10- 0.5 
 PM2.5- 0.075 
𝑃𝑃 = 58(𝑢𝑢∗ − 𝑢𝑢𝑡𝑡∗)2 + 25(𝑢𝑢∗ − 𝑢𝑢𝑡𝑡∗);  𝐼𝐼𝐼𝐼 𝑢𝑢∗ ≤ 𝑢𝑢𝑡𝑡∗;𝑃𝑃 = 0  
 
𝑃𝑃 = 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝 � 𝑔𝑔

𝑚𝑚2�  

𝑢𝑢∗ = 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓 𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣 �𝑚𝑚
𝑠𝑠
�  

𝑢𝑢𝑡𝑡∗ = 𝑡𝑡ℎ𝑟𝑟𝑟𝑟𝑟𝑟ℎ𝑜𝑜𝑜𝑜𝑜𝑜 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓 𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣𝑣 �𝑚𝑚
𝑠𝑠
� ; 1.33𝑚𝑚

𝑠𝑠
  

 
𝑢𝑢∗ = 0.053 ∗ 𝑢𝑢10+   
𝑢𝑢10+ = 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓 𝑚𝑚𝑚𝑚𝑚𝑚𝑚𝑚 𝑜𝑜𝑜𝑜 𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟𝑟 𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎 𝑓𝑓𝑓𝑓𝑓𝑓 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝 𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏𝑏 𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑 �𝑚𝑚

𝑠𝑠
�  

 
𝑢𝑢∗ = 0.053 ∗ 22𝑚𝑚

𝑠𝑠
= 1.166𝑚𝑚

𝑠𝑠
  

 
𝑢𝑢∗ ≤ 𝑢𝑢𝑡𝑡∗; 𝑡𝑡ℎ𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒,𝑤𝑤𝑤𝑤𝑤𝑤𝑤𝑤 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑛𝑛𝑛𝑛𝑛𝑛 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓 𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝  

 
 
Alloy Material Depositing: 

𝐸𝐸𝑇𝑇𝑇𝑇𝑇𝑇 = (0.74) × 0.0032
�(14)

5 �
1.3

�(5.4)
2 �

1.4 = 0.0022
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃
𝑡𝑡𝑡𝑡𝑡𝑡
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𝐸𝐸𝑃𝑃𝑃𝑃10 = (0.35) × 0.0032
�(14)

5 �
1.3

�(5.4)
2 �

1.4 = 0.0011
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
 

 

𝐸𝐸𝑃𝑃𝑃𝑃2.5 = (0.053) × 0.0032
�(14)

5 �
1.3

�(5.4)
2 �

1.4 = 0.0002
𝑙𝑙𝑙𝑙 − 𝑃𝑃𝑃𝑃2.5

𝑡𝑡𝑡𝑡𝑡𝑡
 

 
Alloy Pile Wind Erosion 
 
𝑢𝑢𝑡𝑡∗ = 1.12𝑚𝑚

𝑠𝑠
  

𝑢𝑢∗ = 0.053 ∗ 22𝑚𝑚
𝑠𝑠

= 1.166𝑚𝑚
𝑠𝑠
  

 
𝑢𝑢∗ > 𝑢𝑢𝑡𝑡∗; 𝑡𝑡ℎ𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒,𝑤𝑤𝑤𝑤𝑤𝑤𝑤𝑤 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒 𝑚𝑚𝑚𝑚𝑚𝑚 𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓 𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝  
 
𝑃𝑃 = 58(1.166− 1.12)2 + 25(1.166 − 1.12) = 1.27 𝑔𝑔

𝑚𝑚2  
 
 

2. Melting, Refining, Casting, & Rolling 
Melt Shop Baghouse (MSBH): 

PM/PM10/PM2.5- 0.0467 lb/ton steel 
SOx- 0.101 lb/ton steel 
NOx- 0.090 lb/ton steel 
VOC- 0.075 lb/ton steel 
CO- 1.819 lb/ton steel 

 
Caster Spray Vent: 

Vent Capture Efficiency- 98% (2% to melt shop baghouse) 
PM- 3.03 x 10-3 gr/dscf (Nucor SC Stack Test 11/29/2012) 
PM10- 16% of PM (Reisman and Frisbie PM Factors on Spray Vents) 
PM2.5- 2% of PM (Reisman and Frisbie PM Factors on Spray Vents) 
SOx- 3.59 x 10-4 lb/ton 
NOx- 1.20 x 10-4 lb/ton 
VOC- 3.78 x 10-4 lb/ton 
CO- 9.60 x 10-3 lb/ton 

 
Roll Mill Vent 

4.63% of lube oil vaporizes as VOC (applicant) 
 
 

3. Slag Yard: 
 
Slag processing: 
 PM, lb/ton PM10, lb/ton PM2.5, lb/ton 
Transfer Point 1.40 x 10-4 1.40 x 10-4 1.40 x 10-4 
Crushing 1.20 x 10-3 5.40 x 10-4 1.00 * 10-4 
Screening 2.20 x 10-3 7.40 x 10-4 5.00 x 10-5 
Material Deposit 0.0051 0.0024 0.0004 

 
Pile Erosion Potential- 1.27 g/m2  



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

129 

 
4. Cooling Towers 

16,039.65 𝑔𝑔𝑔𝑔𝑔𝑔
𝑚𝑚𝑚𝑚𝑚𝑚

 ∗ 8.345 𝑙𝑙𝑙𝑙
𝑔𝑔𝑔𝑔𝑔𝑔

∗ 0.0005% 𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑 ∗ 4000
1,000,000

 𝑇𝑇𝑇𝑇𝑇𝑇 = 0.00268 𝑙𝑙𝑙𝑙
𝑚𝑚𝑚𝑚𝑚𝑚

    
 
 Water flow 

gal/min 
Density 
lb/gal 

Drift, 
% 

TDS 
(ppm) 

Drift, Total PM 
lb/min 

Tower 1 16,039.65 8.345 0.0005 4000 0.00268 
Tower 2 3,742.44 8.345 0.0005 4000 0.00062 
Tower 3 5,723.73 8.345 0.0005 4000 0.00096 
Tower 4 16,039.65 8.345 0.0005 4000 0.00008 

 
 

5. Internal Combustion Engines: 
a. PM/PM10/PM2.5-5 lb/1000 gal (applicant proposed for propane fuel) 
b. SOx- 0.35 lb/1000 gal (applicant proposed for propane fuel) 
c. NOx- 1.0 g/bhp-hr for <500-bhp; 0.5 g/bhp-hr for ≥500-bhp (BACT requirement) 
d. VOC- 206 ppmv @ 15% O2 (~1.0 g/bhp-hr) (BACT requirement) 
e. CO- 129 lb/1000 gal (~1.6 g/bhp-hr) (applicant proposal) 
 
 NOx 

(g/bhp-hr) 
VOC 

(g/bhp-hr) 
CO 

(g/bhp-hr) 
‘008 0.5 1.0 1.6 
‘009 1.0 1.0 1.6 
‘010 0.5 1.0 1.6 

 
PM: 
5

1000
𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃
𝑔𝑔𝑔𝑔𝑔𝑔 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓

× 27.8 𝑔𝑔𝑔𝑔𝑔𝑔
ℎ𝑟𝑟

= 0.139 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

   
 
0.139 𝑙𝑙𝑙𝑙∙𝑃𝑃𝑃𝑃

ℎ𝑟𝑟
× 453.59 𝑔𝑔

𝑙𝑙𝑙𝑙
× 1

600
1

𝑏𝑏ℎ𝑝𝑝
= 0.105 𝑔𝑔

𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟
  

 
SOx: 
0.35
1000

𝑙𝑙𝑙𝑙−𝑆𝑆𝑆𝑆𝑆𝑆
𝑔𝑔𝑔𝑔𝑔𝑔 𝑓𝑓𝑓𝑓𝑓𝑓𝑓𝑓

× 27.8 𝑔𝑔𝑔𝑔𝑔𝑔
ℎ𝑟𝑟

= 0.010 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

   
 
0.010 𝑙𝑙𝑙𝑙∙𝑆𝑆𝑆𝑆𝑥𝑥

ℎ𝑟𝑟
× 453.59 𝑔𝑔

𝑙𝑙𝑙𝑙
× 1

600
1

𝑏𝑏ℎ𝑝𝑝
= 0.007 𝑔𝑔

𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟
  

 
Engine Emission Factor Summary 
g/bhp-hr PM10 SOx NOx VOC CO 
‘008 0.105 0.007 0.5 1.0 1.6 
‘009 0.105 0.007 1.0 1.0 1.6 
‘010 0.105 0.007 0.5 1.0 1.6 

 
6. Gasoline Storage & Dispensing 

 
Emission factors from CARB 1997 industry-wide risk assessment guidelines and 2013 CARB 
Monitoring & Lab Division Revised Emission Factors for Gasoline Marketing Operation 

Emission Source Uncontrolled EF 
(lb/1000-gal) 

Controlled (EVR) EF 
(lb/1000-gal) 

Bulk Transfer 8.4 0.17 
Pressure-Driven Losses 2.1 0.053 
Spillage 0.61 0.24 



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

130 

Refueling (non-ORVR) 8.4 0.42 
Refueling (ORVR) 0.42 0.021 
Hose Permeation 0.0459 0.009 

 
0.17 𝑙𝑙𝑙𝑙

1000−𝑔𝑔𝑔𝑔𝑔𝑔
+ 0.053 𝑙𝑙𝑙𝑙

1000−𝑔𝑔𝑔𝑔𝑔𝑔
+ 0.42 𝑙𝑙𝑙𝑙

1000−𝑔𝑔𝑔𝑔𝑔𝑔
+ 0.24 𝑙𝑙𝑙𝑙

1000−𝑔𝑔𝑔𝑔𝑔𝑔
+ 0.009 𝑙𝑙𝑙𝑙

1000−𝑔𝑔𝑔𝑔𝑔𝑔
=

𝟎𝟎.𝟖𝟖𝟖𝟖𝟖𝟖 𝒍𝒍𝒍𝒍
𝟏𝟏𝟏𝟏𝟏𝟏𝟏𝟏−𝒈𝒈𝒈𝒈𝒈𝒈

  
 
 

C. Emission Calculations: 
1. Raw Material Receiving & Handling 

 
Scrap 
500,780 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
∗ 0.20 = 100,156 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
 𝑃𝑃𝑃𝑃 𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐 𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠  

 
Scrap Unloading (Outdoor): 

100,156 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

∗ 0.50 = 50,078 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

 𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠 𝑡𝑡𝑡𝑡 𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜𝑜 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝 (𝑤𝑤𝑤𝑤𝑤𝑤𝑤𝑤𝑤𝑤 𝑐𝑐𝑐𝑐𝑐𝑐𝑐𝑐)  
 
50,078 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
∗ 0.0043 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.107 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
50,078 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
∗ 0.0043 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 1
355

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.59 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
0.59 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.024 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 

 EF  
(lb/ton) 

Throughput 
(ton/yr) 

Emissions, 
ton/yr 

day/yr Emissions, 
lb/day 

hr/day Emissions, 
lb/hr 

PM 0.0090 50,078 0.226 365 1.24 24 0.052 
PM10 0.0043 50,078 0.107 365 0.59 24 0.024 
PM2.5 0.0006 50,078 0.016 365 0.09 24 0.004 

 
Scrap Unloading (Indoor): 
 

 EF  
(lb/ton) 

Throughput 
(ton/yr) 

Emissions, 
ton/yr 

day/yr Emissions, 
lb/day 

hr/day Emissions, 
lb/hr 

PM 0.0007 50,078 0.018 365 0.099 24 0.004 
PM10 0.0003 50,078 0.009 365 0.047 24 0.002 
PM2.5 0.0001 50,078 0.001 365 0.007 24 0.0003 

 
 
Scrap Unloading, Total 
 lb/hr lb/day ton/yr 
PM 0.056 1.338 0.244 
PM10 0.026 0.633 0.115 
PM2.5 0.004 0.096 0.017 

 
 
Alloys: 
Handling 

11,902 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

∗ 0.0011 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 2 𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝 = 25.308 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10
𝑦𝑦𝑦𝑦
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25.308 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.010 𝑡𝑡𝑡𝑡𝑡𝑡−𝑃𝑃𝑃𝑃10
𝑦𝑦𝑦𝑦

  
 
25.308 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.07 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
0.07 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.003 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10
ℎ𝑟𝑟

  
 

 EF  
(lb/ton) 

Throughput 
(ton/yr) 

Emissions, 
ton/yr 

day/yr Emissions, 
lb/day 

hr/day Emissions, 
lb/hr 

PM 0.0022 11,902 0.027 365 0.15 24 0.006 
PM10 0.0011 11,902 0.013 365 0.07 24 0.003 
PM2.5 0.0002 11,902 0.002 365 0.01 24 0.0004 

 
 
Pile Wind Erosion: 

1.273 𝑔𝑔
𝑚𝑚2 ∗ 140 𝑚𝑚2 ∗ 1

453.59
𝑙𝑙𝑙𝑙
𝑔𝑔
∗ 0.5 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃
= 0.196 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒
  

 
0.196 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒
∗ 365 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒

𝑦𝑦𝑦𝑦
= 71.69 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
  

 
71.69 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.036 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
71.69 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.196 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 

 multiplier Erosion 
Potential  

(g/m2) 

Pile 
Size 
(m2) 

lb/event Events/year ton/yr lb/day 

PM 1 1.273 140 0.393 365 0.07 0.39 
PM10 0.5 0.635 140 0.196 365 0.04 0.20 
PM2.5 0.075 0.095 140 0.029 365 0.01 0.03 

 
 
Raw Materials Receiving & Handling Emissions Summary 
 
PM10: 
 lb/hr lb/day ton/yr 
Scrap Unloading 0.026 0.63 0.11 
Alloys Handling 0.003 0.07 0.01 
Pile Erosion 0.008 0.20 0.04 

Total 0.037 0.90 0.16 
 
PM2.5: 
 lb/hr lb/day ton/yr 
Scrap Unloading 0.004 0.10 0.017 
Alloys Handling 0.0004 0.01 0.002 
Pile Erosion 0.001 0.03 0.01 

Total 0.006 0.14 0.021 
 
 
 



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

132 

2. Melting, Refining, Casting, & Rolling 
 
Melt Shop Baghouse: 
PM/PM10/PM2.5: 

0.0467 𝑙𝑙𝑙𝑙
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

= 21,295.20 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
21,295.20 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 58.34 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
21,295.20 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 10.65 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
58.34 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 2.431 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
SOx: 

0.101 𝑙𝑙𝑙𝑙
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

= 46,056.00 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
46,056.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 126.18 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
46,056.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 23.03 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
126.18 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 5.26 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
NOx: 

0.090 𝑙𝑙𝑙𝑙
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

= 41,040.00 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
41,040.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 112.44 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
41,040.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 20.52 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
112.44 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 4.68 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
VOC: 

0.0750 𝑙𝑙𝑙𝑙
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

= 34,200.00 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
34,200.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 17.10 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
34,200.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 93.70 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
93.70 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 3.90 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
CO: 

1.81989 𝑙𝑙𝑙𝑙
𝑡𝑡𝑡𝑡𝑡𝑡

∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

= 829,418.00 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
829,418.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 414.73 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦
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829,418.00 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 2,272.50 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
2,272.50 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 94.69 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
Ammonia Slip (SNCR):  

10 𝑝𝑝𝑝𝑝𝑝𝑝𝑝𝑝 ∗ 1
1000000

∗ 17.03 𝑙𝑙𝑙𝑙
𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙

∗ 1
379

𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙𝑙
𝑓𝑓𝑡𝑡3

∗ 677,000 𝑠𝑠𝑠𝑠𝑠𝑠𝑠𝑠 = 0.30 𝑙𝑙𝑙𝑙
𝑚𝑚𝑚𝑚𝑚𝑚

   
 
0.30 𝑙𝑙𝑙𝑙

𝑚𝑚𝑚𝑚𝑚𝑚
∗ 60𝑚𝑚𝑚𝑚𝑚𝑚

ℎ𝑟𝑟
= 18.25 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
   

 
18.25 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
∗ 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 438.05 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 
438.05 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 365 𝑑𝑑𝑑𝑑𝑑𝑑

𝑦𝑦𝑦𝑦
= 159,889.32 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
Caster Spray Stack 
PM/PM10/PM2.5: 

3.03 ∗ 10−3 𝑔𝑔𝑔𝑔
𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑

∗ 26,486 𝑓𝑓𝑡𝑡3

𝑚𝑚𝑚𝑚𝑚𝑚
∗ 1
7000

𝑙𝑙𝑙𝑙
𝑔𝑔𝑔𝑔
∗ 0.98 = 0.0112 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃

𝑚𝑚𝑚𝑚𝑚𝑚
  

 
0.0112 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃

𝑚𝑚𝑚𝑚𝑚𝑚
∗ 0.16 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃
= 0.0018 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑚𝑚𝑚𝑚𝑚𝑚
  

 
0.0112 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃

𝑚𝑚𝑚𝑚𝑚𝑚
∗ 0.02 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃2.5

𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃
= 0.0002 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃2.5

𝑚𝑚𝑚𝑚𝑚𝑚
  

 
 lb/min min/hr lb/hr hr/day lb/day hr/yr ton/yr 
PM 0.0115 60 0.674 24 16.18 8760 2.95 
PM10 0.0018 60 0.108 24 2.59 8760 0.47 
PM2.5 0.0002 60 0.013 24 0.32 8760 0.06 

 
SOx: 

 
3.59 ∗ 10−4 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
= 163.70 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
163.70 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.08 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
163.70 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.45 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
0.45 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.019 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
NOx: 

 
1.20 ∗ 10−4 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
= 54.72 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
54.72 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.03 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
54.72 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.15 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑
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0.15 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.006 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
VOC: 

 
3.78 ∗ 10−4 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
= 172.36 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
172.36 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.08 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
172.36 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.46 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
0.47 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.02 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
CO: 

 
9.60 ∗ 10−3 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 456,000 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
= 4,377.60 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
4,377.60 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 2.19 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
4,377.60 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 11.99 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
11.99 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.50 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
Rolling Mill Vent 
VOC: 

21,000 𝑔𝑔𝑔𝑔𝑔𝑔
𝑦𝑦𝑦𝑦

∗ 7.5 𝑙𝑙𝑙𝑙
𝑔𝑔𝑔𝑔𝑔𝑔

∗ 0.0463 𝑙𝑙𝑙𝑙 𝑉𝑉𝑉𝑉𝑉𝑉
𝑙𝑙𝑙𝑙 𝑜𝑜𝑜𝑜𝑜𝑜

= 7,292.35 𝑙𝑙𝑙𝑙
𝑦𝑦𝑦𝑦

  
 
7,292.25 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 3.65 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
7,292.25 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 19.98 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
19.98 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.83 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
Melt Shop Emissions Summary: 
 
Melt Shop Baghouse: 

 PM10 SOx NOx VOC CO 
lb/hr: 2.43 5.26 4.68 3.90 94.69 

lb/day: 58.34 126.18 112.44 93.70 2,272.50 
tons/yr: 10.65 23.03 20.52 17.10 414.73 
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Caster Spray Stack: 
 PM10 SOx NOx VOC CO 

lb/hr: 0.11 0.02 0.006 0.02 0.49 
lb/day: 2.59 0.44 0.15 0.46 11.75 

tons/yr: 0.47 0.08 0.03 0.08 2.15 
 
Roll Mill Vent: 

 PM10 SOx NOx VOC CO 
lb/hr: N/A N/A N/A 0.83 N/A 

lb/day: N/A N/A N/A 19.98 N/A 
tons/yr: N/A N/A N/A 3.65 N/A 

 
Total Melt Shop: 

 PM10 SOx NOx VOC CO 
lb/hr: 2.54 5.28 4.69 4.76 95.17 

lb/day: 60.93 126.62 112.59 114.14 2284.13 
tons/yr: 11.12 23.11 20.55 20.83 416.85 

 
 

3. Slag Yard: 
 
Screening & Handling: 
Loader to Feed Station (example calculation) 
 
59,280 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
∗ 4.60 ∗ 10−5 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑡𝑡𝑡𝑡𝑡𝑡
= 2.727 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
2.727 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.0014 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
2.727 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2920

𝑦𝑦𝑦𝑦
ℎ𝑟𝑟

= 0.0009 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 
0.0009 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
∗ 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 0.022 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
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Handling & Screening Throughput, 
ton/yr 

PM10 EF, 
lb/ton 

PM10, 
ton/yr 

PM10, 
lb/day 

PM10, 
lb/hr 

PM2.5 EF, 
lb/ton 

PM2.5, 
ton/yr 

PM2.5, 
lb/day 

PM2.5, 
lb/hr 

Loader to Feed Station 59,280 4.60 x 10-5 0.0014 0.022 0.0009 1.30 x 10-5 0.00001 0.006 0.0002 
Feed Station to Oversize Negligible N/A N/A N/A N/A N/A N/A N/A N/A 
Feed Station to Conveyor 59,280 4.60 x 10-5 0.0014 0.022 0.0009 1.30 x 10-5 0.00001 0.006 0.0002 
Conveyor to Magnet 59,280 4.60 x 10-5 0.0014 0.022 0.0009 1.30 x 10-5 0.00001 0.006 0.0002 
          
Magnet to Conveyor 11,856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.0001 0.001 0.00005 
Conveyor to Screen 11,856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.0001 0.001 0.00005 
Screen 11,856 7.40 x 10-4 0.004 0.07 0.003 5.00 x 10-5 0.00002 0.005 0.0002 
Screen to Stockpile  2,964 4.60 x 10-5 0.0001 0.001 0.00005 1.30 x 10-5 0.00002 0.0003 0.00001 
Screen to Stockpile  2,964 4.60 x 10-5 0.0001 0.001 0.00005 1.30 x 10-5 0.00002 0.0003 0.00001 
Screen to Conveyor 5,928 4.60 x 10-5 0.0001 0.002 0.0001 1.30 x 10-5 0.00004 0.0006 0.00003 
Conveyor to Stockpile  5,928 4.60 x 10-5 0.0001 0.002 0.0001 1.30 x 10-5 0.00004 0.0006 0.00003 
          
Magnet to Conveyor 47,424 4.60 x 10-5 0.001 0.018 0.001 1.30 x 10-5 0.0003 0.005 0.0002 
Conveyor to Screen 47,424 4.60 x 10-5 0.001 0.018 0.001 1.30 x 10-5 0.0003 0.005 0.0002 
Screen 47,424 7.40 x 10-4 0.018 0.288 0.012 5.00 x 10-5 0.001 0.019 0.001 
          
Screen to Conveyor 23,712 4.60 x 10-5 0.001 0.009 0.0004 1.30 x 10-5 0.0002 0.003 0.0001 
Conveyor to Stockpile 23,712 4.60 x 10-5 0.001 0.009 0.0004 1.30 x 10-5 0.0002 0.003 0.0001 
          
Screen to Conveyor 11,856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.0001 0.001 0.0001 
Conveyor to Stockpile 11.856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.0001 0.001 0.0001 
          
Screen to Conveyor 11.856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.0001 0.001 0.0001 
Conveyor to Stockpile 11.856 4.60 x 10-5 0.0003 0.004 0.0002 1.30 x 10-5 0.001 0.001 0.0001 
  Total: 0.031 0.515 0.021  0.004 0.068 0.003 

 
Crushing Throughput, 

ton/yr 
PM10 EF, 

lb/ton 
PM10, 
ton/yr 

PM10, 
lb/day 

PM10, 
lb/hr 

PM2.5 EF, 
lb/ton 

PM2.5, 
ton/yr 

PM2.5, 
lb/day 

PM2.5, 
lb/hr 

Loader to Feed Station 1,200 4.60 x 10-5 0.00003 0.00045 0.00002 1.30 x 10-5 0.00001 0.0001 0.00001 
Feed Station to Crusher 1,200 4.60 x 10-5 0.00003 0.00045 0.00002 1.30 x 10-5 0.00001 0.0001 0.00001 
Crusher 1,200 5.40 x 10-4 0.0003 0.00533 0.00022 1.00 * 10-4 0.00006 0.001 0.00004 
Crusher to Conveyor 1,200 4.60 x 10-5 0.00003 0.00045 0.00002 1.30 x 10-5 0.00001 0.0001 0.00001 
Conveyor to Stockpile 1,200 4.60 x 10-5 0.00003 0.00045 0.00002 1.30 x 10-5 0.00001 0.0001 0.00001 
  Total: 0.0004 0.007 0.0003  0.0001 0.001 0.0001 
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Slag Pile Loading & Unloading: 
 
PM10 (Sample Calculation): 

Unprocessed Slag: 
 
0.0024 𝑙𝑙𝑙𝑙

𝑡𝑡𝑡𝑡𝑡𝑡
∗ 59,280 𝑡𝑡𝑡𝑡𝑡𝑡

𝑦𝑦𝑦𝑦
= 143.52 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
  

 
143.52 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.072 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
143.52 𝑙𝑙𝑙𝑙

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.393 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
0.393 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
∗ 1
24

𝑑𝑑𝑑𝑑𝑑𝑑
ℎ𝑟𝑟

= 0.016 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

  
 

 PM10 
EF, 

lb/ton 
Throughput, 

ton/yr 
PM10, 
ton/yr 

PM10, 
lb/day 

PM10, 
lb/hr 

PM2.5 
EF, 

lb/ton 
PM2.5, 
ton/yr 

PM2.5, 
lb/day 

PM2.5, 
lb/hr 

Unprocessed 
Slag 

         

Pile Loading 0.0024 59,280 0.072 0.393 0.016 0.0004 0.011 0.060 0.002 
Pile Unloading 0.0024 59,280 0.072 0.393 0.016 0.0004 0.011 0.060 0.002 

Processed Slag          
Pile Loading 0.0024 59,280 0.072 0.393 0.016 0.0004 0.011 0.060 0.002 

Pile Unloading 0.0024 59,280 0.072 0.393 0.016 0.0004 0.011 0.060 0.002 
Total   0.287 1.573 0.066  0.043 0.238 0.010 

 
Wind Erosion: 
 

Raw Slag Pile (example calculation) 
 
1.273 𝑔𝑔

𝑚𝑚2 ∗ 278.7 𝑚𝑚2 ∗ 1
453.59

𝑙𝑙𝑙𝑙
𝑔𝑔
∗ 0.5 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃
= 0.391 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒
  

 
0.391 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒
∗ 365 𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒𝑒

𝑦𝑦𝑦𝑦
= 142.72 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
  

 
142.72 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.071 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
142.72 𝑙𝑙𝑙𝑙−𝑃𝑃𝑃𝑃10

𝑦𝑦𝑦𝑦
∗ 1
365

𝑦𝑦𝑦𝑦
𝑑𝑑𝑑𝑑𝑑𝑑

= 0.391 𝑙𝑙𝑙𝑙
𝑑𝑑𝑑𝑑𝑑𝑑

  
 
Raw Slag 

 multiplier 
Erosion 
Potential 

(g/m2) 

Pile 
Size 
(m2) 

lb/event Events/year ton/yr lb/day 

PM 1 1.273 278.7 0.782 365 0.143 0.782 
PM10 0.5 0.635 278.7 0.391 365 0.071 0.391 
PM2.5 0.075 0.095 278.7 0.059 365 0.011 0.059 
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Processed Fines 
 

multiplier 
Erosion 
Potential 

(g/m2) 

Pile 
Size 
(m2) 

lb/event Events/year ton/yr lb/day 

PM 1 1.273 243.9 0.684 365 0.125 0.684 
PM10 0.5 0.635 243.9 0.342 365 0.062 0.342 
PM2.5 0.075 0.095 243.9 0.051 365 0.009 0.051 

 
Processed Intermediates 

 
multiplier 

Erosion 
Potential 

(g/m2) 

Pile 
Size 
(m2) 

lb/event Events/year ton/yr lb/day 

PM 1 1.273 55 0.154 365 0.028 0.154 
PM10 0.5 0.635 55 0.077 365 0.014 0.077 
PM2.5 0.075 0.095 55 0.012 365 0.002 0.012 

 
 
Slag Yard Emissions Summary 
PM10: 
 lb/hr lb/day ton/yr 
Screening & Handling 0.02 0.52 0.003 
Crushing 0.0003 0.007 0.0004 
Pile Loading & Erosion --- 2.38 0.43 

 
PM2.5: 
 lb/hr lb/day ton/yr 
Screening & Handling 0.003 0.068 0.004 
Crushing 0.0001 0.001 0.0001 
Pile Loading & Erosion --- 0.26 0.07 

 
 

4. Cooling Towers 
0.00268 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃

𝑚𝑚𝑚𝑚𝑚𝑚
 ∗ 0.5584 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃
∗ 60𝑚𝑚𝑚𝑚𝑚𝑚

ℎ𝑟𝑟
= 0.090 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

ℎ𝑟𝑟
  

 
0.090 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

ℎ𝑟𝑟
∗ 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 2.15 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 
0.090 𝑙𝑙𝑙𝑙 𝑃𝑃𝑃𝑃10

ℎ𝑟𝑟
∗ 8760 ℎ𝑟𝑟

𝑦𝑦𝑦𝑦
∗ 1
2000

𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.39 𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

  
 
PM10 
 Drift, Total PM 

lb/min 
PM10 

Fraction lb/hr hr/day lb/day hr/yr ton/yr 

Tower 1 0.00268 0.5584 0.090 24 2.15 8760 0.39 
Tower 2 0.00062 0.5584 0.021 24 0.50 8760 0.09 
Tower 3 0.00096 0.5584 0.032 24 0.77 8760 0.14 
Tower 4 0.00008 0.5584 0.003 24 0.06 8760 0.01 
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PM2.5 
 Drift, Total PM 

lb/min 
PM2.5 

Fraction lb/hr hr/day lb/day hr/yr ton/yr 

Tower 1 0.00268 0.0021 0.0003 24 0.008 8760 0.002 
Tower 2 0.00062 0.0021 0.0001 24 0.002 8760 0.0003 
Tower 3 0.00096 0.0021 0.0001 24 0.003 8760 0.0005 
Tower 4 0.00008 0.0021 0.00001 24 0.0002 8760 0.00004 

 
Cooling Tower Emissions Summary 

 PM10 PM2.5 
lb/hr: 0.145 0.001 

lb/day: 3.49 0.01 
tons/yr: 0.64 0.00 

 
 
5. Internal Combustion Engines 
 
Example Calculation (‘008): 

PM10/PM2.5: 0.105 𝑔𝑔
𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟

× 1
453.59

𝑙𝑙𝑙𝑙
𝑔𝑔

× 600 𝑏𝑏ℎ𝑝𝑝 = 0.139 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

 
 
0.139 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
× 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 3.34 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 

0.139
𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

× 200
ℎ𝑟𝑟
𝑦𝑦𝑦𝑦

×
1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.01
𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

 

 
SOx: 0.007 𝑔𝑔

𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟
× 1

453.59
𝑙𝑙𝑙𝑙
𝑔𝑔

× 600 𝑏𝑏ℎ𝑝𝑝 = 0.010 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

 
 
0.010 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
× 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 0.23 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 

0.010
𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

× 200
ℎ𝑟𝑟
𝑦𝑦𝑦𝑦

×
1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.001
𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

 

 
NOx: 0.50 𝑔𝑔

𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟
× 1

453.59
𝑙𝑙𝑙𝑙
𝑔𝑔

× 600 𝑏𝑏ℎ𝑝𝑝 = 0.661 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

 
 
0.661 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
× 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 15.87 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 

0.661
𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

× 200
ℎ𝑟𝑟
𝑦𝑦𝑦𝑦

×
1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.07
𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

 

 
VOC: 1.0 𝑔𝑔

𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟
× 1

453.59
𝑙𝑙𝑙𝑙
𝑔𝑔

× 600 𝑏𝑏ℎ𝑝𝑝 = 1.323 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

 
 
1.323 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
× 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 31.75 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 

1.323
𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

× 200
ℎ𝑟𝑟
𝑦𝑦𝑦𝑦

×
1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.13
𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦
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CO: 1.6 𝑔𝑔
𝑏𝑏ℎ𝑝𝑝−ℎ𝑟𝑟

× 1
453.59

𝑙𝑙𝑙𝑙
𝑔𝑔

× 600 𝑏𝑏ℎ𝑝𝑝 = 2.116 𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

 
 
2.116 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
× 24 ℎ𝑟𝑟

𝑑𝑑𝑑𝑑𝑑𝑑
= 50.79 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 

2.116
𝑙𝑙𝑙𝑙
ℎ𝑟𝑟

× 200
ℎ𝑟𝑟
𝑦𝑦𝑦𝑦

×
1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.21
𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦

 

 
Engine Emissions Summary 
 
‘008 

 PM10 SOx NOx VOC CO 
lb/hr: 0.14 0.01 0.66 1.32 2.12 

lb/day: 3.34 0.23 15.87 31.75 50.79 
tons/yr: 0.01 0.001 0.07 0.13 0.21 

 
‘009 

 PM10 SOx NOx VOC CO 
lb/hr: 0.05 0.003 0.44 0.44 0.71 

lb/day: 1.11 0.08 10.58 10.58 16.93 
tons/yr: 0.005 0.0003 0.04 0.04 0.07 

 
‘010 

 PM10 SOx NOx VOC CO 
lb/hr: 0.62 0.04 2.96 5.91 9.46 

lb/day: 14.93 1.04 70.95 141.91 227.05 
tons/yr: 0.06 0.004 0.30 0.59 0.95 

 
Total 

 PM10 SOx NOx VOC CO 
lb/hr: 0.81 0.06 4.06 7.68 12.28 

lb/day: 19.38 1.36 97.41 184.24 294.78 
tons/yr: 0.08 0.01 0.41 0.77 1.23 

 
 
6. Gasoline Storage & Dispensing 

 
VOC: 
100 𝑔𝑔𝑔𝑔𝑔𝑔

ℎ𝑟𝑟
× 0.89

1000
 𝑙𝑙𝑙𝑙 𝑉𝑉𝑉𝑉𝑉𝑉

 𝑔𝑔𝑔𝑔𝑔𝑔
= 0.089 𝑙𝑙𝑙𝑙

ℎ𝑟𝑟
  

 
500 𝑔𝑔𝑔𝑔𝑔𝑔

𝑑𝑑𝑑𝑑𝑑𝑑
× 0.89

1000
 𝑙𝑙𝑙𝑙 𝑉𝑉𝑉𝑉𝑉𝑉

 𝑔𝑔𝑔𝑔𝑔𝑔
= 0.445 𝑙𝑙𝑙𝑙

𝑑𝑑𝑑𝑑𝑑𝑑
  

 
3,500 𝑔𝑔𝑔𝑔𝑔𝑔

𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
× 0.89

1000
 𝑙𝑙𝑙𝑙 𝑉𝑉𝑉𝑉𝑉𝑉

 𝑔𝑔𝑔𝑔𝑔𝑔
× 1

2000
𝑡𝑡𝑡𝑡𝑡𝑡
𝑙𝑙𝑙𝑙

= 0.0016 𝑡𝑡𝑡𝑡𝑡𝑡𝑡𝑡
𝑦𝑦𝑦𝑦𝑦𝑦𝑦𝑦
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Facility Emissions Potential to Emit (PTE) Summary: 
 
lb/day: 
 PM10 PM2.5 SOx NOx VOC CO 
Raw Materials 0.90 0.14 N/A N/A N/A N/A 
Steel Melting/ 
Refining/Casting/ 
Rolling 

60.93 58.67 126.62 112.59 114.14 2,284.13 

Slag Yard 2.91 0.33 N/A N/A N/A N/A 
Cooling Towers 3.49 0.01 N/A N/A N/A N/A 
Internal 
Combustion 
Engines 

19.38 19.38 1.36 97.41 184.24 294.78 

Gasoline  
Dispensing N/A N/A N/A N/A 0.45 N/A 

Total: 87.60 78.53 127.89 209.99 298.92 2,578.91 
 
ton/yr: 
 PM10 PM2.5 SOx NOx VOC CO 
Raw Materials 0.13 0.02 N/A N/A N/A N/A 
Melting/Refining/ 
Casting/Rolling 11.12 10.71 23.11 20.55 20.83 

 416.85 

Slag Yard 0.47 0.07 N/A N/A N/A N/A 
Cooling Towers 0.64 0.002 N/A N/A N/A N/A 
Internal 
Combustion 
Engines 

0.08 0.08 0.01 0.41 0.77 1.23 

Gasoline  
Dispensing N/A N/A N/A N/A 0.002 N/A 

Total: 12.43 10.88 23.11 20.96 21.60 
 

418.08 

 
IX. EMISSION CHANGES: 
 

A. PROJECT'S EMISSION CHANGE: 
Sum of emissions changes for all emissions units to be included in the NSR Balances 
(NSRB) and the Stationary Source Potentials to Emit (SSPE).  (See Page 207) 
 

 PM10 SOx NOx VOC CO 
lb/day: 68.22 126.62 112.59 114.59 2,284.13 
tons/yr 12.35 23.11 20.55 18.02 416.85 

 
Emissions from emergency use equipment operating 200 hours/year or less are not included in NSR Balance & 
SSPE, pursuant to sections III.B.2, IV.D.3.e, and IV.E.2.d of Rule 210.1. 

 
B. PRE-PROJECT NSR BALANCES AND SSPE: 
 

 NSRB NSRB SSPE SSPE NSRB 
Pollutant: PM10 SOx NOx VOC CO 

lb/day: 0.00 0.00 0.00 0.00 0.00 
tons/yr: 0.00 0.00 0.00 0.00 0.00 
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C. POST-PROJECT CUMULATIVE NSR BALANCE AND SSPE: 
Pre-Project NSR Balance/SSPE + Projects Emissions Change 

 NSRB NSRB SSPE SSPE NSRB 
Pollutant: PM10 SOx NOx VOC CO 

lb/day: 68.22 126.62 112.59 114.59 2,284.13 
tons/yr: 12.35 23.11 20.55 18.02 416.85 

 
NOTE: A negative NSR balance is not allowed.  Reductions causing a negative balance shall be 
banked (if qualified) pursuant to Rule 210.3. 

 
X. CONCLUSIONS: 

A. Rule 210.1 (conclusions based on worst case): 
 X  Satisfies requirements of Subsection III.A. (BACT) 
 X  Project not subject to Subsection, III.B. (offsets), NSR balance for SOx< 27 tons/yr and 

PM10 < 15 tons/yr and SSPE for VOC and NOx < 25 tons/yr,. 
      Project subject to Subsection III.B. (offsets), 
      Project not subject to NSR requirements Sec  
 

B. Rule 210.4: Applicant has performed a control technology review and source impact analysis; 
BACT for CO an PM2.5 was reviewed and selected by applicant. Modeling indicates that the 
increase in ambient concentration of CO and PM2.5 would not cause or contribute to a violation 
of the NAAQS, would not exceed each applicable SIL, and would not adversely impact nearby 
Class I areas. Additional impacts analysis indicated there would not be adverse impacts to 
vegetation or soils in the project area; the Federal Land Manager was notified of receipt of the 
application & provided a copy of the impacts analysis. The Federal Land Manager responded 
to the District on September 30, 2024, and indicated concurrence with the determination of no 
significant impact for Class I areas on account of the Q/D ratios being well below 10, and had 
no further requests or comments.  The application, analysis, and draft permits were made 
available for public review and comment from Sep. 30, 2024 to Oct. 30, 2024.  Public 
comments on the District’s evaluation and draft permits were received from the Steel 
Manufacturer’s Association and Baker & Hostetler, LLP.  The response to these comments will 
be included in the final record. 
 

C. Rule 302: Equipment capacity and power information was provided by applicant; Applicable 
permit fee schedule and annual permit fees are as follows: 
‘001- Electric Motors 400≤hp<800; Fee Schedule 01-05 ($1,636/yr) 
‘002- Electrical Motors >1,600-hp; Fee Schedule 01-07 ($2,785/yr) 
‘003- Electric Motors 200 ≤ hp < 400; Fee Schedule 01-04 ($1,106/yr) 
‘004- Electric Motors >1,600-hp; Fee Schedule 01-07 ($2,785/yr) 
‘005- Electric Motors >1,600-hp; Fee Schedule 01-07 ($2,785/yr)  
‘006- Electric Motors 100 ≤ hp < 200, Fee Schedule 01-03 ($840/yr) 
‘007- Electric Motors hp ≤ 25, Fee Schedule 01-00 ($220/yr) 
‘008- Internal Combustion Engine 600≤bhp<700; Fee Schedule 08-03 ($840/yr) 
‘009- Internal Combustion Engine 100≤bhp<300; Fee Schedule 08-01 ($309/yr) 
‘010- Internal Combustion Engine 1,000≤bhp<5,000; Fee Schedule 08-07 ($2,785/yr) 
‘011- Stationary Container ≤5,000-gallons; Fee Schedule 05-00 ($151/yr) 
 

D. Rule 401: Visible emissions from melt shop control device are required not to exceed 3% 
opacity, melt shop emissions are not to exceed 6% opacity, and dust handling system 
emissions are not to exceed 10% opacity by 40 CFR Part 60 Subpart AAb standards.  Visible 
emissions from scrap unloading shall be limited to 20% opacity; scrap, alloy, and slag handling 
are required not to exceed 5% opacity; visible emission from storage piles is not to exceed 10% 
opacity by BACT requirements.  Visible emissions from cooling towers (excluding uncombined 
water vapor) are limited to 5% opacity by BACT requirements. Internal combustion engines will 
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utilize propane fuel, and visible emissions are prohibited during normal operation. Compliance 
with Rule 401 is expected. 
 

E. Rule 404.1: PM emissions from melt shop baghouse are required to meet an exhaust 
concentration of 0.0052 grains per standard cubic foot (gr/scf), per 40 CFR §63.10686; 
applicant has proposed a PM concentration from the melt shop baghouse lower than this.  
Caster spray stack PM emissions are expected to be 0.67 lb/hr; with an exhaust flow rate of 
26,486 scfm, the resulting PM concentration would be 0.003 gr/scf. Prior District review of gas 
fueled internal combustion engines determined PM exhaust concentrations well below the 0.1-
gr/scf required by the Rule. Compliance with Rule 404.1 is expected. 
 
 

F. Rule 405: Process weight rates for the facility are as follows: 
 

Material Throughput 
ton/yr ton/hr 

Scrap 500,780 52 
Carbon Additive 9,550 19.1 
Lime 9,550 19.1 
Dolomite 9,550 19.1 
Specialty Alloys 11,902 4.1 
Steel Product 456.000 52.1 
Slag 59,280 6.7 

 
PM emissions from each of these processes, as well as the applicable emission limit of Rule 
405, are as follows: 
 

Material PM Emissions (lb/hr) 
Proposed Rule Limit 

Scrap 0.056 40.00 
Carbon Additive N/A N/A 
Lime N/A N/A 
Dolomite N/A N/A 
Specialty Alloys 0.02 8.81 
Steel Product 2.43 40.00 
Slag 0.27 12.13 

 
Proposed PM emission rates are lower than required by the Rule. Compliance with Rule 405 is 
expected. 
 

G. Rule 407: SOx emissions from the melt shop operations are expected to be 5.26 lb/hr; given an 
exhaust flow rate from the baghouse of 677,000 scfm, the exhaust concentration would be 1.3 
x 10-6 lb/scf. Based on a molecular weight of 64.066 lb/lbmol for SO2, this correlates to a 0.77 
ppm concentration, well below the 0.2% (2,000-ppmv) requirement of the Rule. Caster spray 
stack SO2 emissions are expected to be 0.02 lb/hr; with an exhaust flow rate of 26,486 scfm, 
the resulting SO2 concentration in the caster spray stack would be 0.07-ppm. Sulfur content of 
propane fuel for the emergency use internal combustion engines is required not to exceed 15 
grains/100 ft3 (~80 ppm); given known combustion principles, SO2 emission rate shall be less 
than 0.2% by volume.  Compliance with Rule 407 is expected. 
 

H. Rule 412: The 500-gallon gasoline tank is required to be equipped with Phase I EVR and 
standing loss control equipment.  These requirements will be incorporated into permit 
operations conditions; Compliance with Rule 412 is expected. 
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I. Rule 412.1: Gasoline dispensing is non-retail & only vehicles in fleet managed by owner 

equipped with ORVR will be refueled; therefore, Phase II EVR is not required.  Permit 
conditions will include requirement to use CARB certified enhanced conventional (ECO) 
dispensing hoses & nozzles to satisfy BACT requirements and CARB Executive Order NVR-1-
F. Compliance with Rule 412.1 is expected. 
 

J. Rule 414: Applicant has proposed use of 21,000 gallons per year of lubricating oil; this would 
correspond to 57.5 gallons/day of use.  Lubricating oils are expected to have a Reid vapor 
pressure well below 0.5 psi; therefore, the wastewater separator meets the criteria for 
exemption from Section III.A and is exempt from the requirements of District Rule 414. 

 
K. Rule 419 and CH&SC §41700:  Raw material and slag processing operations are subject to 

visible emission limitations, and are required to implement controls or methods to minimize 
fugitive dust emissions. Facility is also required to obtain & operate in accordance with an 
approved fugitive dust control plan for fugitive dust emissions for these operations. Proposed 
controls for steel manufacturing process include fabric filters, a wet scrubber, SNCR, lime 
injection, and activated carbon injection, which are expected to prevent nuisance emissions 
from the melting, refining, casting, & rolling operations.  The cooling towers are required to 
have high efficiency drift eliminators & visible emissions (excluding uncombined water vapor 
plumes) are restricted to 5% opacity.  Internal combustion engines are fired on propane fuel 
and are designated as emergency use, limiting operation time. Gasoline storage & dispensing 
will have low throughput, and gasoline tank is required to be equipped with CARB certified 
vapor recovery equipment.  Therefore, the proposed facility is not expected to create a 
nuisance to off-site receptors.  
 
Applicant has provided a health risk assessment conducted in accordance with OEHHA 
guidelines.  MEIR for cancer is exposed greater than 1 in one million, and Acute HI at the PMI 
is greater than 0.2; therefore, TBACT is required.  Review found that BACT for criteria 
pollutants constituted TBACT for the project. Compliance with Rule 419 and CH&SC §41700 is 
expected. 
 
 

L. Rule 422 – 40 CFR Part 60 Subpart JJJJ: Applicant will be required to install engines certified 
to the emission standards of subpart JJJJ; BACT requirements for proposed engines are more 
stringent than the emission standards of the subpart.  Compliance with Subpart JJJJ is 
expected. 
 

M. Rule 423 – 40 CFR Part 63 Subpart ZZZZ:  Subpart ZZZZ required new emergency use 
engines located at area sources of HAP to comply with the requirements of Part 60 Subpart 
JJJJ. BACT requirements for NOx, VOC, & CO emission are at least as stringent as the 
applicable emission standards of Subpart JJJJ; applicable recordkeeping & reporting 
requirements shall be incorporated into permit operational conditions. Compliance with Subpart 
ZZZZ is expected. 
 

N. Rule 423 – 40 CFR Part 63 Subpart YYYYY: Applicant has submitted a scrap management 
plan with their application describing the methods PSGM3 will utilize to minimize the amount of 
scrap containing chlorinated plastics, free organic liquids, and lead that is allowed to be fed into 
the EAF; the plan proposes to require motor vehicle scrap only be accepted from suppliers 
participating in an EPA approved mercury switch removal program to control mercury from 
motor vehicle scrap.  Proposed emission rate of PM from the PM control device serving the 
EAF is lower than required by the regulation. Applicant proposal to fully enclose the melt shop 
building is expected to ensure visible emissions comply with the requirements of Subpart 
YYYYY. Requirements for visible emissions, monitoring, performance testing, recordkeeping, 
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and reporting will be incorporated into permit conditions.  Compliance with Subpart YYYYY is 
expected. 
 

O. Rule 429.1: PSGM3 has not proposed to utilize cooling water containing hexavalent chromium.  
This requirement will also be incorporated into permit conditions for each cooling tower. 
Compliance with Rule 429.1 is expected. 

 
P. 40 CFR Part 60 Subpart AAb: Applicant has proposed for PM emissions from EAF control 

device to be 0.0467 lb/ton of steel produced, which is significantly less than the 0.16 lb/ton 
required by the regulation.  The facility will utilize a continuous furnace feed in lieu of batch 
charging of the EAF from an overhead bucket, which is expected to minimize visible emissions 
from charging. The melt shop building is proposed to be fully enclosed (no openings for fugitive 
emissions not captured by the control system), and the captured EAF emissions are vented to 
a multi-device control system including two fabric collectors and wet scrubber; therefore, PM 
and visible emissions are not expected to exceed the thresholds listed in §60.272b(a). 
Requirements for monitoring, compliance testing, recordkeeping, and reporting from the 
Subpart will be incorporated into permit conditions.  Compliance with Subpart AAb is expected. 

 
XI. RECOMMENDATIONS: 

 
Issue Authority to Construct No.’s 5024001 – ‘011 with the following conditions: 
 
5024001: 
EQUIPMENT DESCRIPTION: Scrap and Additive Material Receiving, Handling, and Storage 
Operation, including the following equipment and design specifications 
 
A. Scrap Unloading Bay 
B. Scrap Storage Piles 
C. Supplemental Alloy Storage Area 
D. Storage Silos for Lime, Dolomite, and Carbon 
E. Endless Charging System (ECS), including two mass charging conveyors (50-hp each), two 

preheating conveyors (50-hp each), and eccentric mass connecting car (30-hp) 
F. ECS Tornado® preheating system with twelve actuators each driven by a 5-hp motor 
G. ECS Booster Fan driven by 125-hp motor 
 
DESIGN CONDITIONS: 
 
a. Carbon, dolomite, and lime silos shall be served by bin vent fabric filters with exhaust routed to 

the melt shop dust collector.  (Rule 210.1 BACT Requirement) 
b. Supplemental alloy materials shall be stored in an enclosure area to minimize fugitive 

emissions.  (Rule 210.1 BACT Requirement) 
c. Area of supplemental alloy piles shall not exceed 140 m2 (0.03 acres). (Rule 210.1) 
d. At least 30 days prior to start-up, owner/operator shall  submit to the District an Operational 

Fugitive Dust Emission Control Plan for District approval.  Owner/operator shall operate in 
accordance with the District approved Fugitive Dust Control Plan for scrap and supplemental 
alloy material receiving, handling, & storage, as well as vehicle traffic areas.  (Rules 210.1 
BACT Requirement, 402) 

e. At least 30 days prior to start-up, owner/operator shall submit to the District a pollution 
prevention control plan to allow for District approval prior to start-up.  (Rules 209, 423 Subpart 
YYYYY, 40 CFR § 63.10681). 

 
OPERATIONAL CONDITIONS: 
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1. Maximum scrap unloading throughput to outdoor piles shall not exceed 250,390 tons/yr and 
total scrap unloading throughput shall not exceed 500,780 tons/yr, each based on a rolling 12-
month period. (Rule 210.1) 

2. Maximum supplemental alloy unloading throughput shall not exceed 11,902 ton/yr, based on a 
rolling 12-month period. (Rule 210.1) 

3. Visible emissions from scrap and alloy unloading shall not exceed 20% opacity or Ringelmann 
1 for not more than 3 minutes in any one hour.  (Rules 210.1 BACT Requirement, 401) 

4. Visible emissions from scrap and supplemental material handling and transfer shall not exceed 
5% opacity or Ringelmann ¼ for not more than 3 minutes in any one hour.  (Rule 210.1 BACT 
Requirement) 

5. There shall be no visible emissions from outdoor scrap storage piles.  (Rule 210.1) 
6. Visible emissions from supplemental alloy storage piles shall not exceed 10% opacity 

(Ringlemann ½) for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement) 
7. Loading and unloading operations shall utilize minimum feasible drop height to reduce fugitive 

dust emissions. (Rule 210.1 BACT Requirement) 
8. Carbon, dolomite, & lime shall be pneumatically transferred into & out of storage silos via fully 

enclosed transfer lines.  (Rule 210.1 BACT Requirement) 
9. Material removed from bin vent fabric filters serving storage silos shall be disposed of using 

method preventing entrainment in atmosphere.  (Rule 210.1) 
10. Operation shall be conducted in accordance with District approved pollution prevention plan at 

all times to minimize the quantity of chlorinated plastics, lead, free organic liquids, and mercury 
present in scrap charged to furnace.  (Rule 423 Subpart YYYYY, 40 CFR §63.10685(a)(1)) 

11. Motor vehicle scrap shall only be accepted from providers who participate in a program for 
removal of mercury switches that has been approved by the USEPA. (Rule 423 Subpart 
YYYYY) 

12. Personnel responsible for the inspection of scrap received shall be trained in the requirements 
of the pollution prevention plan.  (Rule 423 Subpart YYYYY, 40 CFR §63.10685(a)(1)) 

13. Owner/operator shall maintain copy of District approved pollution prevention plan on site. (Rule 
423 Subpart YYYYY) 

14. Owner/operator shall maintain records identifying each scrap provider and documenting the 
scrap provider’s participation in an approved mercury switch removal program. For motor 
vehicle scrap purchased from a broker, records shall identify each broker and documentation 
that all scrap provided by the broker was obtained from other scrap providers who participate 
in an approved mercury switch removal program, (Rule 423 Subpart YYYYY) 

15. Owner/operator shall maintain records demonstrating compliance with the approved pollution 
prevention plan, including documentation of personnel trained on the plan’s requirements.  
(Rule 423 Subpart YYYYY, 40 CFR §63.10685(c)) 

16. Owner/operator shall submit semi-annual compliance reports to the District for the control of 
contaminants from scrap. The report must clearly identify any deviations from the requirements 
of the pollution prevention plan, and the corrective action(s) taken.  (Rule 423 Subpart YYYYY, 
40 CFR §63.10685(c)(3)) 

17. Equipment shall be maintained according to manufacturer’s specifications to ensure 
compliance with emissions limitations.  (Rules 209 and 210.1) 

18. Compliance with all operational conditions shall be verified by appropriate record keeping, 
including records of operational data needed to demonstrate compliance.  Such records shall 
be kept on site in readily available format.  (Rule 209) 

19. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
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COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10):    
Steel Scrap Unloading  0.03 lb/hr  
(combined indoor & outdoor) 0.63 lb/day (24-hr maximum) 
 0.12 ton/yr (12-month rolling 

avg.) 
    
Lime Unloading, Handling, & Storage Emissions vented to melt shop dust collector 
Dolomite Unloading, Handling, & Storage Emissions vented to melt shop dust collector 
Carbon Unloading, Handling, & Storage Emissions vented to melt shop dust collector 
    
Supplemental Alloy Unloading & Handling 0.003 lb/hr  
 0.07 lb/day (24-hr maximum) 
 0.01 ton/yr (12-month rolling 

avg.) 
    
Outdoor Storage Piles 0.20 lb/day (24-hr maximum) 
(wind erosion) 0.04 ton/yr (12-month rolling 

avg.) 
    
Particulate Matter (PM2.5):    
Steel Scrap Unloading & Handling 0.004 lb/hr Rule 210.4 PSD 
 0.10 lb/day 24-hr maximum) 
 0.02 ton/yr Rule 210.4 PSD (12-

month rolling avg.) 
    
Supplemental Alloy Unloading & Handling 0.0004 lb/hr Rule 210.4 PSD 
 0.01 lb/day 24-hr Maximum) 
 0.002 ton/yr Rule 210.4 PSD (12-

month rolling avg.) 
    
Outdoor Storage Piles 0.03 lb/day (24-hr maximum) 
(wind erosion) 0.005 ton/yr Rule 210.4 PSD (12-

month rolling avg.) 
    

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated, and compliance with the rolling 12-month emissions and material 
throughput limits shall be verified at the end of each month. Documentation of compliance shall be 
retained and made readily available to District for a period of five years.  (Rule 210.1) 
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5024002: 
EQUIPMENT DESCRIPTION: Steel Melting, Refining, Casting, & Shaping Operation, including the 
following equipment and design specifications 
 
A. Scrap Cutting Torches (~0.056 MMBtu/hr max) 
B. Q-EBT Sand Injection System with rotating base gear motor (3-hp) 
C. Electric Arc Furnace (EAF) with three 10,500 kVA electrodes, oxy-lances, and Direct 

Evacuation Control (DEC) System routed to Item N 
D. Ladle Car with two travel drive motors (5-hp each) 
E. Ladle Metallurgy Station (LMS) with 7,200-kVA electrode 
F. Tundish Dumping Station including capture hood with two 3-hp motors 
G. Cyclone Double Clapet Dust Extractor with 0.7-hp motor 
H. Cyclone Dust Extractor with 5.4-hp motor 
I. Bag Filter Dust Extractor with 4-hp motor 
J. 1st Bag Filter Elevator Dust Extractor with5-hp motor 
K. 2nd Bag Filter Elevator Dust Extractor with 5-hp motor 
L. Dust Stocking Bin Mini Filter with 0.7-hp blower 
M. Dust Stocking Bin Extracting Screw Conveyor with 2-hp motor 
N. Fume Treatment Plant Primary Emission Control Circuit serving item C, including the following 

control equipment: 
i. Urea injection system, reagent for selective non-catalytic reduction system (SNCR), 

including: urea storage tank, urea pump, distribution piping to injection ports at settling 
chamber, and injection control system 

ii. Primary Melt Shop Dust Collector with two 2,150-hp exhaust fans (fans also serve item Q) 
iii. Wet scrubber with booster fan (422-hp) 

O. Fume Treatment Plant Secondary Emission Control Circuit serving melt shop, including 
hydrated lime injection system 

P. Activated carbon sorbent injection system 
Q. Secondary Melt Shop Dust Collector  
R. Horizontal Preheater Transfer Car with two 5-hp motors and 2-hp cable ring motor 
S. Auxiliary Transfer Car with two 5-hp motors and 2-hp cable ring motor 
T. Withdrawal and Straightening Unit, including bottom & top extracting rolls and straightening roll 

(7.5-hp each)  
U. Intermediate Roller Table with nine 1-hp rollers, one 1.5-hp roller, and one 1.5-hp pinch roll 
V. Hydraulic Vertical Shear outlet roll driven by one 3-hp motor 
W. Tundish Tilting Hydraulic unit with 20-hp pump 
X. Ladle Slide Gate Hydraulic Unit with two pumps (10-hp each) 
Y. FCC Hydraulic Unit, with two 30-hp pumps and two 2-hp recirculation pumps 
Z. CCM Hydraulic Unit Container 1 with two recirculation pumps (15-hp each) 
AA. CCM Hydraulic Unit Container 2 with five pumps (125-hp) 
BB. Open Circuit Spray System with two Cooling Water Pumps (40-hp each) 
CC. Traveling Weigh Hopper (TWH01) with 0.9-hp travel motor and 4.8-hp electric cylinder 
DD. Caster Spray Vent Stack with steam exhaust fan (60-hp) 
EE. Roller Tabler with Heat-Retaining Hoods, including ten roller drives (3.4-hp each) 
FF. Roller Table with Heat-Retaining Hood, including roller drive (1-hp) 
GG. Induction Heating Roller Table with five roller drives (3.4-hp) 
HH. Pinch Roll driven by 84.8-hp motor 
II. Stand ESS 685 H 00-1H driven by 335.1-hp motor 
JJ. Stand ESS 685 V 00-2V driven by 335.1-hp motor 
KK. Stand ESS 685 H 00-3H driven by 335.1-hp motor 
LL. Stand ESS 450 V SF-4V driven by 335.1-hp motor 
MM. Stand ESS 450 H SF-5H driven by 335.1-hp motor 
NN. Stand ESS 450 V SF-6V driven by 469.2-hp motor 



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

149 

OO. Stand ESS 450 V SF-7H driven by 469.2-hp motor 
PP. Stand ESS 450 V SF-8V driven by 469.2-hp motor 
QQ. Start-Stop Flying Shear CVSB-030-800 driven by 222-hp motor 
RR. Stand DOM 4334 FL - 9H driven by 469.2-hp motor 
SS. Vertical Looper with two 2.3-hp roller drives 
TT. Stand DVM 4334 FL - 10V driven by 469.2-hp motor 
UU. Vertical Looper with two 2.3-hp roller drives 
VV. STAND DOM 4334 FL - 11H driven by 469.2-hp motor 
WW. Vertical Looper with two 2.3-hp roller drives 
XX. STAND DVM 4334 FL - 12V driven by 469.2-hp motor 
YY. Vertical Looper with two 2.3-hp roller drives 
ZZ. STAND DOM 4334 FL - 13H driven by 469.2-hp motor 
AAA. Vertical Looper with two 2.3-hp roller drives 
BBB. STAND DVM 4334 FL - 14V driven by 469.2-hp motor 
CCC. Vertical Looper with two 2.3-hp roller drives 
DDD. STAND DOM 4334 FL - 15H driven by 469.2-hp motor 
EEE. Vertical Looper with two 2.3-hp roller drives 
FFF. STAND DVM 4334 FL - 16V driven by 469.2-hp motor 
GGG. Roller Table with two 2.3-hp roller drives 
HHH. Water Quenching Line QTB with twelve bypass roller drives each driven by a 2.3-hp motor 
III. Pinch Roll at Crop Shear Entry with 69.4-hp motor 
JJJ. Crop Shear driven by 120.6-hp motor 
KKK. Pinch Roll at “Cut to Length” Shear Entry (69.4-hp) 
LLL. “Cut to Length” Shear driven by 160.9-hp motor 
MMM. Pinch Roll at Shear Exit Line#1-LH with 69.4-hp roll drive motor 
NNN. Pinch Roll at Shear Exit Line#2-RH with 69.4-hp roll drive motor 
OOO. Twin Bar Braker Group with two 69.4-hp motors 
PPP. Roller Table driven by twelve roll drives (2.3-hp each) 
QQQ. Pinch Roll at Combined Shear Entry (69.4-hp) 
RRR. Combined Shear CVSM-030-0800 with 315-hp drive motor 
SSS. Combined Shear Inlet/Outlet Equipment with 2.3-hp roller drive 
TTT. Inlet Roller Table with Four 2.3-hp Roller Drive 
UUU. Inlet Roller Table with Three 2.3-hp Roller Drive 
VVV. Inlet Roller Table with Three 2.3-hp Roller Drive 
WWW. Roller Table with Lifting Aprons driven by five 2.3-hp Roll Drives 
XXX. Roller Table with Lifting Aprons driven by twenty 2.3-hp Roll Drives 
YYY. Fast Cooling Bed, including 57-hp drive motor and lining up rollers driven by forty-six 0.5-

hp motors 
ZZZ. Slow Cooling Bed, including 115.6-hp bed drive and lining up rollers driven by twenty-three 

0.8-hp motors 
AAAA. Layer Chain Transfer with two 4.6-hp motors 
BBBB. Lance Group with two 33.9-hp motors 
CCCC. Bundle Run Out Roller Table with twenty-four 2.3-hp motors 
DDDD. Roller Table with ten roller drive motors (2.3-hp each) 
EEEE. Roller Table Drive Section A with ten roller drive motors (2.3-hp each) 
FFFF. Roller Table Drive Section B with ten roller drive motors (2.3-hp each) 
GGGG. Two Liftable Chain Transfers (one each for Sections A-B & C-D) each driven by 10.8-hp 

chain drive motor 
HHHH. Collecting Chain Transfer Transfers (one each for Sections A-B & C-D) each driven by 

46.2-hp chain drive motor 
IIII. Pinch Roll at Crop Shear Entry with 115.6-hp drive motor 
JJJJ. Crop Shear VR 12 with 115.6-hp shear drive 
KKKK. FFB 4 Stands driven by 2010.7-hp main drive 
LLLL. Pinch Roll along BGV bypass with 115.6-hp drive motor 
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MMMM. Pinch Roll at WB#2 Entry with 115.6-hp drive motor 
NNNN. Pinch Roll at WB#3 Entry with 115.6-hp drive motor 
OOOO. Pinch Roll at Shears Group Entry with 115.6-hp drive motor 
PPPP. Crop Shear CVR 025 with 203.5-hp drive motor 
QQQQ. Dividing Shear CVR 025 with 203.5-hp drive motor 
RRRR. Pinch Roll at Shears Group Exit with 115.6-hp drive motor 
SSSS. Pinch Roll at Spoolers Entry with 115.6-hp drive motor 
TTTT. Spooler Line 1A, including Pinch Roll #14 (115.6-hp drive motor), Pinch Roll #15 Line 1A 

(138.7-hp drive motor), Q-VID Fan (0.7-hp motor), Mandrel Cover with 1.5-hp drive, and 
1206.4-hp spooler drive motor 

UUUU. Spooler Line 1B, including Pinch Roll #16 (115.6-hp drive motor), Pinch Roll #17 Line 1A 
(138.7-hp drive motor), Q-VID Fan (0.7-hp motor), and 1206.4-hp spooler drive motor 

VVVV. Roller Table with 3.4-hp drive motor 
WWWW. Weighing Roller Table with 3.4-hp drive motor 
XXXX. Three Roller Tables each with 3.4-hp drive motor and Stopper 
YYYY. Ten Roller Tables each with 3.4-hp drive motor 
ZZZZ. Two Evacuation Roller Tables (Forklift Prelieve) each with 3.4-hp drive motor 
AAAAA. Air/Oil Lubrication Unit for Rolling Area with two pump drives (2-hp each) 
BBBBB. Air/Oil Lubrication Unit for FFB Area with two pump drives (2-hp each) 
CCCCC. Air/Oil Lubrication Unit for Spooler Area with two pump drives (2-hp each) 
DDDDD. Three Booster Pumps (147.5-hp each) serving QTB System 
EEEEE. Two Booster Pumps (20.1-hp each) serving FFB 4S 
FFFFF. Two Sump Pumps (1.3-hp each) for Coil Forming Area 
GGGGG. EBT Walkway with 1-hp motor 
HHHHH. Hydraulic Unit for ECS, EAF, LF, including three hydraulic pumps (100-hp each) and two 

recirculating pumps (15-hp each) 
IIIII. Carbon Capture System with emission bypass option, including fume cooling system, 

fume pressure control system, absorption system for CO2 separation from gas stream 
and CO2 liquification system 

 
DESIGN CONDITIONS: 
 
a. Melt Shop Dust Collectors shall be equipped with pulse-jet cleaning mechanism.  (Rule 210.1) 
b. Electric Arc Furnace (EAF) shall be served by direct evacuation control (DEC) system routing 

emissions to the fume treatment plant.  (Rule 210.1 BACT Requirement) 
c. Melt shop Dust Collector exhaust stack shall be equipped with permanent sampling ports, 

sampling platform, access ladder, and utilities for sampling equipment.  (Rule 108.1)  
d. Owner/operator shall install, calibrate, maintain, and operate a continuous emission monitoring 

system for CO emissions (CO CEMS) from the melt shop dust collector exhaust stack.  (Rules 
210.1, 210.4, 40 CFR Part 64)  

e. Melt shop roof distribution system shall be of enclosed design with no ventilation openings 
besides designated exhaust stacks (Rule 210.1 BACT) 

f. Owner/operator shall install and operate a bag leak detection system (BLDS) in accordance 
with 40 CFR §60.273b(e) and (f), in conjunction with visible emissions observations conducted 
in accordance with 40 CFR §60.273b(c).  (40 CFR Part 60 Subpart AAb) 

g. SNCR system shall be designed such that temperatures, gas residence time, & normalized 
stoichiometric ratio (NSR) are optimized for control of NOx emissions.  (Rule 210.1) 

h. SNCR system shall be equipped with continuous monitors for temperature and reagent flow 
rate.  (Rule 210.1) 

i. Melt Shop Dust Collector exhaust stack shall be equipped with continuous monitor/recorder, 
secured against tampering after calibration, for ammonia, unless the following criteria are 
satisfied (Rules 210.1, 419): 
i. Urea is utilized as the reagent; and 
ii. The most recent test results determine that ammonia slip from the melt shop dust collector 
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stack does not exceed 10 ppmvd at the maximum design reagent injection rate for the 
SNCR system.   

j. Wet scrubber shall be designed such that scrubbing liquid flow rate and pH are sufficient for 
control of SOx emissions. (Rule 210.1) 

k. Wet scrubber equipped with operational differential pressure indicator and volumetric 
scrubbing liquid flow meter.  (Rule 210.1) 

l. Cutting torches for oversize scrap cutting shall only operate inside the melt shop and 
emissions shall be vented to the fume treatment plant.  (Rule 210.1)  

 
OPERATIONAL CONDITIONS: 
 
1. Process shall be designed and operated as described in application for Authority to Construct 

and Environmental Impact Report (EIR).  (Rules 210.1, 210.4) 
2. Maximum steel production shall not exceed 456,000 tons of finished steel product per rolling 

12-month period.  (Rule 210.1) 
3. Visible emissions from melt shop dust collector exhaust stack shall not equal or exceed 3% 

opacity for more than 6 minutes in any one hour.  (Rule 210.1 BACT Requirement, 40 CFR 
Part 60 Subpart AAb) 

4. Visible emissions from caster spray stack shall not exceed 5% opacity for more than 3 minutes 
in any one hour, not including uncombined water vapor.  (Rule 210.1 BACT Requirement) 

5. There shall be no visible emissions emanating from melt shop building during periods of 
melting and refining in the EAF. (Rule 210.1 BACT Requirement, 40 CFR Part 60 Subpart 
AAb) 

6. During periods of charging and tapping of the EAF, visible emissions emanating from the melt 
shop building shall not equal or exceed 6% opacity.  (Rule 210.1 BACT Requirement; Rule 
423, Subpart YYYYY, 40 CFR Part 60 Subpart AAb) 

7. Visible emissions from dust handling system shall not exceed 10% opacity.  (Rule 210.1, 40 
CFR Part 60 Suabpart AAb) 

8. Dust capture system and emission control devices serving melt shop equipment shall be in 
operation when the EAF, LMS, or other steel processing equipment are in operation. (Rule 
210.1) 

9. Exhaust gas particulate matter concentration from any stack shall not exceed 0.1 grains/ft3 of 
gas at standard conditions.  (Rule 404.1) 

10. Concentration of sulfur compounds in exhaust gas shall not exceed 0.2% by volume, 
calculated as sulfur dioxide.  (Rule 407) 

11. Material removed from fabric dust collectors shall be returned to product stream or otherwise 
disposed of or recycled using method preventing entrainment in atmosphere.  (Rule 210.1) 

12. APCO or any authorized representative shall have access to and be provided (upon request) 
with copies of any record required to be kept under terms and conditions of permit.  
Furthermore, such persons shall have access to inspect any equipment, operation, or method 
required in this permit, and to sample, or require sampling, of emissions sources.  (Rule 107) 

13. There shall be no detectable odors at the property line of the facility.  (Rule 419) 
14. At all times when equipment is in operation (including periods of startup, shutdown, and 

malfunction), the owner or operator shall, to the extent practicable, operate and maintain any 
affected source, including associated air pollution control equipment and monitoring 
equipment, in a manner consistent with safety, manufacturer equipment operating guidelines, 
and good air pollution control practices for minimizing emissions. (Rule 423 Subpart YYYYY, 
40 CFR §63.6(e)) 

15. Breakdown conditions shall be reported in accordance with Sections III and IV of District Rule 
111. (Rule 111) 

16. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 
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Monitoring Requirements 
 

17. Owner/operator shall monitor the PM capture system and PM control device serving EAF in 
accordance with the District approved compliance assurance monitoring plan (CAM Plan) and 
40 CFR §64.7, commencing no later than 180 days following District approval of the CAM 
Plan.  (Rule 423 Subpart YYYYY, 40 CFR §63.10686(e)) 

18. Daily visible emission observations of shop opacity shall be conducted in accordance with 40 
CFR §60.273b(d).  (40 CFR Part 60 Subpart AAb) 

19. Owner/operator shall satisfy the following requirements for the BLDS system (Rule 210.4 PSD, 
40 CFR Part 60 Subpart AAb): 
a. BLDS shall meet the specifications in 40 CFR §60.273b(e)(1)-(3); 
b. Detection sensor(s) shall be installed downstream of the baghouse or upstream of any wet 

scrubber; 
c. No later than date of startup, develop and submit to the Administrator or delegated 

authority for approval a site-specific monitoring plan that addresses the following items; 
i. Installation of the BLDS; 
ii. Initial and periodic adjustment of the BLDS, including how the alarm setpoint will be 

established; 
iii. Operation of the BLDS, including quality assurance procedures; 
iv. How the BLDS will be maintained including a routine maintenance schedule and spare 

parts inventory list; and 
v. How the BLDS output shall be recorded and stored 
vi. Identify specific conditions that could lead to an alarm that would not be feasible to 

alleviate within 24-hours of alarm occurrence, and how additional time will ensure 
alleviation of the condition as expeditiously as possible 

d. Operate and maintain the bag leak detection system according to the approved site-
specific monitoring plan at all times; 

e. Perform initial adjustment of the system in accordance with 40 CFR §60.273b(e)(5); 
f. Only adjust averaging period, alarm set point, or alarm delay in accordance with 40 CFR 

§60.273b(e)(6) 
g. Initiate procedures to determine the cause of all alarms within 1 hour and alleviate 

condition causing alarm within 24 hours of the time the alarm occurred (excluding specific 
conditions identified in monitoring plan) in accordance with 40 CFR §60.273b(f); 

20. Observations of the opacity of the visible emissions from the EAF PM control device shall be 
performed at least once per day by a certified visible emission observer, in accordance with 40 
CFR §60.273b(c)(2)-(3).  (40 CFR Part 60 Subpart AAb) 

21. When the owner or operator of an affected facility is required to demonstrate compliance with 
the shop opacity standards under §60.272b(a)(3), and at any other time that the Administrator 
may require (under Section 114 of the CAA, as amended), the owner or operator shall, during 
all periods in which a hood is operated for the purpose of capturing emissions from the EAF, 
either (40 CFR Part 60 Subpart AAb, 40 CFR §60.274b(c)): 
a. Install, calibrate, and maintain a monitoring device that continuously records the fan motor 

amperes at each damper position, and damper position consistent with 40 CFR 
§60.274b(h)(5); or 

b. Monitor and record at no greater than 15-minute integrated block average basis the 
volumetric flow rate through each separately ducted hood; or 

c. Install, calibrate, and maintain a monitoring device that continuously records the volumetric 
flow rate at the PM control device inlet, and monitor and record the damper position 
consistent with 40 CFR §60.274b(h)(5). 

Excluding damper position, parameters monitored shall be recorded as integrated block 
averages not to exceed 15 minutes. 

22. During performance tests required by 40 CFR §60.272b(d) and/or §63.10686(d) and for any 
report thereof, or to determine compliance with §60.272b(a)(3), owner/operator shall monitor 



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

153 

and record the following information for all heats covered by the test (Rule 423 Subpart 
YYYYY, 40 CFR §63.10686(d)(3); 40 CFR Part 60 Subpart AAb, §60.274b(h)): 
a. Charge weights and materials, and tap weights and materials; 
b. Heat times, including start and stop times, and a log of process operation, including periods 

of no operation during testing; 
c. PM control device operation log; 
d. EPA Method 9 data, or, as an alternative to EPA Method 9, according to ASTM D7520-16 

(incorporated by reference from 40 CFR §60.17), with the caveats described under the 
definition of Shop Opacity in 40 CFR §60.271b; 

e. All damper positions, no less frequently than performed in the latest melt shop opacity 
compliance test for a full heat, if selected as a method to demonstrate compliance under 
§60.274b(b); 

f. Fan motor amperes at each damper position, if selected as a method to demonstrate 
compliance under §60.274b(b); 

g. Volumetric air flow rate through each separately ducted hood, if selected as a method to 
demonstrate compliance under §60.274b(b); 

h. Static pressure at each separately ducted hood, if selected as a method to demonstrate 
compliance under §60.274b(b); 

i. Parameters monitored pursuant to conditions 21.f-h above, except damper position, shall 
be recorded as integrated block averages not to exceed 15 minutes 

23. The CO CEMS shall meet the requirements of Performance Specification 4, 4a, or 4b—
Specifications and Test Procedures for Carbon Monoxide Continuous Emission Monitoring 
Systems in Stationary Sources, in Appendix B to 40 CFR Part 60.  (Rule 210.4, 40 CFR Part 
64)  

24. No later than date of start-up, owner/operator shall submit for approval and implement a 
Quality Assurance/Quality Control Plan for the CO CEMS consistent with Procedure 1: Quality 
Assurance Requirements for Gas Continuous Emission Monitoring Systems Used for 
Compliance Determination, contained in Appendix F to 40 CFR Part 60. (Rule 210.4 PSD, 40 
CFR Part 64) 

25. Except for system breakdowns, repairs, calibration checks, and zero and span adjustments, 
the CO CEMS shall complete a minimum of one cycle of operation (sampling, analyzing, and 
data recording) for each successive 15-minute period.  (Rule 210.4 PSD, 40 CFR Part 64) 

26. All continuous monitoring systems and monitoring devices shall be installed and operational 
prior to conducting performance tests under 40 CFR §60.8. Verification of operational status 
shall, as a minimum, include completion of the manufacturer's written requirements or 
recommendations for installation, operation, and calibration of the device. (Rule 423 Subpart 
YYYYY, 40 CFR Part 60 Subpart AAb, 40 CFR Part 64)  

27. Owner/operator shall perform operational status inspections of the equipment important to the 
performance of the PM capture system (i.e. pressure sensors, dampers, & dampers switches) 
at least monthly.  The inspection shall include observations of physical appearance of 
equipment (presence of holes in ductwork or hoods, flow constrictions from dents or excess 
dust, fan erosion) and building inspections to ensure the building does not have holes or 
openings for PM laden air to escape.  Deficiencies determined to materially impact efficacy of 
the PM capture system shall be noted and proper maintenance performed. (40 CFR Part 60 
Subpart AAb, 40 CFR §60.274b(d)) 

 
Recordkeeping & Reporting 
 
28. Owner/operator shall maintain records of measurements required by 40 CFR §60.274b for a 

period of at least 5 years following the date of measurement.  (40 CFR Part 60 Subpart AAb) 
29. Owner/operator shall maintain records of all shop opacity observations made in accordance 

with §60.273b(d), and all observations in excess of the emission limit specified in 
§60.272b(a)(3) shall be reported to the Administrator or delegated authority semi-annually in 
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accordance with 40 CFR §60.7(c).  The report shall contain all information specified in 40 CFR 
§60.276b(g).  (40 CFR Part 60 Subpart AAb) 

30. Owner/operator shall maintain all records for the BLDS specified in 40 CFR §60.276b(h) for a 
period of at least 5 years. (40 CFR Part 60 Subpart AAb) 

31. Owner/operator shall maintain records of reagent flow rate & reagent injection zone 
temperature from SNCR system to verify proper operation. (Rules 209 & 210.1)  

32. Owner/operator shall collect periodic measurements of scrubbing liquid pH, and shall maintain 
records of wet scrubber pressure differential, wet scrubber scrubbing liquid flow rate & pH 
measurements to verify proper operation of the wet scrubber. (Rules 209 & 210.1) 

33. Owner/operator shall maintain records of operational data from monitoring equipment utilized 
for the SNCR system and wet scrubber for a period of five years. (Rule 210.1) 

34. No later than date of startup, owner/operator shall develop and maintain a written startup, 
shutdown, and malfunction plan for the EAF and associated air pollution control and monitoring 
equipment, consistent with the requirements of 40 CFR §63.6(e)(3), and shall make such plan 
available for inspection by the District or Administrator upon request.  Owner/operator shall 
maintain records and submit reports in accordance with the requirements of 40 CFR 
§63.6(e)(3)(iii)-(v). (Rule 423 Subpart YYYYY, 40 CFR §63.6(e)) 

35. No later than date of startup, owner/operator shall submit to the District for approval a 
compliance assurance monitoring plan (CAM Plan) for the PM capture system and PM control 
devices serving the EAF.  The CAM Plan shall include monitoring criteria consistent with the 
requirements of 40 CFR §64.3 and the information required by 40 CFR §64.4. (Rule 423, 
Subpart YYYYY) 

36. Owner/operator shall maintain records of monitoring data, monitor performance data, 
corrective actions taken, and any written quality improvement plan (QIP) required by the CAM 
plan and 40 CFR §64.9(b), and shall retain such record for a period of at least 5 years. (Rule 
423 Subpart YYYYY, 40 CFR §64.9(b)) 

37. Owner/operator shall submit compliance assurance monitoring reports no less frequently than 
every 6 months. Reports shall include information specified in 40 CFR §64.9, including the 
following: number, duration, and cause of excursions or exceedances and corrective actions 
taken; a summary of number, duration, and cause of monitor downtime incidents (other than 
downtime associated with calibration checks).  (Rule 423 Subpart YYYYY, 40 CFR §64.9(a)) 

38. Deviations from permit requirements attributable to breakdown or upset conditions shall be 
reported to the District within 48 hours of after its detection unless the owner or operator 
demonstrates, to the satisfaction of the Control Officer, that a longer reporting period was 
necessary. (Rule 423 Subpart YYYYY, 40 CFR §64.9(a), 40 CFR §70.6(a)(3)(iii)(B)) 

39. Owner/operator shall furnish the Administrator or delegated authority with a report of the 
results of the test demonstrating compliance with §60.272b(a) according to paragraph 40 CFR 
§60.276b(i).  The report shall contain the information specified in §60.276b(f).  (40 CFR Part 60 
Subpart AAb) 

40. Within 60 days after the date of completing each performance test or demonstration of 
compliance required by 40 CFR Part 60 Subpart AAb, owner/operator shall submit the results 
to the Administrator using the procedures described in 40 CFR §60.276b(i).  (40 CFR Part 60 
Subpart AAb) 

41. Owner/operator shall submit a written report of exceedances (as defined in 40 CFR 
§60.276b(b)) of PM control device opacity to the Administrator or delegated authority semi-
annually. (40 CFR Part 60 Subpart AAb) 

42. Reports of excess emissions and monitoring system performance required pursuant to 40 CFR 
§60.7(c) shall be submitted semi-annually to the EPA via the Compliance and Emissions Data 
Reporting Interface (CEDRI) (40 CFR Part 60 Subpart AAb) 

43. Within 60 days following completion of the performance tests and within 30 days following the 
completion of opacity or visible emissions observations required by 40 CFR §63.10686(d), 
owner/operator shall submit to the District a compliance certification notice signed by a 
responsible official, and the notification shall include the information required by 40 
CFR§63.9(h)(2)(i) and 40 CFR §63.10690(b)(1)-(6).  (Rule 423 Subpart YYYYY) 
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44. Owner/operator shall submit results of ammonia testing to District within 30 days of test 
completion. (Rules 108.1, 209)  

45. Compliance with all operational conditions shall be verified by appropriate recordkeeping, 
including records of operational data needed to demonstrate compliance.  Such records shall 
be kept in readily available format for a period of 5 years and made available upon District 
request.  (Rule 210.1) 

 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
Performance tests required to show compliance with the emission standards in 40 CFR 
§60.272b(a) shall be conducted in accordance with the requirements of 40 CFR §60.8 and 40 CFR 
§60.275b(e) within 180 days of initial startup of facility, and shall be repeated at least every 5 
years after the initial performance tests required by 40 CFR §60.8 are conducted (40 CFR Part 60 
Subpart AAb §60.272b(d)) 
 
During performance tests required in accordance with §60.8 and §60.272b(d), the owner or 
operator shall not add gaseous diluents to the effluent gas stream after the fabric filter in any 
pressurized fabric filter collector, unless the amount of dilution is separately determined and 
considered in the determination of emissions. 
 
Performance tests required to show compliance with the standards listed in 40 CFR §63.10686(b) 
shall be conducted in accordance with the requirements of 40 CFR §63.7 and the procedures 
described in 40 CFR §63.10686(d)(1)-(5). 
 
When the owner/operator is required to demonstrate compliance with the applicable standards of 
40 CFR §60.272b(a) and/or §63.10686(b), and emissions from the EAF are combined with those 
from facilities not subject to those standards but controlled by a common PM capture system,, the 
owner/operator shall provide notice to the Administrator or delegated authority of the procedure(s) 
that will be used to determine compliance. Notification of the procedure(s) to be used must be 
postmarked at least 30 days prior to the performance test, and approval must be received prior to 
conducting the performance test. 
 
Owner/operator shall perform stack testing of the melt shop dust collector stack for PM10, PM2.5, 
NOx, SO2, VOC, and CO emissions to show initial compliance with the lb/ton steel and hourly 
emission limits within 180 days of startup, in accordance with District Rule 108.1. Testing shall be 
conducted when the EAF is operated at or near its maximum design capacity. Owner/operator 
shall then conduct subsequent testing annually. Annual testing for PM10 & PM2.5 may be used to 
satisfy compliance with 40 CFR §60.272b(a)(1). (Rule 108.1) 
 
Performance tests for compliance with PM10 and of PM2.5 emission limits from the melt shop dust 
collector stack shall be conducted using EPA Method 201A in combination with EPA Method 202, 
as set forth in 40 CFR Part 51 Appendix M, In lieu of Method 201A and with prior approval from the 
District and the EPA (Attn: ENF-2-1), Method 5 can be used followed by particle size speciation.  
(Rule 108.1) 
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The permittee shall measure the following from the melt shop dust collector stack: NOx in 
accordance with EPA Method 7E; SO2 in accordance with EPA Method 6C; CO2 in accordance 
with EPA Method 3A; and CO emissions in accordance with EPA Method 10. (Rule 108.1) 
 
The permittee shall measure the total organic compound emissions from the melt shop dust 
collector stack using EPA Method 25A, from which it will subtract out methane (CH4) and ethane 
(C2H6) emissions determined using EPA Method 18, to determine VOC emissions for purposes of 
this permit. Testing shall be conducted when the EAF is operated at or near its maximum design 
capacity. (Rule 108.1) 
 
The District and the EPA (Attn: ENF-2-1) shall be notified in writing at least 30 days prior 
performance tests for PM10, PM2.5, NOx, SO2, VOC, and CO emissions to allow time for the 
development of an approvable performance test plan, and to arrange for an observer to be present 
at the test. Such prior approval will minimize the possibility of EPA rejection of test results for 
procedural deficiencies.  (Rule 108.1, 40 CFR §60.8, 40 CFR §63.7) 
 
Compliance with District Rule 404.1 shall be verified in accordance with the methods specified in 
Section IV of the Rule. 
 
Compliance verification for greenhouse gas emissions from the EAF shall be conducted in 
accordance with Subpart Q to 40 CFR Part 98.  (40 CFR Part 98) 
 
Testing for compliance with ammonia slip concentration and hourly limits from the melt shop dust 
collector exhaust stack shall be conducted in accordance with South Coast AQMD Method 207.1 – 
Determination of Ammonia Emissions from Stationary Sources.  Initial testing shall be completed 
within 180 days of startup; District shall be notified at least 30 days prior to each test in accordance 
with District Rule 108.1. Results of tests shall be submitted to the District within 30 days of 
completion of field testing. Subsequent testing shall be performed quarterly. After two consecutive 
quarterly tests demonstrating compliance with ammonia slip limits, testing may be performed on an 
annual basis.  Should an annual test determine that ammonia slip exceeds concentration limit, 
quarterly testing shall be resumed. (Rules 108.1 and 209) 
 
EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable): 

   

Melt Shop Fabric Collector Stack 0.0467 lb/ton steel  
 0.16 lb/ton steel (40 CFR Part 60 Subpart 

AAb) 
 0.0052 gr/scf (40 CFR Part 63 Subpart 

YYYYY) 
 2.43 lb/hr  
 58.34 lb/day (24-hr maximum) 
 10.65 ton/yr (12-month rolling avg.) 
    
Caster Spray Vent Stack 0.11 lb/hr  
 2.59 lb/day (24-hr maximum) 
 0.47 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5)  
(Filterable + Condensable): 
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Melt Shop Fabric Collector Stack 0.0467 lb/ton steel  
 2.43 lb/hr Rule 210.4 PSD  
 58.34 lb/day (24-hr maximum) 
 10.65 ton/yr Rule 210.4 PSD (12-

month rolling avg.) 
    
    
Caster Spray Vent Stack 0.01 lb/hr Rule 210.4 PSD 
 0.32 lb/day (24-hr maximum) 
 0.06 ton/yr Rule 210.4 PSD (12-

month rolling avg.) 
    
Oxides of Sulfur (as SO2):    
Melt Shop Fabric Collector Stack 0.101 lb/ton steel  
 5.26 lb/hr  
 126.18 lb/day (24-hr maximum) 
 23.03 ton/yr (12-month rolling avg.) 
    
Caster Spray Stack 0.02 lb/hr  
 0.44 lb/day (24-hr Maximum) 
 0.08 ton/yr (12-month rolling avg.) 
    
Oxides of Nitrogen (as NO2):    
Melt Shop Fabric Collector Stack 0.090 lb/ton steel  
 4.68 lb/hr  
 112.44 lb/day (24-hr maximum) 
 20.52 ton/yr (12-month rolling avg.) 
    
Caster Spray Stack 0.006 lb/hr  
 0.15 lb/day (24-hr maximum) 
 0.03 ton/yr (12-month rolling avg.) 
    
Volatile Organic Compounds (VOC):    
(as defined in Rule 210.1)    
Melt Shop Fabric Collector Stack 0.075 lb/ton steel  
 3.90 lb/hr  
 93.60 lb/day (24-hr maximum) 
 17.10 ton/yr (12-month rolling avg.) 
    
Caster Spray Stack 0.02 lb/hr  
 0.46 lb/day (24-hr maximum) 
 0.08 ton/yr (12-month rolling avg.) 
    
Rolling Mill Vent Stack 0.83 lb/hr  
 19.98 lb/day (24-hr maximum) 
 3.65 ton/yr (12-month rolling avg.) 
    
Carbon Monoxide:    
Melt Shop Fabric Collector Stack 1.819 lb/ton steel (Rule 210.4 BACT, 30 

day rolling avg) 
 94.68 lb/hr  
 2,272.38 lb/day (24-hr maximum) 
 414.71 ton/yr (12-month rolling avg.) 
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Caster Spray Stack 0.49 lb/hr  
 11.75 lb/day (24-hr maximum) 
 2.15 ton/yr (12-month rolling avg.) 
    
Greenhouse Gases (as CO2e) :    
Melt Shop Fabric Collector Stack 100,092 ton/yr 210.4 PSD (12-month 

rolling avg.) 
    
    
Ammonia Slip (from SNCR): 10 ppmvd (1-hr avg) (Rule 419) 
Melt Shop Fabric Collector Stack 18.25 lb/hr (Rule 419) 
 438.05 lb/day (24-hr maximum) 
 159,889.32 lb/yr (12-month rolling avg.) 
    

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be retained and made readily 
available to District for period of five years.  (Rule 210.1) 
 
SPECIAL CONDITIONS: 
 
aa. Should initial performance testing determine that applicant proposed emission levels for PM10, 

PM2.5, SOx, NOx, VOC, and/or CO from the melt shop fabric collector stack cannot be 
achieved, and it can be verified that all equipment was installed and is being operated in 
accordance with design & operational conditions listed on this ATC and manufacturer’s 
recommendations, owner/operator shall adjust operating parameters so as to comply with the 
emission limits listed on this ATC.  (Rules 209, 210.1, 210.4) 

bb. If the owner/operator is required to adjust any operating parameters for compliance, then 
beginning no later than 60 days after the date of the test conducted, the owner/operator shall 
submit to the District, on a monthly basis, a record of adjusted operating parameters and daily 
records of production sufficient to demonstrate compliance with the permitted emission rates. 
(Rules 209, 210.1, 210.4) 

cc. If changes to potential to emit are necessary, within 120 days after the date of the test 
conducted, the owner/operator shall also submit an application to modify the ATC to correct 
the potential to emit from the melt shop fabric collector stack, revise the AQIA and impacts 
analyses pursuant to 40 CFR §52.21(k), (m), (o), and (p), and shall satisfy applicable emission 
offset requirements of Section III.B of Rule 210.1 for PM10, SOx, NOx, and/or VOC emissions. 
(Rules 209, 210.1, 210.4) 

 
5024003: 
EQUIPMENT DESCRIPTION: Slag Yard Operation, including the following equipment and design 
specifications 
 
A. Main Feeder (20-hp motor) 
B. Syntron Feeder (5-hp motor) 
C. Main Slag Conveyor (20-hp) 
D. Slag Screen (25-hp) 
E. Three (3) Slag Product Stacker Conveyors (15-hp each) 
F. Main Metallics Feed Conveyor (20-hp) 
G. Metallics Screen (25-hp) 
H. Three (3) Metallics Product Stacker Conveyors (15-hp each) 
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I. Mill Scale Plant Main Feeder (5-hp) 
J. Mill Scale Plant Main Feed Conveyor (10-hp) 
K. Mill Scale Single Deck Screen (25-hp) 
L. Two (2) Mil Scale Stacker Conveyors (10-hp each) 
M. Main Feed belt – Metal recovery Plant (20-hp motor) 
N. Magnetic Drum - Metal Recovery Plant (7.5-hp motor) 
 
DESIGN CONDITIONS: 
 
a. Crushers and screening units shall be equipped with water sprays.  (Rule 210.1 BACT 

Requirement) 
b. Conveyors shall be covered or equipped with water sprays to control visible emissions.  (Rule 

210.1 BACT Requirement) 
c. There shall be provisions for wetting of slag and mill scale stockpiles.  (Rule 210.1 BACT 

Requirement) 
d. At least 30 days prior to startup, owner/operator shall submit to the District an Operational 

Fugitive Dust Emission Control Plan for District approval.  Owner/operator shall operate in 
accordance with the Fugitive Dust Control Plan for slag handling, processing, outdoor storage 
piles, and unpaved vehicle traffic areas.  (Rule 210.1 BACT Requirement, 402) 

 
OPERATIONAL CONDITIONS: 
 
1. Maximum slag throughput shall not exceed 20.3 tons per hour and 59,280 tons per year; 

annual throughput limits are based on a rolling 12-month period.  (Rule 210.1) 
2. Crushing of slag shall not exceed 1,200 tons per year, based on a rolling 12-month period.  

(Rule 210.1) 
3. Stockpiles of raw slag, processed fines, and processed intermediates shall not exceed 577.6 

m2 (0.14 acres). (Rule 210.1) 
4. Water sprays shall be in operation when associated equipment is in operation.  (Rule 210.1) 
5. Visible emissions from crushing shall not exceed 10% opacity.  (Rule 210.1 BACT 

Requirement) 
6. Visible emissions from screening, handling, and transfer of slag and mill scale shall not exceed 

5% opacity or Ringelmann ¼ for more than 3 minutes in any one hour.  (Rule 210.1 BACT 
Requirement) 

7. Visible emissions from slag and mill scale stockpiles shall not exceed 10% opacity or 
Ringelmann ½ for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement) 

8. Equipment shall be maintained according to manufacturer’s specifications to ensure 
compliance with emissions limitations.  (Rules 210.1 BACT Requirement) 

9. Compliance with all operational conditions shall be verified by appropriate recordkeeping, 
including records of operational data needed to demonstrate compliance. Such records shall 
include at least daily process weight rates and be kept on site in readily available format for a 
period of at least five years.  (Rule 210.1) 

10. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
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Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable): 

   

Crushing 0.0002 lb/hr  
 0.005 lb/day (24-hr maximum) 
 0.003 ton/yr (12-month rolling avg.) 
    
Screening 0.02 lb/hr  
 0.36 lb/day (24-hr maximum) 
 0.02 ton/yr (12-month rolling avg.) 
    
Handling & Transfer 0.01 lb/hr  
 0.16 lb/day (24-hr maximum) 
 0.01 ton/yr (12-month rolling avg.) 
    
Stockpiles 2.38 lb/day (24-hr maximum) 
 0.43 ton/yr (12-month rolling avg.) 
    
Total: 0.16 lb/hr  
 2.91 lb/day (24-hr maximum) 
 0.47 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5): 
(Filterable + Condensable):  

  

Crushing 0.00004 lb/hr Rule 210.4 PSD 
 0.001 lb/day (24-hr maximum) 
 

0.0001 
ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
    
Screening 0.001 lb/hr Rule 210.4 PSD 
 0.02 lb/day (24-hr maximum) 
 

0.001 
ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
    
Handling & Transfer 0.002 lb/hr Rule 210.4 PSD 
 0.04 lb/day (24-hr maximum) 
 

0.003 
ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
    
Stockpiles 0.26 lb/day (24-hr maximum) 
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0.07 

ton/yr Rule 210.4 PSD (12-month 
rolling avg.) 

    
Total: 0.01 lb/hr Rule 210.4 PSD 
 0.33 lb/day (24-hr maximum) 
 0.07 ton/yr (12-month rolling avg.) 

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated, and compliance with the rolling 12-month emissions and material 
throughput limits shall be verified at the end of each month. Documentation of compliance shall be 
retained and made readily available to District for a period of five years.  (Rule 210.1) 
 
 
5024004: 
EQUIPMENT DESCRIPTION: Cooling Tower #1, including the following equipment and design 
specifications: 
 
A. Melt Shop CW Circuit 1 with four pumps (337.8-hp each) and two booster pumps (115.3-hp 

each) 
B. Melt Shop CW Circuit 2 with Two Pumps (29.5-hp each) and three booster pumps (115.3-hp 

each) 
C. Rolling Mill Circuit 1 with three pumps (138.1-hp each) 
D. Secondary Cooling CW Circuit 1 with two pumps (29.5-hp each) 
E. Circuit CW Cooling Tower with four Cells each containing a 100.5-hp fan motor (402.1-hp) 
F. Circuit CW Emergency System Pump (138.1-hp) 
 
OPERATIONAL CONDITIONS: 
 
1. The Permittee shall install, maintain, and operate drift eliminators on the cooling towers such 

that the guaranteed design total drift rate does not exceed 0.0005% of circulating water flow..  
(Rule 210.1 BACT Requirement) 

2. Visible emissions from cooling tower (excluding uncombined water vapor plumes) shall not 
exceed 5% opacity for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement) 

3. Cooling tower total dissolved solids (TDS) shall not exceed 4000 ppmv by weight.  (Rule 
210.1) 

4. Cooling water volumetric flow rate shall not exceed 16,039-gal/minute.  (Rule 210.1) 
5. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 

conditions.  (Rule 404.1) 
6. Hexavalent chromium containing compounds shall not be added to cooling tower circulating 

water.  (Rule 429.1) 
7. Compliance with TDS limit shall be determined by electrical conductivity (EC) measurement or 

water sample analysis by independent laboratory at cooling tower(s) intake(s) within 60 days of 
initial operation and quarterly thereafter.  (Rule 210.1) 

8. Operator shall collect EC measurements and corresponding calculated TDS value; values shall 
be recorded in a readily available format for District inspection and maintained for a minimum 
of five years.  (Rule 210.1) 

9. Equipment, including EC meter, shall be maintained and calibrated according to 
manufacturer's specifications to ensure compliance with emissions limitations.  (Rules 209 and 
210.1) 
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10. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable):  

  

 0.09 lb/hr  
 2.15 lb/day (24-hr maximum) 
 0.39 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5): 
(Filterable + Condensable):  

  

 0.0003 lb/hr Rule 210.4 PSD 
 0.008 lb/day (24-hr maximum) 
 0.002 ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be retained and made readily 
available to District for period of five years.  (Rule 210.1) 
 
 
5024005: 
EQUIPMENT DESCRIPTION: Cooling Tower #2, including the following equipment and design 
specifications: 
 
A. Circuit KW Cooling Tower with Two (2) Cells each containing a 29.5-hp fan motor (59-hp) 
B. Melt Shop KW Circuit 1 with two pumps (203.8-hp each) 
C. Rolling Mill CW Circuit 1 with two pumps (246.6-hp each) 
D. Rolling Mill KW Circuit 2 with four pumps (115.3-hp each) 
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E. Rolling Mill KW Return Circuit 1 with submersible pump (56.3-hp) 
F. Rolling Mill KW Return Circuit 3 with three submersible pumps (33.5-hp each) 
G. Circuit KW Treatment Bucket with 10.1-hp motor 
H. Three Circuit KW Treatment Pumps (69.7-hp each) 
I. Circuit KW Treatment Oil Skimmer with 0.2-hp motor 
J. Filter Backwashing with main blower (40.2-hp), hood fan blower (0.3-hp), and two pumps (9.4-

hp each) 
K. Drain Pit with mixer (5.4-hp) and two submersible pumps (14.7-hp each) 
 
OPERATIONAL CONDITIONS: 
 
1. The Permittee shall install, maintain, and operate drift eliminators on the cooling towers such 

that the guaranteed design total drift rate does not exceed 0.0005% of circulating water flow..  
(Rule 210.1 BACT Requirement) 

2. Visible emissions from cooling tower (excluding uncombined water vapor plumes) shall not 
exceed 5% opacity for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement) 

3. Cooling tower total dissolved solids (TDS) shall not exceed 4000 ppmv by weight.  (Rule 
210.1) 

4. Cooling water volumetric flow rate shall not exceed 3,742-gal/minute.  (Rule 210.1) 
5. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 

conditions.  (Rule 404.1) 
6. Hexavalent chromium containing compounds shall not be added to cooling tower circulating 

water.  (Rule 429.1) 
7. Compliance with TDS limit shall be determined by electrical conductivity (EC) measurement or 

water sample analysis by independent laboratory at cooling tower(s) intake(s) within 60 days of 
initial operation and quarterly thereafter.  (Rule 210.1) 

8. Operator shall collect EC measurements and corresponding calculated TDS value; values shall 
be recorded in a readily available format for District inspection and maintained for a minimum 
of five years.  (Rule 210.1) 

9. Equipment, including EC meter, shall be maintained and calibrated according to 
manufacturer's specifications to ensure compliance with emissions limitations.  (Rules 209 and 
210.1) 

10. There shall be no detectable odors at the property line of the facility.  (Rule 419) 
11. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 

annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
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EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable): 

   

 0.021 lb/hr  
 0.50 lb/day (24-hr maximum) 
 0.09 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5): 
(Filterable + Condensable): 

   

 0.0001 lb/hr Rule 210.4 PSD 
 0.002 lb/day (24-hr maximum) 
 0.0003 ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
 
5024006: 
EQUIPMENT DESCRIPTION: Cooling Tower #3, including the following equipment and design 
specifications: 
 
A. Cooling Tower with two Cells each containing a 50-hp fan motor (100-hp) 
B. Pumps with TBD quantity and hp ratings (engineering design pending) 
 
OPERATIONAL CONDITIONS: 
 
1. The Permittee shall install, maintain, and operate drift eliminators on the cooling towers such 

that the guaranteed design total drift rate does not exceed 0.0005% of circulating water flow..  
(Rule 210.1 BACT Requirement) 

2. Visible emissions from cooling tower (excluding uncombined water vapor plumes) shall not 
exceed 5% opacity for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement 

3. Cooling tower total dissolved solids (TDS) shall not exceed 4000 ppmv by weight.  (Rule 
210.1) 

4. Cooling water volumetric flow rate shall not exceed 5,723-gal/minute.  (Rule 210.1) 
5. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 

conditions.  (Rule 404.1) 
6. Hexavalent chromium containing compounds shall not be added to cooling tower circulating 

water.  (Rule 429.1) 
7. Compliance with TDS limit shall be determined by electrical conductivity (EC) measurement or 

water sample analysis by independent laboratory at cooling tower(s) intake(s) within 60 days of 
initial operation and quarterly thereafter.  (Rule 210.1) 

8. Operator shall collect EC measurements and corresponding calculated TDS value; values shall 
be recorded in a readily available format for District inspection and maintained for a minimum 
of five years.  (Rule 210.1) 
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9. Equipment, including EC meter, shall be maintained and calibrated according to 
manufacturer's specifications to ensure compliance with emissions limitations.  (Rules 209 and 
210.1) 

10. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable): 

   

 0.032 lb/hr  
 0.77 lb/day (24-hr maximum) 
 0.14 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5): 
(Filterable + Condensable): 

   

 0.0001 lb/hr Rule 210.4 PSD 
 0.003 lb/day 24-hr maximum) 
 0.0005 ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
SPECIAL CONDITIONS: 
 
aa. Upon finalization of Cooling Tower #3 engineering designs, owner/operator shall submit such 

information to the District.  Should total electric motor horsepower exceed 200-hp, 
owner/operator shall submit application to modify ATC. (Rule 302) 
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5024007: 
EQUIPMENT DESCRIPTION: Cooling Tower #4, including the following equipment and design 
specifications: 
 
A. Cooling Tower with one cell containing a 15-hp fan motor 
B. Pumps with TBD quantity and hp ratings (engineering design pending) 
 
OPERATIONAL CONDITIONS: 
 
1. The Permittee shall install, maintain, and operate drift eliminators on the cooling towers such 

that the guaranteed design total drift rate does not exceed 0.0005% of circulating water flow..  
(Rule 210.1 BACT Requirement) 

2. Visible emissions from cooling tower (excluding uncombined water vapor plumes) shall not 
exceed 5% opacity for more than 3 minutes in any one hour.  (Rule 210.1 BACT Requirement 

3. Cooling tower total dissolved solids (TDS) shall not exceed 4000 ppmv by weight.  (Rule 
210.1) 

4. Cooling water volumetric flow rate shall not exceed 484-gal/minute.  (Rule 210.1) 
5. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 

conditions.  (Rule 404.1) 
6. Hexavalent chromium containing compounds shall not be added to cooling tower circulating 

water.  (Rule 429.1) 
7. Compliance with TDS limit shall be determined by electrical conductivity (EC) measurement or 

water sample analysis by independent laboratory at cooling tower(s) intake(s) within 60 days of 
initial operation and quarterly thereafter.  (Rule 210.1) 

8. Operator shall collect EC measurements and corresponding calculated TDS value; values shall 
be recorded in a readily available format for District inspection and maintained for a minimum 
of five years.  (Rule 210.1) 

9. Equipment, including EC meter, shall be maintained and calibrated according to 
manufacturer's specifications to ensure compliance with emissions limitations.  (Rules 209 and 
210.1) 

10. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
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Maximum emissions rate of each air contaminant from this emission unit shall not exceed following 
limits: 
 

Particulate Matter (PM10): 
(Filterable + Condensable): 

   

 0.003 lb/hr  
 0.06 lb/day (24-hr maximum) 
 0.01 ton/yr (12-month rolling avg.) 
    
Particulate Matter (PM2.5): 
(Filterable + Condensable): 

  Rule 210.4 PSD 

 0.00001 lb/hr  
 0.0002 lb/day (24-hr maximum) 
 0.00004 ton/yr Rule 210.4 PSD (12-month 

rolling avg.) 
 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
Special Conditions: 
 
aa. Upon finalization of Cooling Tower #4 engineering designs, owner/operator shall submit such 

information to the District.  Should total electric motor horsepower exceed 25-hp, 
owner/operator shall submit application to modify ATC. (Rule 302) 

 
 
5024008 
EQUIPMENT DESCRIPTION: Emergency Firewater Pump driven by propane engine, including the 
following equipment and design specifications: 
 
Emergency Firewater Pump driven by <Mfr. TBD> Model <TBD> EPA certified, 600-bhp propane-
fueled lean-burn internal combustion engine (S/N TBD) 
 
DESIGN CONDITIONS: 
 
a. Engine shall be of lean-burn design (exhaust gas oxygen content ≥4% by volume).  (Rule 

210.1 BACT Requirement) 
b. Non-resettable hour meter shall be installed and maintained indicating cumulative hours of 

engine operating time.  (Rule 210.1) 
c. Engine shall be equipped with a permanently affixed placard readily available for inspection 

with the following engine information: brake horsepower, make, model, and serial number. 
(Rule 210.1) 

 
OPERATIONAL CONDITIONS: 
 
1. Engine operation shall not exceed 200 hours per year.  (Rules 210.1, 427) 
2. Engine shall either be certified by the manufacturer to meet the BACT emission standards 

listed on this permit, or shall be tested for compliance with those standards in accordance with 
40 CFR §60.4243(b)(2)(ii) and the procedures contained in 40 CFR §60.4244.  (Rules 210.1 
BACT, 423 Subpart ZZZZ, 40 CFR §63.6590(c)(1), §60.4233(e), §60.4243(b)) 
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3. There shall be no visible emissions from engine exhaust after achieving normal operating 
temperature.  (Rule 210.1 BACT Requirement) 

4. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 
conditions. (Rule 404.1) 

5. Propane for subject internal combustion engine shall conform to National Propane Gas 
Association (NPGA) specifications of “Commercial Propane” (including sulfur content not to 
exceed 15 grains per 100 cubic feet as determined by NPGA Volatile Sulfur Test).  (Rule 210.1 
BACT Requirement) 

6. Equipment shall be operated and maintained according to manufacturer’s emission-related 
written instructions to ensure compliance with emission limitations.  (Rules 210.1, 423 Subpart 
ZZZZ) 

7. Compliance with all operational conditions shall be verified by appropriate recordkeeping, 
including records of operational data needed to demonstrate compliance.  Such records shall 
be kept on site in readily available format.  (Rules 210.1, 423 Subpart ZZZZ) 

8. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOT REQUIREMENTS: 
 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion. (Rule 108.1 and 
209) 
 
EMISSION LIMITS: 
 
Maximum emission rate of each air contaminant from this emission unit shall not exceed the 
following limits: 
  
Particulate Matter (PM10 & PM2.5): 
(Filterable + Condensable): 

   

 0.14 lb/hr  
 3.34 lb/day (24-hr maximum) 
 0.01 ton/yr (12-month rolling avg.) 
    
Oxides of Sulfur (SOx as SO2):    
 0.01 lb/hr  
 0.23 lb/day (24-hr maximum) 
 0.001 ton/yr (12-month rolling avg.) 
    
Oxides of Nitrogen (NOx): 0.50 g/bhp-hr (BACT Requirement) 
 0.66 lb/hr  
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 15.87 lb/day (24-hr maximum) 
 0.07 ton/yr (12-month rolling avg.) 
    
Volatile Organic Compounds (VOC): 1.0 g/bhp-hr (BACT Requirement) 
 1.32 lb/hr  
 31.75 lb/day (24-hr maximum) 
 0.13 ton/yr (12-month rolling avg.) 
    
Carbon Monoxide (CO): 1.6 g/bhp-hr (BACT Requirement) 
 2.12 lb/hr  
 50.79 lb/day (24-hr maximum) 
 0.21 ton/yr (12-month rolling avg.) 

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
 
5024009: 
EQUIPMENT DESCRIPTION: Emergency Cooling Water Pump, including the following equipment 
and design specifications: 
 
Emergency Cooling Water Pump driven by <TBD mfr.> Model <TBD> 200-bhp propane-fueled, 
lean burn  internal combustion engine (S/N TBD) 
 
DESIGN CONDITIONS: 
 
a. Engine shall be of lean-burn design (exhaust gas oxygen content ≥4% by volume).  (Rule 

210.1 BACT Requirement) 
b. Non-resettable hour meter shall be installed and maintained indicating cumulative hours of 

engine operating time.  (Rule 210.1) 
c. Engine shall be equipped with a permanently affixed placard readily available for inspection 

with the following engine information: brake horsepower, make, model, and serial number. 
(Rule 210.1) 

 
OPERATIONAL CONDITIONS: 
 
1. Engine operation shall not exceed 200 hours per year.  (Rules 210.1, 427) 
2. Engine shall either be certified by the manufacturer to meet the BACT emission standards 

listed on this permit, or shall be tested for compliance with those standards in accordance with 
40 CFR §60.4243(b)(2)(i) and the procedures contained in 40 CFR §60.4244.  (Rules 210.1 
BACT, 423 Subpart ZZZZ, 40 CFR §63.6590(c)(1), §60.4233(e), §60.4243(b)) 

3. There shall be no visible emissions from engine exhaust after achieving normal operating 
temperature.  (Rule 210.1 BACT Requirement) 

4. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 
conditions. (Rule 404.1) 

5. Propane for subject internal combustion engine shall conform to National Propane Gas 
Association (NPGA) specifications of “Commercial Propane” (including sulfur content not to 
exceed 15 grains per 100 cubic feet as determined by NPGA Volatile Sulfur Test).  (Rule 210.1 
BACT Requirement) 

6. Equipment shall be operated and maintained according to manufacturer’s emission-related 
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written instructions to ensure compliance with emission limitations.  (Rules 210.1, 423 Subpart 
ZZZZ) 

7. Compliance with all operational conditions shall be verified by appropriate recordkeeping, 
including records of operational data needed to demonstrate compliance.  Such records shall 
be kept on site in readily available format.  (Rules 210.1, 423 Subpart ZZZZ) 

8. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOT REQUIREMENTS: 
 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
 
Maximum emission rate of each air contaminant from this emission unit shall not exceed the 
following limits: 
 
Particulate Matter (PM10 & PM2.5): 
(Filterable + Condensable): 

   

 0.05 lb/hr  
 1.11 lb/day (24-hr maximum) 
 0.005 ton/yr (12-month rolling avg.) 
    
Oxides of Sulfur (SOx as SO2):    
 0.003 lb/hr  
 0.08 lb/day (24-hr maximum) 
 0.0003 ton/yr (12-month rolling avg.) 
    
Oxides of Nitrogen (NOx): 1.0 g/bhp-hr (BACT Requirement) 
 0.44 lb/hr  
 10.58 lb/day (24-hr maximum) 
 0.04 ton/yr (12-month rolling avg.) 
    
Volatile Organic Compounds (VOC): 1.0 g/bhp-hr (BACT Requirement) 
 0.44 lb/hr  
 10.58 lb/day (24-hr maximum) 
 0.04 ton/yr (12-month rolling avg.) 
    
Carbon Monoxide (CO): 1.6 g/bhp-hr (BACT Requirement) 
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 0.71 lb/hr  
 16.93 lb/day (24-hr maximum) 
 0.07 ton/yr (12-month rolling avg.) 

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
 
5024010: 
EQUIPMENT DESCRIPTION: Emergency Generator Set, including the following equipment and 
design specifications: 
 
Emergency Generator Set driven by <TBD mfr.> Model <TBD> 2,682-bhp propane-fueled, lean 
burn internal combustion engine (S/N TBD) 
 
DESIGN CONDITIONS: 
 
a. Engine shall be of lean-burn design (exhaust gas oxygen content ≥4% by volume).  (Rule 

210.1 BACT Requirement) 
b. Non-resettable hour meter shall be installed and maintained indicating cumulative hours of 

engine operating time.  (Rule 210.1) 
c. Engine shall be equipped with a permanently affixed placard readily available for inspection 

with the following engine information: brake horsepower, make, model, and serial number. 
(Rule 210.1) 

 
OPERATIONAL CONDITIONS: 
 
1. Engine operation shall not exceed 200 hours per year.  (Rules 210.1, 427) 
2. Engine shall either be certified by the manufacturer to meet the BACT emission standards 

listed on this permit, or shall be tested for compliance with those standards in accordance with 
40 CFR §60.4243(b)(2)(ii) and the procedures contained in 40 CFR §60.4244.  (Rules 210.1 
BACT, 423 Subpart ZZZZ; 40 CFR §63.6590(c)(1), §60.4233(e), §60.4243(b)) 

3. There shall be no visible emissions from engine exhaust after achieving normal operating 
temperature.  (Rule 210.1 BACT Requirement) 

4. Exhaust gas particulate matter concentration shall not exceed 0.1 grains/ft3 of gas at standard 
conditions. (Rule 404.1) 

5. Propane for subject internal combustion engine shall conform to National Propane Gas 
Association (NPGA) specifications of “Commercial Propane” (including sulfur content not to 
exceed 15 grains per 100 cubic feet as determined by NPGA Volatile Sulfur Test).  (Rule 210.1 
BACT Requirement) 

6. Equipment shall be operated and maintained according to manufacturer’s emission-related 
written instructions to ensure compliance with emission limitations.  (Rules 210.1, 423 Subpart 
ZZZZ) 

7. Compliance with all operational conditions shall be verified by appropriate recordkeeping, 
including records of operational data needed to demonstrate compliance.  Such records shall 
be kept on site in readily available format.  (Rules 210.1, 423 Subpart ZZZZ) 

8. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health or safety of any considerable number of 
persons or public.  (Rule 419 and CH&SC §41700) 
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CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOT REQUIREMENTS: 
 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
 
Maximum emission rate of each air contaminant from this emission unit shall not exceed the 
following limits: 
  
Particulate Matter (PM10 & PM2.5): 
(Filterable + Condensable): 

   

 0.62 lb/hr  
 14.93 lb/day (24-hr maximum) 
 0.06 ton/yr (12-month rolling avg.) 
    
Oxides of Sulfur (SOx as SO2):    
 0.04 lb/hr  
 1.04 lb/day (24-hr maximum) 
 0.004 ton/yr (12-month rolling avg.) 
    
Oxides of Nitrogen (NOx): 0.50 g/bhp-hr (BACT Requirement) 
 2.96 lb/hr  
 70.95 lb/day (24-hr maximum) 
 0.30 ton/yr (12-month rolling avg.) 
    
Volatile Organic Compounds (VOC): 1.0 g/bhp-hr (BACT Requirement) 
 5.91 lb/hr  
 141.91 lb/day (24-hr maximum) 
 0.59 ton/yr (12-month rolling avg.) 
    
Carbon Monoxide (CO): 1.6 g/bhp-hr (BACT Requirement) 
 9.46 lb/hr  
 227.05 lb/day (24-hr maximum) 
 0.95 ton/yr (12-month rolling avg.) 

 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
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readily available to District for period of five years. (Rule 210.1) 
 
 
5024011: 
EQUIPMENT DESCRIPTION: Aboveground Gasoline Storage and Dispensing Operation, 
including the following equipment and design specifications: 
 
A. 500-gallon (Model TBD) regular unleaded gasoline aboveground storage tank (AST) with a 

permanently affixed fill tube termination no more than six inches from bottom of tank and 
provisions for collection of gasoline vapors during filling (ATC No. 5024011) 

B. Standing Loss Control (CARB Executive Order VR-302), including the following CARB certified 
components: 
Component Manufacturer/Model Number 
Pressure Vacuum Relief Valve Husky 5885 or  

Franklin Fueling Systems PV-Zero 
C. Phase I (filling of storage tank) vapor recovery system, including one of the following sets of 

CARB certified components: 
 Component Manufacturer/Model Number 
  Executive Order VR-401 Executive Order VR-402 
1. Emergency Vent OPW 301 Morrison 244O 
2. Drop Tube  OPW 61FT Morrison 419 
3. Overfill Prevention Valve OPW 61fSTOP Morrison 9095 
5. Spill Container OPW 33 or 53 Series Morrison 516 
6. Liquid Fill Adapter OPW 161BAN Morrison 927 
7. Liquid Fill Cap OPW 634B Morrison 735DC 
8. Liquid Coupler OPW 1711D Morrison 928 
9. Vapor Adapter OPW 1611AV or 61VSA Morrison 323 
10. Vapor Cap OPW 1711T Morrison 323C 

D. Model <TBD> gasoline dispenser with one product nozzle; and 
E. Phase II (fueling of vehicle tank) without vapor recovery (CARB Executive Order NVR-1-F), 

including the following CARB certified components: 
 Component Manufacturer/Model Number 

1. Nozzle OPW 14E; or 
VST Enviro-Loc; or 
Husky 6025 

2. Dispensing Hose Contitech Futura Low Perm; or 
Parker 7282 Low Perm; or 
VST V58EC; or 
VST V34EC; or 
Husky 6025 

 
DESIGN CONDITIONS: 
 
a. Gasoline storage tank shall be of make & model approved in CARB Executive Order VR-302 

(Rule 412) 
 
OPERATIONAL CONDITIONS: 
 
1. Gasoline throughput from tank shall not exceed 3,500 gallons per year.  (Rule 210.1) 
2. Gasoline shall only be dispensed to vehicles owned by PSGM3 or its authorized partner(s) that 

are equipped with Onboard Refueling Vapor Recovery (ORVR) equipment.  (Rule 210.1 BACT 
Requirement). 
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3. Storage/dispensing facility shall be equipped with California Air Resources Board (CARB) 
"certified" Phase I (filling of storage tanks) gasoline vapor control system.  (Rule 412) 

4. Phase I vapor control system shall be of CARB certified design and installed, operated, and 
maintained in accordance with manufacturer's recommendation to prevent at least 98% by 
weight of all gasoline vapors from entering atmosphere.  (Rules 210.1, 412) 

5. Gasoline storage tank shall be equipped with pressure/vacuum relief valve set to 2.5 to 6.0 in. 
H2O positive pressure and 6.0 to 10.0 in. H2O negative pressure.  (Rule 412) 

6. All Phase I (filling of storage tank) vapor recovery equipment shall be used when tanks are 
filled.  (Rule 412) 

7. Gasoline flow through any nozzle shall not exceed 10 gallons per minute. (Rule 412.1) 
8. Tanks shall be equipped with permanently submerged fill pipe terminating no more than six 

inches from bottom of tank.  (Rule 412) 
9. Phase I Vapor Recovery Systems shall be installed, started up, maintained and repaired only 

by person(s) certified by the system manufacturer(s) to perform such work.  A copy of such 
person’s certification shall be kept in the facility’s repair log.  (Rule 412.1) 

10. The vapor recovery systems and their components shall be operated and maintained in 
accordance with the State certification requirements. (Rules 412 and 412.1) 

11. No gasoline delivery vessel shall be operated or be allowed to operate unless valid State of 
California decals are displayed on the cargo tank which attests to the vapor integrity of the 
tank. (Rule 412) 

12. Vapor recovery systems and gasoline dispensing equipment shall be maintained leak-free.  A 
"leak" is defined as the dripping of liquid volatile organic compounds at a rate of three or more 
drops per minute, or vapor volatile organic compounds in excess of 10,000-ppm as equivalent 
methane as determined by EPA Test Method 21. (Rule 412.1) 

13. The permittee shall perform the required maintenance as specified in ARB-Approved 
Installation and Maintenance Manual for the Phase I Vapor Recovery System. (Rule 412) 

14. The permittee shall perform and pass a Static Pressure Performance of Vapor Recovery 
Systems at Gasoline Dispensing Facilities with Aboveground Storage Tanks in accordance 
with Exhibit 6 of Executive Order VR-401 or VR-402 within 60 days of startup and at least once 
every three years.  (Rule 412) 

15. The permittee shall perform and pass a pressure integrity test on all pressure/vent (PV) valves 
serving gasoline storage tanks in accordance with ARB Test Procedure TP-201.1E at least 
once every 12 months.  (Rule 210.1) 

16. The operator shall conduct periodic maintenance inspections of the Phase I vapor recovery 
systems, as specified in Section IV.D of District Rule 412 based on the amount of gasoline 
dispensed by the facility in a calendar month as follows: 
a. Less than 2,500 gallons – one day per month 
b. 2,500 to less than 25,000 gallons per month - one day per week; 
b. Greater than or equal to 25,000 gallons per month - five days per week. 
All inspections shall be documented within the O&M manual. (Rule 412.1) 

17. The operator shall maintain monthly gasoline throughput records. (Rule 412.1) 
18. Owner/operator shall maintain records of all vehicles utilizing gasoline tank dispenser, 

including make, model, model year, and vehicle identification number.  (Rule 210.1) 
19. All records required by this permit shall be retained on-site, in a format approved in writing by 

the District, for a period of at least three years and shall be made available for inspection upon 
request. (Rules 210.1, 412.1) 

20. The operator shall maintain on the premises a log of any repairs made to the certified Phase I 
or vapor recovery system. The repair log shall include the following: 
a. Date and time of each repair; 
b. Name of the person(s) who performed the repair, and if applicable, the name, address and 

phone number of the person’s employer; 
c. Description of service performed; 
d. Each component that was repaired, serviced, or removed; 
e. Each component that was installed as replacement, if applicable; and 
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f. Receipts or other documents for parts used in the repair and, if applicable, work orders 
which shall include the name and signature of the person responsible for performing the 
repairs.  (Rule 412.1) 

21. Any tank with vapor recovery system having defect shall not be operated until defect has been 
repaired, replaced, or adjusted as necessary to correct defect, and District has re-inspected 
system or has authorized its use pending re-inspection.  All such defects shall be tagged “out 
of service” upon detection.  (Rule 412 and 412.1) 

22. The District shall be notified by the permittee at least 7 days prior to each performance test.  
The test results shall be submitted to the District no later than 30 days after test completion. 
(District Rule 412) 

23. The District shall be notified within 24 hours of the facility's pass/fail status after the 
performance of each test. (District Rules 108.1, 209) 

24. No emission resulting from use of this equipment shall cause injury, detriment, nuisance, 
annoyance to or endanger comfort, repose, health, or safety of any considerable number of 
persons or public. (Rule 419 and CH&SC §41700) 

 
CONSTRUCTION ACTIVITY: 
 
All construction phase emissions shall be controlled utilizing reasonably available control 
provisions, e.g. construction site and unsurfaced roadway dust control, conscientious maintenance 
of mobile and piston engine-powered equipment, etc. 
 
STATE OF CALIFORNIA AIR TOXICS HOT SPOTS REQUIREMENTS: 
 
Facility shall comply with California Health and Safety Code Sections 44300 through 44384. (Rule 
208.1) 
 
COMPLIANCE TESTING REQUIREMENTS: 
 
Should inspection reveal conditions indicative of non-compliance, compliance with any emission 
limitations shall be verified in accordance with District Rule 108.1 within 60 days of District request. 
Test results shall be submitted to the District within 30 days after test completion.  (Rules 108.1 
and 209) 
 
EMISSION LIMITS: 
 
Maximum emission rate of each air contaminant from this emission unit shall not exceed the 
following limits: 
 
Volatile Organic Compounds (VOC): 0.09 lb/hr  
 0.45 lb/day (24-hr maximum) 
 0.002 ton/yr (12-month rolling avg.) 
 
(Emissions limits established pursuant to Rule 210.1 unless otherwise noted) 
 
Compliance with maximum daily emission limits shall be verified by source operator (with 
appropriate operational data and recordkeeping to document maximum daily emission rate) each 
day source is operated and such documentation of compliance shall be maintained and made 
readily available to District for period of five years. (Rule 210.1) 
 
SPECIAL CONDITIONS: 
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aa. Vapor-return and/or vapor control systems used to comply with requirements of this Authority 
to Construct shall comply with all safety, fire, weights and measures, and other applicable 
codes and/or regulations.  (Rule 412) 

bb. System and components shall be of California Air Resources Board certified design, any 
component changes shall be approved in advance by the District.  (Rule 412 and 412.1) 
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Attachment A 
TOXIC EMISSIONS HEALTH RISK ASSESSMENT 
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TAC Emissions 
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Prioritization Score Summary 
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Figure A1: Cancer Risk Contours, Resident  
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Figure A2: Cancer Risk Contours, Worker  
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Figure A3: Noncancer Hazard Index Contours, Chronic  
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Figure A4: Noncancer Hazard Index Contours, Acute  
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Figure A4: Noncancer Hazard Index Contours, Acute 
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Attachment B 
MODELING RESULTS FOR PSD 
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Figure B1: Locations of Modeled Emission Sources & Buildings  
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Figure B2: Receptor Grid Layout  
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Figure B3: Increase in CO Concentration, 1-hr Maximum  
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Figure B4: Increase in CO Concentration, 8-Hour Average  
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Figure B5: Increase in PM2.5 Concentration, 24-hour Average  
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Figure B6: Increase in PM2.5 Concentration, Annual Average
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Figure B7: Increase in NO2 Concentration, 1-hr Average  
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Figure B8: Increase in NO2 Concentration, Annual Average  



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

194 

 
 

Figure B9: Increase in SO2 Concentration, 1-hr Average, Site Vicinity  



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

195 

 
 

Figure B10: Increase in SO2 Concentration, 1-hr Average, Full Domain   



ATC No.:  5024001 – ‘011; Project No.:  240514 
 

196 

 
 

Figure B11: Increase in SO2 Concentration, 3-hr Average, Site Vicinity  
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Figure B12: Increase in SO2 Concentration, 3-hr Average, Full Domain   
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Figure B13: Increase in SO2 Concentration, 24-hr Average, Site Vicinity   
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Figure B14: Increase in SO2 Concentration, 24-hr Average, Full Domain   
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Figure B15: Increase in SO2 Concentration, Annual Average, Site Vicinity   
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Figure B16: Increase in SO2 Concentration, Annual Average, Full Domain   
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Figure B17: Increase in PM10 Concentration, 24-hr Average, Site Vicinity  
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Figure B18: Increase in PM10 Concentration, 24-hr Average, Full Domain   
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Figure B19: Increase in PM10 Concentration, Annual Average, Site Vicinity  
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Figure B19: Increase in PM10 Concentration, Annual Average, Full Domain
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Attachment C 
NSR Balance and Stationary Source Potential to Emit (SSPE) 
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PTO/ATC Issue Project
No. Date Description lb/day tons/yr lb/day tons/yr lb/day tons/yr lb/day tons/yr lb/day tons/yr

5024001 Pending Raw Material Receiving, Handling, & Storage 0.89 0.13
5024002 Pending Melting, Refining, Casting, Rolling Operation 60.93 11.12 126.63 23.11 112.59 20.55 114.15 20.83 2,284.37 416.90
5024003 Pending Slag Yard Operations 2.91 0.47
5024004 Pending Cooling Tower #1 2.15 0.39
5024005 Pending Cooling Tower #2 0.50 0.09
5024006 Pending Cooling Tower #3 0.77 0.14
5024007 Pending Cooling Tower #4 0.06 0.01
5024008 Pending Emergency Firewater Pump w/ Propane Engine Emergency Equipment
5024009 Pending Emergency Cooling Water Pump w/ Propane Engine Emergency Equipment
5024010 Pending Emergency Generator w/ Propane Engine Emergency Equipment
5024011 Pending Gasoline Storage & Dispensing Operation 0.45 0.00

NSR Balance 68.21 12.35 126.63 23.11 2,284.37 416.90
Stationary Source Potential to Emit (SSPE) 112.59 20.55 114.60 20.83

PM10 PM10 SOx SOx NOx NOx VOC VOC CO CO
lb/day tons/yr lb/day tons/yr lb/day tons/yr lb/day tons/yr lb/day tons/yr

CO

Pacific Steel Group (PSGM3)

Total Adjustments
since 12/28/1976

PM-10 SOx NOx VOC



 

 

ATTACHMENT A 
 

PRELIMINARY BACT 
DETERMINATION LIST 

 
(To be completed by application processing engineer as part of determination 

of completeness review within 30 days of receipt of ATC Application.  Submit with standard 
outline of ATC engineering analysis.) 

 
 
Reviewed by:  
Date: / /  
 
 
APPLICANT:  PSGM3, LLC   
 
PROJECT DESCRIPTION:  Steel Manufacturing Facility    
 
For each ATC subject to BACT, present a preliminary BACT determination list for administrative 
review. 
 
ATC NUMBER(S):  5024001 – ‘011; PSD #240514 
 
* Basic or process equipment type and rating: Scrap & Additive Metal handling equipment totaling 
416-hp; steel melting, rolling, shaping, and support operations totaling 71,718-hp; Slag yard 
operations powered by electric motors totaling 293-hp; Cooling Tower #1 fans & pumps powered 
by electric motors totaling 3,000-hp; Cooling Tower #2 fans & pumps powered by electric motors 
totaling 1891-hp; Cooling Tower #3 fans & pumps powered by electric motors totaling 100-hp; 
Cooling Tower #4 fans & pumps powered by electric motors totaling 25-hp; 600-bhp piston engine; 
200-bhp piston engine; 2682-bhp piston engine; 500-gallon aboveground gasoline storage tank 
 
*Applicant Proposed BACT:  steel melting & shaping controlled by direct evacuation control 

(DEC) with baghouses, wet scrubber, selective catalytic reduction 
(SCR), carbon injection, carbon capture system; Drift eliminators 
for cooling towers; propane fuel for engines; watering, enclosures, 
& minimizing drop heights for raw material & slag handling  

 
* Preliminary BACT determination list:  
 
Evaluate for Cost Effectiveness (to be checked by APCO): 
 
  1.  (Category 1 ) DEC, baghouse, wet scrubber; drift eliminators; propane fuel; 

sufficient moisture & enclosures for fugitive dust activities (raw material & slag 
handling); enhanced vapor recovery for gasoline storage & dispensing   

 
  2.  (Category 2 ) SCR   
 
  3.  (Category 3 ) Carbon capture (with bypass option); oxy-lances without 

natural gas combustion   
 



 

 

  4.  (Category  )    
   (Attach additional list, if needed) 
 
COMMENTS:       
 



 

 

STANDARD OUTLINE 
 
 

EASTERN KERN AIR POLLUTION CONTROL DISTRICT 
 
 

DATE: 06/13/2024   
 
 
Application Nos.: 5024001 – ‘011; PSD #240514 
Project No.:   240514 
 
Deemed Complete On: 06/12/2024 
 
Processing Engineer: Samuel Johnson 
 
Applicant: PSGM3, LLC 
Location: 860 Sopp Road, Mojave 
 
 
Contact:  Mark Olson, VP of Mill Operations 
 
 
I. Proposed Project: 
 

Construct a steel manufacturing facility between Mojave & Rosamond. Major facility operations 
include: raw material receiving, storage, & handling; steel melting, refining, & casting; slag 
processing operations; four sets of cooling towers; three emergency use piston engines, and; 
an aboveground gasoline storage & dispensing operations 
 
Emissions of CO & PM2.5 estimated to exceed significant increase threshold of 100 tpy & 10 
tpy, respectively; therefore, a prevention of significant deterioration (PSD) permit is required. 



 

 

II. APPLICABLE RULES AND REGULATIONS: 
 

Applicability (Check if Rule applies.) 
 

     A. Rule 202 (exemptions) - Section(s) providing exemption(s): 
                                 

 
     B. Rule 205 (Cancellation of Applications) 

 
 X  C. Rule 210.1 (New Source Review) - applicable Section(s): 

       Section II.N. (functionally identical replacement) 
      Section II.O. (identical replacement) 
      Section III.A. (BACT) 
 X   Exempt from BACT by Subsection 2.a 
      Section III.B. (Offsets) 
 X   Exempt from offsets by Subsection 3.a   
      Section III.B.4. (offset ratios) 

(     1:1,      1.2:1, or      2.0:1) or      3.0:1) 
      Subsection III.B.6.c. (interpollutant offsets) 
 X   Subsection III.C.3. (modeling) 
 X   Subsection III.C.4 (compliance certification) 
      Subsection V.A.3. (public notice) 
      Subsection VI.B. (subject to CEC review) 

 
     D. Rule 210.3 (Emissions Reductions Banking) 

 
 X  E. Rule 210.4 (Prevention of Significant Deterioration) 

  X   Section III.B. (40 CFR §52.21 (j) through (r)) 
 X   §52.21 (j) (Control Technology Review) 
 X   §52.21 (k) (Source Impact Analysis) 
 X   §52.21 (l) (Air Quality Models) 
 X   §52.21 (m) (Air Quality Analysis) 
 X   §52.21 (n) (Source Information) 
 X   §52.21 (o) (Additional Impact Analysis) 
 X   §52.21 (p) (Sources Impacting Federal Class I Areas) 
 X   §52.21 (r) (Source Obligation) 

 X   Section III.D. (Inclusion of Fugitive Emissions Required) 
 

 X  F. Rule 401 (Visible Emissions) 
 

 X  G. Rule 402 (Fugitive Dust) – Outside Indian Wells Valley 
 

 X  H. Rule 404.1 (PM Concentration) 0.1 gr/scf 
 

 X  I. Rule 405 (PM Emission Rate) 
 

     J. Rule 406 (Portland Cement Kiln PM Emission Rate) 
  



 

 

II. APPLICABLE RULES AND REGULATIONS (cont.): 
 

 X  K. Rule 407 (Sulfur Compounds) 
 

     L. Rule 408 (Disposal of Solids or Liquids) 
 

     M. Rule 409 (Fuel Burning Equipment - SOx, NOx, and PM Emission Rates) 
 

     N. Rule 410 (Organic Solvents) 
 

     O. Rule 410.1A (Architectural Coatings) 
 

     Q. Rule 410.3 (Organic Solvent Degreasing Operations) 
 

     R. Rule 410.4 (Metal, Plastic, and Pleasure Craft Parts and Products Coating 
Operations) 

 
     S. Rule 410.4A. (Motor Vehicle and Mobile Equipment Refinishing) 

 
     T. Rule 410.5 (Cutback, Slow Cure, and Emulsified Asphalt, Paving) 

 
     U. Rule 410.6 (Perchloroethylene Dry Cleaning Systems) 

 
     V. Rule 410.6A. (Petroleum Solvent Dry Cleaning Operations) 

 
     W. Rule 410.7 (Graphic Arts) 

 
     X. Rule 410.8 (Aerospace Assembly and Coating Operations) 

 
     Y. Rule 410.9 (Wood Products Surface Coating Operations) 

 
     Z. Rule 411 (Storage of Organic Liquids, tvp> 1.5 psia) 

     Subsection III.A. (pressure vessel exemption) 
     Subsection III.B. (emergency standby exemption) 
     Subsection IV.A.3.a. (welded tank/metallic primary seal) 
     Subsection IV.A.4.b. (riveted tank/metallic shoe primary seal) 
     Subsection IV.A.4.c. (resilient toroid primary seal) 
     Subsection IV.A.4.d. (closure device equivalent to I.A.1.) 
     Subsection IV.B. (fixed roof with internal floating roof) 
     Subsection IV.C. (fixed roof with vapor control system) 
     Subsection IV.D. (above ground gasoline storage tank vapor control 

requirements) 
 

 X  AA. Rule 412 (Gasoline Storage Tanks) 
 

 X  BB. Rule 412.1 (Refueling of Motor Vehicles) 
 

     CC. Rule 413 (Organic Liquid Loading)  



 

 

II. APPLICABLE RULES AND REGULATIONS (cont.): 
 

 X  DD. Rule 414 (Wastewater Separator) 
 

     EE. Rule 414.1 (Valves, Pressure Relief Valves, and Flanges) (Refineries & 
Chemical Plants) 

 
     FF. Rule 414.2 (Soil Decontamination – Volatile Organic Compounds) 

 
     GG. Rule 414.5 (Pump and Compressor. Seals at Refineries & Chemical Plants) 

 
     HH. Rule 415 (Reduction of Animal Matter) 

 
     II. Rule 416 (Open Burning) 

 
     JJ. Rule 417 (Agricultural Burning) 

 
     KK. Rule 418 (Incinerator Burning) 

 
     LL. Rule 418.1 (Medical Waste Incinerators) 

 
 X  MM. Rule 419 (Nuisance) 

 
     NN. Rule 420 (Exception) 

 
     OO. Rule 421 (Orchard Heaters) 

 
 X  PP. Rule 422 (Federal New Source Performance Standards) 

Subpart AAb &JJJJ Standards of Performance for Electric Arc Furnaces and 
Argon-Oxygen Decarburization Vessels Constructed After May 16, 2022; 
Stationary Spark Ignition Internal Combustion Engines  

 
     QQ. Rule 422.1 Municipal Solid Waste Landfills (Nonmethane Organic Compounds) 

 
 X  RR. Rule 423 (National Emission Standards for Hazardous Air Pollutants) 

Subparts ZZZZ & YYYYY National Emission Standards for Reciprocating Internal  
Combustion Engines and Area Source: Electric Arc Furnaces  

 
     SS. Rule 424 Residential Water Heaters (Oxides of Nitrogen) 

 
     TT. Rule 425 Cogeneration Gas Turbine Engines (Oxides of Nitrogen) 

 
     UU. Rule 425.1 Hot Mix Asphalt Paving Plants (Oxides of Nitrogen) 

 
     VV. Rule 425.2 Boilers, Steam Generator, and Process Heaters (Oxides of Nitrogen) 

 
     WW. Rule 425.3 Portland Cement Kilns (Oxides of Nitrogen) 

 
     XX. Rule 426 Experimental Research Operations 

 



 

 

II. APPLICABLE RULES AND REGULATIONS (cont.): 
 

     YY. Rule 427 Stationary Piston Engines (Oxides of Nitrogen) 
 

     ZZ. Rule 428 (Commercial Offsite Multiuser Hazardous Waste & Nonhazardous 
Waste Disposal Facilities) 

 
     AAA. Rule 429 (Decorative and Hard Chrome Plating and Chromic Acid Anodizing) 

 
 X  BBB. Rule 429.1 (Cooling Towers) 

 
     CCC. Rule 430 Sterilizers (Ethylene Oxide) 

 
     DDD. Rule 431 Propellant Combustion and Rocket Testing 

 
     EEE. Rule 432 Polyester Resin Operations 

 
 X  FFF. Section 41700 of California Health & Safety Code (Health Risk) 

 
 X  GGG. (CEQA) California Environmental Quality Act 

 
     HHH. Other:        

 
Rule 202 Exempt Equipment: 
 
Diesel fuel storage <19,800 gallons 
Gasoline storage tank ≤250 gallons 
 
AIR CONTAMINANTS TO BE CONSIDERED: 

 
X PM10 X SO4 X SO2 X NOx X VOC 

          
 

X 
 
CO 

 
X 

 
Odors 

 
X 

Visible 
Emissions 

 
X 

 
Toxics 

  

 
POSSIBLE EMISSION POINTS: 
 

• Fugitives from raw material & slag handling 
• Vent dust collectors from material silos 
• Fume treatment plant baghouse 
• Caster spray stack 
• Roll mill vent 
• Cooling towers 
• Piston engine exhaust stacks 
• Gasoline storage tank 

 
  



 

 

 
NSR CONSIDERATION: 
 
Source's NSR Balance Since 12/28/76 
 

0.00 PM10  SO4 0.00 SO2 0.00 NOx 0.00 VOC 0.00 CO 
tons/yr  tons/yr  tons/yr  tons/yr  tons/yr  tons/yr  

            
Source’s Potential to Emit:  0.00 NOx 0.00 VOC   

 tons/yr  tons/yr    
 
   X     BACT required for any new emissions unit or modified emissions unit (except CO, unless PSD 
applies) 
 
          New Source Review Balance/Potential to Emit:           SOx (as SO2) >  27 tons/year 
 
          PM10 > 15 tons/year,       NOx,      VOC > 25 tons/yr therefore offsets are required 
 
Planned Air Pollution Control Equipment Design Review: 
Final review is required.  



 

 

  


	IX. EMISSION CHANGES:
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