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List of Abbreviations and Acronyms
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Dry standard cubic foot
Washington State Department of Ecology
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1.0 INTRODUCTION
This document, the Statement of Basis or support document, summarizes the legal and factual
basis for the permit conditions in the Air Operating Permit issued by the Washington State
Department of Ecology (Ecology) to the source. When Ecology issues a Draft Operating Permit,
we must provide a statement that sets forth the legal and factual basis for these draft permit
conditions, including references to the applicable statutory or regulatory provisions per
Washington Administrative Code (WAC) 173-401-700(8)
Unlike the Air Operating Permit, this document is not legally enforceable. This Statement of
Basis summarizes the emitting processes at the facility, air emissions, permitting and compliance
history, the statutory or regulatory provisions that relate to the facility, and the steps taken to
provide opportunities for public review of the permit. The Permittee is obligated to follow the
terms of the permit. Any errors or omissions in the summaries provided here do not excuse the
Permittee from the requirements of the permit.
The format and content of this support document has changed over time to reflect the evolving
thought about what constitutes an effective support document. The US Environmental
Protection Agency (EPA) audited Ecology’s Title V Permitting in 2006 and 2014. As a result,
Ecology is currently developing a revamped support document format. The support document
for this particular permit renewal effort follows the draft format for the Statement of Basis
outline available at the time of this permit renewal effort.
This draft permit has been made available for public comment on two previous occasions. The
first public comment period took place February 25, 2016 through March 31, 2017. Following
the initial public comment period, ownership of the facilities at the site changed. Ecology split
the draft Air Operating Permit into three separate permits and held a second public comment
period from September 9, 2016 through October 13, 2016. During EPA’s subsequent review
period, they provided comments requesting clarification of the Title V major source status of the
site, which Ecology has now included in this Statement of Basis. Ecology is holding a third
public comment period from May 25, 2017 through June 26, 2017 to allow for the public to
provide comments on the draft AOP.
The Longview site, which includes the Nippon Dynawave Packaging Company (NDP) kraft pulp
and paper mill, the NORPAC thermomechanical pulp and paper mill, and the Weyerhaeuser NR
Company log/lumber operation, has historically been permitted as a single major Title V source.
The three facilities, previously owned by Weyerhaeuser NR Company, now have separate
ownership. The kraft pulp and paper mill is owned by Nippon Paper Industries. NORPAC is
owned by One Rock Capital Partners, LLC. Weyerhaeuser NR Company retains ownership of
the lumber mill and log export yard.
As the source has been previously considered to be a single major Title V source, Ecology must
perform an analysis to determine if the facilities can be considered separate Title V sources.
Ecology has not made a major source disaggregation determination at this time and, therefore,
the three facilities remain a single major Title V source for the issuance of this permit. Ecology
is issuing three separate permits to the facilities that exist within the single major Title V source
at the Longview site to provide clarification regarding applicable requirements for each of the
facilities. The three permits constitute a “permit” as defined by WAC 173-401-200(5). This
Statement of Basis addresses the applicable requirements for the NDP facility.
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2.0 PERMIT AUTHORITY
Title V of the Federal Clean Air Act Amendments required all states to develop a renewable
operating permit program for industrial and commercial sources of air pollution. The
Washington State Clean Air Act (Revised Code of Washington (RCW) 70.94) was amended in
1991 and 1993 to provide the Department of Ecology and Local Air Agencies with the necessary
authority to implement a statewide operating permit program. The law requires all major sources
or any source that is subject to a standard, limitation or other requirement under the Standards of
Performance for New Stationary Sources obtain an air operating permit. A major source is
defined as one that either directly emits or has the potential to emit 100 tons per year (tpy) or
more of a pollutant that is subject to regulation, for example criterial pollutants, 10 tpy or more
of a hazardous air pollutant, or 25 tpy or more in the cumulative of hazardous air pollutants to
obtain an operating permit. Criteria pollutants include sulfur dioxide (SO2), nitrogen oxides
(NOx), particulate matter (PM), carbon monoxide (CO), and ozone.
Chapter 173-401 of the WAC, which specifies the requirements of Washington State’s Operating
Permit Regulation became effective November 4, 1993. EPA granted Washington’s program
interim approval December 9, 1994. Final approval of Washington’s program was granted on
August 13, 2001. The current version of the regulation was filed in February 2016 and became
effective March 5, 2016.
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3.0 FACILITY INFORMATION

Company/Owner

Nippon Dynawave Packaging Company

Plant or Facility Name

Nippon Dynawave Packaging Company

Responsible Official

Andrew Cooper
Vice President and Mill Manager

Facility Contact(s)

Greg Bean
Environmental Manager

Facility Location

3401 Industrial Way, Longview, WA 98632

Mailing Address

P.O. Box 188, Longview, WA 98632

Telephone

(360) 425-2150

SIC Code

26 (Pulp and Allied Products)

Basis for Title V applicability

The facility by definition is a major source with
a potential emissions of over 100 tons of a
regulated air pollutant and 10 tons of HAP per
year (See Table 2)
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Figure 1 - Location map (Longview, Washington)
A. Source Description
There is a long history of pulp, paper, and wood products manufacturing at the site, with the first
sawmill operations beginning in 1929. The site has produced a variety of products which have
included/include market kraft and sulfite pulp, corrugated medium, coated and uncoated
bleached paperboard products, fine paper, newsprint, dimensional lumber, and logs.
Pulping activities began with the establishment of a sulfite pulp mill in 1931. A kraft mill was
constructed in 1948, expanded in 1958, and updated/replaced in 1995. In 1978, the sulfite mill
was permanently shut down. Corrugated Medium Machine (L4) operated from 1954 until 1996.
The R-W fine paper operations were partially idled in 2001 (RW #2) and fully shut down in
2003 (RW #1).
In 2010, the former owner of the site (Weyerhaeuser NR Company) became the owner and
operator of the Longview Extruders. The extruders were formerly owned and operated by
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Pacific Lamination (i.e., Tetra Pak Inc.). The extruders are located in the L3 Paper Machine
building.
On August 31, 2016, Weyerhaeuser NR Company sold the Liquid Packaging facility (including
kraft pulp mill, liquid packaging paper mill, liquid packaging board machine, and extruders) to
Nippon Dynawave Packaging Company (NDP), a wholly-owned subsidiary of Nippon Paper
Industries. NDP is normally in operation seven days a week, 24 hours a day.
NDP is part of a larger 700+ acre site composed of the kraft pulp and paper mill (with
wastewater treatment plant), a thermomechanical and deink pulp and paper mill, log export yard,
and dimensional lumber plant. These separate sources have historically been considered a
single major source for Title V permitting. The sources remain a single major Title V and
PSD source. Contemporaneous changes that occur at the site as a whole must be
considered when evaluating emission increases for PSD applicability.
The detailed process descriptions from the Weyerhaeuser Title V Air Operating Permit Renewal
Application received by Ecology on June 16, 2014 are included in Appendix A.
Tabulated below are the pulp and paper production numbers for 2008 (previous permit renewal)
and 2013 (current renewal), and the 2013 annual emission summaries for hazardous air pollutant
and greenhouse gases which were included in the 2014 permit renewal application. The criteria
emissions summary in Table 2 was submitted to Ecology as part of the emission inventory
reporting requirement in WAC 173-400-105(1).
Table 1
Pulp and Paper Production Numbers
Product
Bleached Kraft Pulp

Kraft Paperboard
Kraft Wetlap

2008

2013

408,628 BBDT
(Bleached Bone Dry Tons)
315,555 ADST
(Air Dried Short Tons)
124,524 ADST

9

390,758 BBDT

323,131 ADST
140,168 ADST

Process
Area

TSP
[tons]

Table 2
Criteria Pollutant and VOC Emissions Summary (2015)
PM10
PM2.5
SO2
NOx
VOC
[tons]
[tons]
[tons]
[tons]
[tons]

CO
[tons]

P&R

126.2

116.0

110.9

351.0

2,017.1

81.7

2386.4

Kraft

--

--

--

--

--

22.4

--

WWTU

--

--

--

--

--

27.9

135.4

Extruders

7.9

7.9

7.9

0.03

2.34

6.94

1.96

134.1

123.9

118.8

351.0

2,109.4

139.0

2,521.8

Total

Process Area

Acetaldehyde
[tons]

Table 3
Hazardous Air Pollutant Emissions Summary (2013)
Hydrochloric
Chlorine Chloroform Formaldehyde
Acid
[tons]
[tons]
[tons]
[tons]

Methanol
[tons]

MEK
[tons]

Phenol
[tons]

P&R

1.8

--

--

4.8

74.6

11.2

0.5

6.7

Kraft

0.057

0.2

1.0

--

4.9

3.8

--

0.8

WWTU

2.2

--

3.3

--

--

26.3

--

--

Extruders

--

--

--

--

--

--

--

--

47.7

0.2

4.2

6.4

79.5

226.1

2.5

10.8

Total

Table 4
Greenhouse Gas Emissions Summary (2013)
CO2
CH4
N2O
Process Area
[tons]
[tons]
[tons]

CO2e
[tons]

47,452

0.9

8.9x10-2

47,501

P&R

1,559,514

126.5

18.4

1,568,159

Kraft

3,484

6.6x10-2

6.6x10-3

3,488

WWTU

2.2

--

3.3

--

MTC

--

--

--

--

1,022

1.9x10-2

1.9x10-3

1,023

40

1.6x10-3

3.3x10-4

40

1,611,512

127.5

18.5

1,620,211

NORPAC

Extruders
Lumber
Total
B. Compliance Summary

This section summarizes the air violations at Weyerhaeuser/Nippon Dynawave for which there
are associated Ecology docket numbers.
Table 5
Weyerhaeuser/Nippon Dynawave Exceedances and Violations
Date

Unit

Parameter

January
2017

Lime
Kiln

TRS

Applicable
Requirement
Facility-wide General
Requirement 11 (AOP
0000124)
PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069
WAC 173-405-040(6)

Limit

Value

Additional
Information

90% valid
data
recovery

63%

NOV 14075

20% (6 min
avg);
35% (6 min
avg)

35%, 20%,
20%

NOV 14069

1/24/17

RB 10

Opacity

1/12/17,
1/26/17

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

24%, 21%

NOV 14069

12/22/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

22%

NOV 14003

12/13/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

27%

NOV 14002

10/14/16

HFB 11

Opacity

WAC 173-405-040(6)

7/15/16 –
7/16/16;

HFB 11

Hydrogen
Chloride

WAC 173-400-075;
40 CFR 63.7500(a)(2)

20%
(6 min avg)
74 ppmdv
SO2 (30-day
avg)

27%, 30%,
21%
75, 75, 75,
76, 76, 77,
78, 78, 77,
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NOV 13951
NOV 13900,
NOP 13978

Date

Unit

Parameter

Applicable
Requirement

Limit

7/29/16 –
8/9/16

Value

Additional
Information

76, 76, 77,
77, 76

9/29/16

RB 10

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

90%, 94%,
47%

NOV 13891

9/9/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

27%

NOV 13890

5/2/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

45%

NOV 13629

3/11/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

22%

NOV 13295

3/11/16

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

25%

NOV 13294

20% (6 min
avg);
35% (6 min
avg)

59%, 97%,
97%, 98%,
94%, 77%,
61%, 48%,
38%, 31%,
27%
48%, 36%,
32%

12/21/15

RB 10

Opacity

PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069
WAC 173-405-040(6)

12/8/15

HFB 11

Opacity

WAC 173-405-040(6);
40 CFR 60.42(a)(2)

20%
(6 min avg)

12/21/15

HFB 11

Opacity

WAC 173-405-040(6);
40 CFR 60.42(a)(2)

48%

NOV 13132

12/22/15

Lime
Kiln

Opacity

Order DE 95AQ-I035;
WAC 173-405-040(6)

27%, 39%,
35%, 57%

NOV 13134

11/30/15

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)
25% (6 min
avg);
35% (6 min
avg)
20%
(6 min avg)

24%

NOV 13091

11/13/15

RB 10

Sulfur
Dioxide

75 ppm

100 ppm

NOV 13092

11/12/15

HFB 11

Opacity

20%
(6 min avg)

21%, 29%

NOV 13093

9/26/15

RB 10

Opacity

20%
(6 min avg)

27%

NOV 12979

8/30/15

HFB 11

Opacity

20%
(6 min avg)

42%, 44%,
45%, 21%

NOV 12914, NOP
12969

8/29/15

HFB 11

Opacity

20%
(6 min avg)

26%, 59%,
25%

NOV 12916

8/9/15

RB10

Carbon
Monoxide

1,000
ppmdv
(1-hr avg)

1,200

NOV 12913

PSD 92-03,
Amendment 4,
Condition 5.1; Order
DE 92 AQ-I069
WAC 173-405-040(6);
40 CFR 60.42(a)(2)
PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069
WAC 173-405-040(6);
40 CFR 60.42(a)(2)
WAC 173-405-040(6);
40 CFR 60.42(a)(2)
PSD 92-03,
Amendment 4,
Condition 8; Order DE
AQ-I069
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NOV 13133

NOV 13131

Unit

Parameter

Applicable
Requirement

Limit

Value

Additional
Information

7/16/15

RB 10

Carbon
Monoxide

PSD 92-03,
Amendment 4,
Condition 8; Order DE
AQ-I069

1,000
ppmdv
(1-hr avg)

1,200

NOV 12886; Excused
from penalty per WAC
173-400-107

4/7/15

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

25%

NOV 11471

2/1/15

HFB 11

Opacity

WAC 173-405-040(6);
40 CFR 60342(a)(2)

20%
(6 min avg)

58%

1/27/15

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

27%

1/4/15

HFB 11

Opacity

WAC 173-405-040(6);
40 CFR 60.42(a)(2)

20%
(6 min avg)

54%

Monitoring/
Recording

Order No. DE 95 AQI035

Maintain
scrubber
nozzle
pressure ≥
23 psi.
Monitor and
record
monthly.

Failure to
monitor
and record.

NOV 11205

Opacity

WAC 173-405-040(6);
40 CFR 60.42(a)(2)

20%
(6 min avg)

41%, 66%,
29%, 51%,
28%, 28%,
26%

NOV 11202;
Excused from penalty
per WAC 173-400-107

1000 ppm
(1-hr avg)

1100 ppm

NOV 11153;
Excused from penalty
per WAC 173-400-107

25%

NOV 11072

43%, 44%,
37%, 36%,
35%
23%, 25%,
25%, 26%,
25%, 28%,
25%

NOV 11053;
Excused from penalty
per WAC 173-400-107

Date

12/1/14 –
12/31/14

12/21/14

Slaker
Vent
Scrubber
Stack

HFB 11

11/23/14

RB 10

CO

WAC 173-400-110;
PSD 92-03
Amendment 4 and
Order No. 92 AQ-I069

10/21/14

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

9/6/14

HFB 11

Opacity

WAC 173-405-040(6);
40 CFR 60.42(a)(2)

20%
(6 min avg)
20%
(6 min avg)

NOV No. 11317;
Excused from penalty
per WAC 173-400-107
NOV No. 11251;
Excused from penalty
per WAC 173-400-107
NOV No. 11251;
Excused from penalty
per WAC 173-400-107

9/6/14

RB 10

Opacity

PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069

7/27/14

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

30%

NOV 10921; Excused
from penalty per WAC
173-400-107

20%
(6 min avg)

21%, 26%,
25%

NOV 10735

20%
(6 min avg)

21%

NOV 10678; Excused
from penalty per WAC
173-400-107

4/23/14

RB 10

Opacity

PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069

3/11/14

HFB 11

Opacity

WAC 173-405-040(6)
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NOV 11052

Date

Unit

Parameter

Applicable
Requirement

Limit

Value

Additional
Information

12/12/13

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)
Min. 90%
CEMS data
Recovery

51%, 30%,
31%

NOV 10523;
NOP 10536

11/22 –
11/25/13

HFB 11

CEMS Data
Recovery

WAC 173-401-615

89%

NOV 10454

11/13 –
11/15/13;
11/29 –
11/30/13

RB 10

CEMS Data
Recovery

WAC 173-401-615

Min. 90%
CEMS data
Recovery

88.3%,
88.3%

NOV 10454

12/1 –
12/7/13

RB 10

CEMS Data
Recovery

WAC 173-401-615

Min. 90%
CEMS data
Recovery

79.0%,
79.0%,
80.6%,
79%

NOV 10454

7/18/13

Lime
Kiln

Opacity

Order DE 95 AQ-I035

25%
(6 min avg)

33%

NOV 10172

6/6 –
6/7/13

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

26%, 25%,
35%, 38%,
70%, 31%

NOV 10075;
NOP 10155

6/5/13

HFB 11

Opacity

WAC 173-405-040(6)

20%
(6 min avg)

21%

NOV 10076

5/27/13

Lime
Kiln

Opacity

Order DE 95 AQ-I035

25%
(6 min avg)

26%, 26%

NOV 10035

3/12/13

Lime
Kiln

Opacity

Order DE 95 AQ-I035

25%
(6 min avg)

30%

NOV 9902

Opacity

PSD 92-03,
Amendment 4, Cond.
4; Order DE 92 AQI069

20%
(6 min avg)

30%, 35%

NOV 9902

3/12/13

RB 10
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4.0 APPLICABLE REQUIREMENTS
A. Federal Air Quality Requirements: NESHAP, NSPS, CAM
National Emission Standards for Hazardous Air Pollutants (NESHAPs): 40 CFR Part 63
Subparts S, MM, JJJJ, ZZZZ, DDDDD (adopted by reference in WAC 173-400-075).
New Source Performance Standards (NSPS): 40 CFR Part 60 Subparts BB and D (adopted by
reference in WAC 173-400-115).
Compliance Assurance Monitoring (CAM): 40 CFR Part 64 (adopted by reference in WAC 173401-615). See CAM Section for Applicability & Requirements.
Greenhouse Gases: 40 CFR Part 98 (no applicable requirements under Title V operating permit
program).
B. State Air Quality Requirements
The Permittee is subject to several state-only requirements, which are not enforceable under the
Federal Clean Air Act. These requirements include the total reduced sulfur (TRS) treatment
standard applicable to the digester, multi-effect evaporators, and condensate stripper system in
WAC 173-405-040(4); the TRS limits at the lime kiln in WAC 173-405-040(3); and the
greenhouse gas reporting requirements in Chapter 173-441 WAC, and the greenhouse gas
performance standards in Chapter 173-407 WAC.
C. Regulatory Orders
As of the date of this renewal, the Permittee is subject to following regulatory orders and
modifications.
PSD-92-03, Amendment 4
PSD 97-01, Amendment 3
Order No. DE 95AQ-I035 (Order No. DE 84-133)
Order No. DE 94AQ-I080
Order No. 7840
Order No. 7414
Order No. DE 95 I079
SWCAA ADP 09-2849
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5.0 EMISSION UNITS DESCRIPTION
A. Kraft Mill
The kraft mill is a permitted operation. It has a short-term capacity of approximately 1260
bleached bone dry tons per day, and an annual capacity of approximately 1150 bleached bone
dry tons per day. The kraft mill consists of the fiberline (Kamyr digester, pulp washing and
screening, oxygen delignification, and bleach plant systems), No. 7 Multiple Effect Evaporator
(No. 7 MEE), High Solids Crystallizer (HSC), and the steam stripper system.
During the 1995 Kraft Modernization Project, Weyerhaeuser constructed a new fiberline
(including the new Kamyr digester, brownstock washing, oxygen delignification, and bleach
plant systems); constructed an NCG and foul condensate collection/treatment system; modified
the recovery boiler and evaporators; and constructed a new 150,000 lb/hr package boiler (shut
down and removed from the site in February 2000).
Twelve batch digesters, six of which were constructed in 1948, and the other six constructed in
1956, were replaced by a continuous Kamyr digester in the Kraft Modernization Project. The
former batch digesters have been removed and are not permitted operations.
No. 7 MEE (for black liquor) was constructed in June 1975 (prior to the NSPS, Subpart BB
applicability date of September 24, 1976), and is a permitted operation.
No. 8 MEE was originally constructed as a concentrator in 1975 in conjunction with No. 10
Recovery Boiler, and was modified to a multiple effect evaporator set in 1995 during the Kraft
Modernization Project, and No. 10 Recovery Boiler rebuild. No. 8 MEE was shut down and
taken out of service in November 2014.
The Non-Condensable Gas (NCG) collection system was modified and expanded as part of the
1995 Kraft Modernization Project. The low-volume, high-concentration (LVHC) system collects
NCGs from the digester, blow heat recovery system, and turpentine recovery system for control
of TRS and hazardous air pollutant (HAP) compounds in the thermal oxidizer or lime kiln. The
high-volume, low-concentration (HVLC) system collects dilute NCGs from the Chip Bin, Blow
Tanks, and the Pressure Diffuser filtrate tank vents for control of TRS and HAP compounds in
the thermal oxidizer (NCG incinerator).
A PSD/NOC application was submitted to Ecology on November 21, 1991, and determined to be
complete on April 28, 1992. A final approval was issued by Ecology on February 9, 1993. The
approvals, PSD 92-03 and Order No. 92 AQ-I069, have undergone four (4) amendments which
were issued by Ecology in October 29, 1993; September 19, 1995; December 28, 1995; and
December 13, 1999.
In 2008, the Fiberline Yield Improvement Project added a second oxygen delignification reactor
vessel.
Applicable regulations include 40 CFR Part 60, Subpart BB (WAC 173-400-115) which
establishes new source performance standards for emission from kraft pulp mills; and 40 CFR
Part 63, Subpart S (WAC 173-400-075) which establishes national emissions standards for
hazardous air pollutants from the pulp and paper industry.
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Condition A.1 – CO; PSD 92-03
In accordance with Condition 1 of PSD 92-03, Amendment 1, carbon monoxide (CO) emissions
from the fiberline may not exceed 349 lbs/hr on an hourly average or 300 tons/year, as measured
by EPA Reference Method 10. No further monitoring is specified based on evaluation of the
initial compliance determination results which indicated that average fiberline CO emissions
were 48 lbs/hour. Maximum CO emissions were 80 lbs/hour. These initial test results are
considered far enough below the allowable limit (349 lbs/hour) that further monitoring is not
required.
In 1998 the oxygen delignification process vents were collected with the HVLC NCGs for
incineration, reducing the fiberline CO emissions by approximately 50%.
Condition A.2 – TRS; New Source Performance Standards
In accordance with 40 CFR Part 60, Subpart BB, the 12-hour average emissions of TRS from
any digester system, brown stock washer system, MEE system, or condensate stripper system
must be below 5 ppm on a dry basis, corrected to 10% oxygen.
Condition A.3– NSPS General Requirements
The NSPS general requirements are included in a separate table. See the NSPS General
Requirements section of the Air Operating Permit.
Condition A.4 – TRS; WAC 173-405-040
In accordance with WAC 173-405-040(4), NCGs from digesters, MEEs, and condensate stripper
systems must be treated to reduce TRS emissions equal to the level achieved by thermal
oxidation in a lime kiln. A backup system or Ecology approved equivalent must be installed to
assure continual treatment.
Low-Volume, High-Concentration (LVHC) System
The LVHC Non-Condensable Gas (NCG) system includes the Kamyr digester system (chip
steaming vessel, impregnation vessel, digester, flash tanks, and flash steam condensers), No. 7
MEE, HSC, and steam stripper system. LVHC NCGs are collected, combined, and treated in the
natural gas-fired thermal oxidizer (NCG Incinerator), which is followed by a caustic (sodium
hydroxide) scrubber to control SO2 emissions. Treated exhaust gases from the NCG incinerator
are emitted through the No. 10 Boiler stack. The lime kiln combusts LVHC NCGs when the
NCG Incinerator is down. Regulatory requirements of the NCG incinerator are described in the
Condition J discussion.
Emissions from these units are regulated under EPA’s 1998 Cluster Rule, MACT I (40 CFR Part
63, Subpart S). The air quality goal of MACT I was to reduce the emissions of HAPs from the
pulping and bleaching systems at all chemical pulping mills and bleaching systems at mechanical
pulping, non-wood fiber, and secondary fiber mills. The emissions are controlled using the
Maximum Achievable Control Technology (MACT). Pulp mills were required to meet the
MACT I air emission requirements by April 2001 for LVHC gas sources. WAC 173-400-075
incorporates the MACT I compliance requirements through reference.
On December 11, 2001, Weyerhaeuser submitted a report titled Initial Performance Testing
Results and Continuous Monitoring System Evaluations regarding Cluster Rule MACT I (40
CFR Part 63, Subpart S) implementation. The report included tests results which were used to
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demonstrate initial compliance and develop operating values to be used to indicate continuous
compliance with MACT I pulping system (LVHC) standards (§63.443). The results of the
testing indicated that a 1350°F, 12-hour average minimum operating temperature at the thermal
oxidizer would adequately demonstrate compliance with the 20 ppm (at 10% O2) HAP-methanol
emission standard.
Note: The Chip Bin is regulated under MACT I as part of the Digester System only when flash
steam is used in the Chip Bin for chip pre-steaming. However, the Chip Bin vent gas stream is
physically high in volume and low in HAP concentration, but high in oxygen. This makes the
gas stream incompatible with the LVHC NCG system and it is collected for control in the HVLC
NCG system.
Condition A.5 through 11 – LVHC Collection and Treatment; 40 CFR Part 63 (Subpart S)
LVHC NCGs are to be collected and treated in accordance with 40 CFR Part 63, Subpart S
(MACT I). This requires the collection and treatment of LVHC NCGs; the inspection and
repair/maintenance of the LVHC system; recordkeeping of NCG venting events; and monitoring
of thermal oxidizer combustion temperature. LVHC NCG venting for periods in excess of 1% of
total operating time are considered violations. The EPA performed a residual risk and
technology review for 40 CFR Part 63, Subpart S. As a result of the review, Subpart S was
updated in 2012; the exclusion of startup, shutdown, and maintenance LVHC venting events
from the 1% venting allowance previously allowed in 40 CFR 63.443(e) has been removed.
High-Volume, Low-Concentration (HVLC) System
The HVLC system includes the pressure diffusion washer system, brownstock press washer
system, and oxygen delignification system. HVLC NCGs are collected, combined, and treated in
the natural gas-fired thermal oxidizer (NCG Incinerator), which is followed by a caustic (sodium
hydroxide) scrubber to control SO2 emissions. Treated exhaust gases from the NCG incinerator
are emitted through the No. 10 Boiler stack. When the NCG Incinerator is down, HVLC NCGs
are vented to the atmosphere.
Emissions from these units are regulated under EPA’s 1998 Cluster Rule, MACT I (40 CFR Part
63, Subpart S). The air quality goal of MACT I was to reduce the emissions of HAPs from the
pulping and bleaching systems at all chemical pulping mills and bleaching systems at mechanical
pulping, non-wood fiber, and secondary fiber mills. The emissions are controlled using the
Maximum Achievable Control Technology (MACT). Pulp mills were required to meet MACT I
air emission requirement by April 2006 for HVLC gas sources. WAC 173-400-075 incorporates
the MACT I compliance requirements through reference.
Condition A.12 through A.19 – 40 CFR Part 63 (Subpart S)
HVLC NCGs are to be collected and treated in accordance with 40 CFR Part 63, Subpart S
(MACT I). This requires the collection and treatment of HVLC NCGs; inspection and
repair/maintenance of the HVLC NCG system; recordkeeping of NCG venting events; and
monitoring of thermal oxidizer combustion temperature. HVLC NCG venting for periods in
excess of 4% of total operating time are considered violations. The EPA performed a residual
risk and technology review for 40 CFR Part 63, Subpart S. As a result of the review, Subpart S
was updated in 2012; the previously allowed exclusion of startup, shutdown, and maintenance
HVLC venting events from the 4% venting allowance in 40 CFR 63.443(e) has been removed.
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Pulping Condensate System
MACT I (40 CFR Part 63, Subpart S) requires the treatment of pulping condensates from
specific equipment systems. Weyerhaeuser has identified the following pulping condensate
streams for control and treatment: fiberline primary condensates (flash steam condensates);
fiberline foul condensates (turpentine system underflow); HSC foul, hotwell, and surface
condenser condensates; No. 7 MEE vacuum pump and hot well condensates; LVHC
condensates; and HVLC condensates. Condensed stripper off-gases are collected in the LVHC
system for control in the Thermal Oxidizer or Lime Kiln. Liquid methanol and turpentine may
also be combusted in the NCG incinerator.
On December 11, 2001, Weyerhaeuser submitted a report titled, Initial Performance Testing
Results and Continuous Monitoring System Evaluations regarding Cluster Rule MACT I (40
CFR Part 63, Subpart S) implementation. The report included tests results which were used to
demonstrate initial compliance with MACT I kraft pulping condensate standards (§63.446).
Condition A.20 through A.30 – 40 CFR Part 63 (Subpart S)
Pulping condensates are to be collected and treated in accordance with 40 CFR Part 63, Subpart
S (MACT I). This requires the collection and treatment of pulping condensates in the NCG
Incinerator and monitoring of pulping condensates that are collected/controlled. The total
collected HAPs must equal or exceed 11.1 pounds per ton of oven dried pulp (60-day rolling
average), and the total HAP mass controlled must equal or exceed 10.2 pounds per ton of oven
dried pulp (60-day rolling average). The treated HAP concentration at the outlet of the NCG
Incinerator must be at or below 20 parts per million corrected to 10% oxygen on a dry basis.
Compliance is to be demonstrated by maintaining a combustion temperature of 1350°F as a 12hour block average.
Bleaching System
The discharge points from this emission unit are from the bleach plant scrubber, bleach tower
roof cover openings, bleach tower vent gas accumulators, and high-density storage tanks. Bleach
tower and filtrate tank vents are collected under vacuum and sent to the bleach plant scrubber.
The scrubber is a caternary grid wet caustic scrubber and uses white liquor for ORP control of
recirculated scrubber liquor to control chlorine and chlorine dioxide emissions from the bleach
plant process vents. As a backup, alkaline E-stage filtrate is used as the scrubbing liquid on a
once-through basis (not recirculated on ORP control), when white liquor supply is not available.
MACT I (40 CFR Part 63, Subpart S) requires the collection and treatment of bleach plant HAP
emissions from kraft pulp bleaching systems that used any chlorinated compounds. The bleach
plant emissions are combined into one emission unit, BLCH-CONT-EU.
On December 11, 2001, Weyerhaeuser submitted a report titled Initial Performance Testing
Results and Continuous Monitoring System Evaluations regarding Cluster Rule MACT I (40
CFR Part 63, Subpart S) implementation. The report included tests results which were used to
demonstrate initial compliance and develop operating values to be used to indicate continuous
compliance (§63.453) with MACT I bleach plant standards (§63.445).
Process modifications have been made on D1 (first ClO2 bleaching stage) and D2 (second ClO2
bleaching stage) towers to comply with the MACT I Bleach Plant standards. The pressure
diffusion washers located at the top of the D1 and D2 bleach towers require frequent
backflushing to dislodge the pulp mat from the washer extraction screens. The backflushing
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operation produces a momentary pressure spike in the tower vapor headspace, causing “puffing”
emissions from the roof hatch openings. The D1 and D2 hatch openings have been modified to
allow adequate “sweep air” flow into the tower headspaces to carry away HAPs and dilute the
headspace vapor so that the “puffing” emissions do not exceed 10 ppmvd HAP (as chlorine).
On March 1, 2010, Ecology issued Order No. 7414 which approved the use of extraction stage
(Ep) filtrate as the bleach plant scrubber liquid and established operating values to indicate
compliance with the MACT I bleach plant standards (§63.445). The Ep filtrate system is used on
a backup basis to control emissions when the white liquor recirculation system is inoperable.
The bleach plant emission control system was initially exempt from the MACT I emission
standards during SSM periods, but the SSM allowance was vacated, requiring continual
compliance and the issuance of Order No. 7414.
Conditions A.31 through A.40 – 40 CFR Part 63 (Subpart S)
Bleach system gases are to be collected and treated in accordance with 40 CFR Part 63, Subpart
S (MACT I). This requires the collection and treatment of chlorinated bleach system gases; the
inspection and repair/maintenance of the closed-vent system; recordkeeping of venting events;
and monitoring of the scrubber for Oxidation Reduction Potential (ORP), scrubber liquid flow,
and scrubber fan operation. Scrubber ORP in excess of -200 mV (3-hour block average),
scrubber liquid flow below 150 gallons per minute (3-hour block average), or discontinuous
scrubber fan operation require corrective action to be taken within 24 hours. When using Ep
filtrate as the bleach plant scrubber liquid, scrubber liquid pH is used to demonstrate compliance
instead of ORP. Ep filtrate pH below 9.0 on a 3-hour block average requires corrective action
within 24 hours.
B. Hog Fuel Boiler No. 11
Hog Fuel Boiler No. 11 was constructed in 1974 under SWAPCA Order 78-406. The boiler has
a capacity of 600+ million British thermal units (MMBtu) per hour. A Foster Wheeler spreaderstoker type boiler was installed around 1976. Nominal capacity of the boiler is 580,000 lbs of
steam per hour. With a 64.23% design efficiency and 1125 Btu per lb of steam generated, the
nominal fuel heat input capacity is 1016 MMBtu per hour. Fuels burned include hog fuel, coal,
effluent treatment solids, and ultra-low sulfur diesel. Weyerhaeuser converted from fuel oil to
diesel in preparation for compliance with Boiler MACT. Diesel is used primarily during startup,
shutdown, and malfunctions.
On March 29, 2005, Weyerhaeuser submitted a Notice of Construction Application to upgrade
the No. 11 Boiler. The proposed project increased the boiler’s combustion efficiency and
emission controls. The combustion system upgrades included installation of a new overfire air
system and a new fuel feed system. The two existing multiclones were replaced by a new
multiclone, and the electrified gravel bed scrubber was replaced with a dry electrostatic
precipitator (ESP). Dry sorbent injection was also added for control of acid gases (HCl and
SO2). Weyerhaeuser determined that PSD was not triggered by the project. Ecology reviewed
the NOC and issued Order No. 3101 approving the project. The boiler upgrade project was
completed in September 2006.
In July 2010, Ecology’s Air Quality Program issued a Best Available Retrofit Technology
(BART) order to Weyerhaeuser. The BART Compliance Order number is 7840. The emission
units regulated by the BART determination are Hog Fuel Boiler No. 11, Recovery Furnace No.
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10, and the Smelt Dissolver Tank. In the BART order, Ecology concluded that the emission
controls installed on these units meet the requirements of BART. The BART Order requires the
existing control equipment on the BART-eligible sources be operated within the existing
emission limitations and requirements.
Applicable regulations include 40 CFR Part 63, Subpart DDDDD (Boiler MACT) which
establishes national emission standards for hazardous air pollutants from industrial boilers; 40
CFR Part 60, Subpart D (WAC 173-400-115) which establishes new source performance
standards for emissions from fossil-fuel-fired steam generators; 40 CFR Part 51, Subpart P
(Regional Haze Program); and WAC 173-405-040.
Reduction in stack test frequency
During the September 2016 comment period for the draft AOP, NDP provided a comment to
Ecology requesting reduced stack test monitoring frequency for the Hog Fuel Boiler No. 11,
Recovery Boiler No. 10, Smelt Dissolver Tank, and Lime Kiln. NDP requested that Ecology
provide an allowance for a reduction in stack test frequency from quarterly to annually if certain
emission performance levels are demonstrated.
Ecology performed a statistical review of the quarterly stack test data for the previous three
years. The emissions measured during the stack tests, in general, are well below the emission
limits established by the relevant standards. The standard deviation of the stack test results
shows low probability of emission exceedances at the current emission levels. The data set was
assumed to be normal. Shapiro-Wilk tests for normality were performed on the data sets. Three
of the seven data sets were determined to be normally distributed. Because the average stack test
values were so far below the limits, it was determined that skewed data (in the four data sets
which were non-normally distributed) would not have a significant impact on the results of the
statistical analysis.
Additionally, Ecology performed a review of out-of-state kraft mills, specifically the AOPs
issued by Oregon Department of Environmental Quality. Ecology looked at the stack test
frequencies for similar units and found that typical stack test frequencies ranged from quarterly
to annually. This is consistent with the draft AOP for NDP and is consistent with the low level
of emission (relative to the emission standards) from the NDP emission units.
Ecology has included flexibility in stack test frequency although the exact language as proposed
by NDP has been revised. A footnote has been added at the end of the table for Condition B.
Stack test frequency will be reassessed prior to the next issuance to ensure that more frequent
monitoring is not required.
Ecology has allowed for a reduction in stack test frequency from quarterly to annually if
emission from the unit are less than or equal to 50% of the emission limitation for any four
consecutive quarters. Any stack test above the 50% threshold will trigger resumption of
monitoring at a quarterly frequency. Ecology has allowed for stack tests to occur between 8 and
14 months of the previous stack test.
The allowance for reduction in stack test frequency has been incorporated into the AOP and is
applicable to Conditions B.2a and B.2b.
The allowance for reduction in stack test frequency has not been approved for Condition B.1.
The underlying regulatory requirement for Condition B.1 (Order DE 94AQ-I080) specifically
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requires quarterly stack testing. A modification to the underlying requirement is necessary and
has not been requested by NDP.

Hog Fuel Boiler 11

Recovery
Boiler 10

Smelt Dissolver Tank
Vent

Lime Kiln

PM
0.05 gr/dscf
(7% O2)

PM
0.1
lb/MMBtu

PM
0.027 gr/dscf
(8% O2)

PM
0.120
lb/TBLS

TRS
0.0168
lb/TBLS

PM

Oct-14

0.0004

0.001

0.0023

0.004

0.0073

0.0003

0.0019

Jan-15

0.001

0.0022

0.0026

0.044

0.0082

0.0003

0.001

Apr-15

0.0003

0.0008

0.0044

0.043

0.0064

0.0004

0.0012

Jul-15

0.0005

0.0011

0.005

0.047

0.0079

0.0013

0.0024

Oct-14

0.0002

0.0003

0.002

0.054

0.0093

0.0003

0.0006

Feb-15

0.0012

0.0026

0.0029

0.06

0.0053

0.0002

0.0001

Apr-15

0.001

0.011

0.0033

0.052

0.0097

0.0001

0.0003

Jul-15

0.001

0.002

0.0029

0.053

0.0086

0.0003

0.0008

Oct-15

0.0008

0.002

0.0038

0.051

0.008

0.0004

0.0008

Feb-16

0.0004

0.0009

0.0048

0.069

0.0051

0.0006

0.0068

Apr-16

0.0008

0.0017

0.0021

0.028

0.0034

0.001

0.001

Aug-16

0.0006

0.0012

0.003

0.052

0.0079

0.0006

0.0009

Mean

0.0007

0.0022

0.0033

0.0464

0.0073

0.0005

0.0015

Max

0.0012

0.011

0.005

0.069

0.0097

0.0013

0.0068

STD (σ)

0.00033

0.00284

0.00103

0.01661

0.00187

0.00035

0.00179

Mean + 2σ

0.00134

0.00792

0.00531

0.07964

0.01099

0.00118

0.00506

% (Max/Limit)

2.4

11.0

18.5

57.5

57.7

3.7

19.4

0.035 gr/dscf

Condition B.1 – Voluntary Emission Limit (PM)
On December 12, 1994, Ecology issued Order No. DE 94AQ-I080 to Weyerhaeuser. The order
placed a voluntary emission limit for PM of 0.05 grains/dscf, corrected to 7% oxygen, on Hog
Fuel Boiler No. 11 in accordance with WAC 173-400-091.
Conditions B.2a, B.3, B.4 – WAC 173-405-040 Emission Limits
Chapter 173-405 WAC establishes technically feasible and reasonably attainable standards for
the systematic control of air pollution from kraft pulping mills.
Per WAC 173-405-040(5)(a), emissions of PM must not exceed 0.2 grains per dry standard cubic
foot (dscf) corrected to 7% oxygen for units which combust wood and wood residue to produce
steam and commenced construction prior to January 1, 1983.
Per WAC 173-405-040(6), average opacity must not be greater than 20% for more than 6
consecutive minutes in any 60-minute period. During soot blowing/grate cleaning activities,
average opacity must not be greater than 20% for more than 15 minutes in any 8 consecutive
hours.
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Per WAC 173-405-040(11) (b), emissions of SO2 must not exceed 1000 parts per million
corrected to 7% oxygen. Compliance is demonstrated by maintaining fuel oil sulfur content less
than or equal to 2%. Records of the sulfur content of each shipment of fuel oil must be
maintained. Ecology used fuel (“F”) factors from 40 CFR Part 60, Appendix A, Method 19 to
demonstrate that the amount of sulfur in the fuel would prevent the concentration of SO2 in the
emission from ever exceeding the 1,000 ppm SO2 limit.
Conditions B.2b, B.2c, B.3, B.5, B.6, B.7, B.8, B.9, B.10 – New Source Performance Standards
WAC 173-400-115 adopts by reference the federal New Source Performance Standards (NSPS)
in 40 CFR Part 60 that are in effect as of August 14, 2012. 40 CFR Part 60, Subpart D
(Standards of Performance for Fossil-fuel Fired Steam Generators) establishes applicable
standards for the emission of PM, SO2, and NOx. Condition B.2c was formerly Condition B.3.
The applicable regulation, 40 CFR 60.42(a)(2), concerns PM but compliance is determined using
opacity. The NSPS regulation of PM in Condition B.2c requires continuous compliance
assurance monitoring; therefore, there is no additional need for compliance assurance monitoring
in accordance with 40 CFR Part 64.
Condition B.11– Annual Emission Reporting
Annual emission reporting has been added as a stand-alone permit condition for clarity.
Condition B.12 through B.26 - Boiler MACT
40 CFR Part 63 Subpart DDDDD (Boiler MACT) establishes emission limitations and work
practice standards to limit the emission of HAPs from industrial, commercial, and institutional
boilers and process heaters located at major sources of HAPs. Compliance with Boiler MACT
was required by January 31, 2016. Compliance with the emission limits was required by July 29,
2016.
The facility has determined that Hogged Fuel Boiler No. 11 falls under the Stoker/sloped
grate/other units designed to burn wet biomass/bio-based solid subcategory in 40 CFR 63.7499.
The combustion control system on the boiler does not meet the definition of an oxygen trim
system so an annual tune up is required as a work practice standard (§63.7540). The facility will
use a SO2 CEMS to demonstrate continuous compliance with the HCl emission limit. The
permit has been updated to include applicable emission limits, work practice standards, and
operating limits. Ultra-low sulfur diesel is used during startup and is considered a clean fuel for
Boiler MACT compliance.
C. Power Boilers 6, 7, 9
Power Boilers No. 6 and 7, which use natural gas (formerly also used fuel oil), are believed to
have been constructed in 1928. They were moved to the boiler house in the 1950s. They are
permitted operations. There are no emission control devices on these emission units.
Power Boiler No. 8 was removed in 1983. It is not a permitted operation.
Power Boiler No. 9, which uses natural gas (formerly also used fuel oil), is believed to have been
built in 1931. It was moved to the boiler house in 1961. It is a permitted operation. There is no
emission control device on this unit.

23

Conditions C.1 through C.3 – WAC 173-405-040 Emission Limits
Chapter 173-405 WAC establishes technically feasible and reasonably attainable standards for
the systematic control of air pollution from kraft pulping mills. These standards include
emission limits for particulate (must not exceed 0.1 grains/dscf at 7% oxygen), opacity (must not
exceed 20% for more than 6 consecutive minutes in any 60-minute period except for soot
blowing), and SO2 (must not exceed 1000 ppm at 7% oxygen, hourly average).
Visual observations are waived because natural gas is a clean burning fuel and visible emissions
are not expected to be present, even during inefficient operation. This is recognized in the
Federal New Source Performance Standards, which do not require opacity monitoring for boilers
that only combust natural gas.
SO2 compliance was demonstrated by maintaining fuel oil sulfur content less than or equal to
2%. Records of the sulfur content of each shipment of fuel oil were to be maintained. Ecology
used fuel (“F”) factors from 40 CFR Part 60, Appendix A, Method 19 to demonstrate that the
amount of sulfur in the fuel would prevent the concentration of SO2 in the emission from ever
exceeding the 1,000 ppm SO2 limit. Fuel oil is no longer used at the Power Boilers 6, 7, and 9.
Monitoring and reporting requirements have been removed from the AOP.
Conditions C.4 and C.5 – Boiler MACT
40 CFR Part 63 Subpart DDDDD (Boiler MACT) establishes emission limitations and work
practice standards to limit the emission of HAPs from industrial, commercial, and institutional
boilers and process heaters located at major sources of HAPs. Compliance with Boiler MACT
was required by January 31, 2016. Compliance demonstration with the Boiler MACT emission
limits was required by July 29, 2016.
The facility has determined that Power Boilers 6, 7, and 8 fall under the Units designed to burn
gas 1 fuels subcategory in 40 CFR 63.7499. Emission units in this subcategory are designed to
burn only natural gas, refinery gas, and/or other gas 1 fuels. Boilers in this category have lower
rates of emissions; as such, Nippon Dynawave is required to perform a one-time energy
assessment and annual tune-ups with no numerical emission limits.
D. Recovery Furnace No. 10
Boilers No. 1, No. 2 (sulfite recovery), and No. 3 (kraft recovery) were constructed in 1948.
Boiler No. 4 (kraft recovery) was constructed in 1952, and No. 5 (kraft recovery) was
constructed in 1957. Boilers No. 1 and 2 shut down with the rest of the old sulfite mill
operations in 1978. Boilers No. 3, 4, and 5 were replaced by Recovery Furnace No. 10 in June
1975, which predates the NSPS applicability date of September 24, 1976 set forth in 40 CFR
60.280(b). These boilers (with the exception of Recover Furnace No. 10) have all been removed
and are not permitted operations.
Recovery Furnace No. 10 is a Babcock & Wilcox (B&W) low-odor type recovery furnace.
Furnace upgrades in conjunction with the 1995 Kraft Modernization Project included highconcentration black liquor firing and a third precipitator chamber to the existing dry bottom
precipitator. Ecology issued PSD 92-03 and Order No. 92 AQ-I069 which approved the
modernization project. PSD 92-03 and Order No. 92-AQ-I069 superseded Order No. DE 84133.
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The 2002 Boiler Rebuild included upgrades to the air systems and the replacement of the smelt
dissolver, boiler floor, walls, economizer, and portions of the generating section. Weyerhaeuser
determined that the potential emission increases from the 2002 Boiler Rebuild project did not
exceed the Significant Emission Rate (SER) and therefore did not require PSD evaluation. On
July 23, 2001, Ecology issued Order No. DE 01 AQIS-2826 approving the rebuild project. The
cost of the rebuild project was $40 million, whereas the cost to install a new recovery boiler was
$175 million. Based on these costs, the 2002 Boiler Rebuild Project did not meet the definition
of “reconstruction” and NSPS and new source MACT II standards are not applicable.
Steam capacity is limited to approximately 808,000 lbs of steam per hour or approximately
270,000 lbs of black liquor solids per hour (6.5 million lbs of dry black liquor solids per day).
Supplementary No. 6 fuel oil is used primarily during startup, shutdown, and malfunction events.
A three-chamber, dry bottom electrostatic precipitator is used to remove particulate matter from
the exhaust gases. The NCG incinerators system uses the recovery boiler exhaust stack as a
discharge point.
In July 2010, Ecology’s Air Quality Program issued a Best Available Retrofit Technology
(BART) order to Weyerhaeuser. The BART Compliance Order number is 7840. The emission
units regulated by the BART determination are Hog Fuel Boiler No. 11, Recovery Furnace No.
10, and the Smelt Dissolver Tank. In the BART order, Ecology concluded that the emission
controls installed on these units meet the requirements of BART. The BART Order requires the
existing control equipment on the BART-eligible sources be operated within the existing
emission limitations and requirements.
Applicable regulations include 40 CFR Part 63, Subpart MM (MACT II) which establishes
national emission standards for hazardous air pollutants from chemical recovery combustion
sources at kraft, soda, sulfite, and stand-alone semichemical pulp mills; 40 CFR Part 51, Subpart
P (Regional Haze Program); and WAC 173-405-040.
Reduction in stack test frequency
During the September 2016 comment period for the draft AOP, NDP provided a comment to
Ecology requesting reduced stack test monitoring frequency for the Hog Fuel Boiler No. 11,
Recovery Boiler No. 10, Smelt Dissolver Tank, and Lime Kiln. NDP requested that Ecology
provide an allowance for a reduction in stack test frequency from quarterly to annually if certain
emission performance levels are demonstrated.
The underlying requirement for Conditions D.1 and D.6 is PSD 92-03, Amendment 4 (PSD 9203). Although PSD 92-03 requires quarterly stack test frequency, Condition 29.1 of PSD 92-03
allows for emission source testing to occur at a different frequency than that specified, if “an
alternative schedule based upon measured emissions relative to the appropriate emissions
limitation has been approved in advance by Ecology.” Marc Crooks of Ecology’s Air Quality
Program was consulted regarding an alternative schedule.
Based on the information provided, Ecology has allowed for a reduction in stack test frequency
from quarterly to annually if emission from the unit are less than or equal to 50% of the emission
limitation for any four consecutive quarters. Any stack test above the 50% threshold will trigger
resumption of monitoring at a quarterly frequency. Ecology has allowed for stack tests to occur
between 8 and 14 months of the previous stack test.
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The allowance for reduction in stack test frequency has been incorporated into the AOP and is
applicable to Conditions D.1, D.3, and D.6. A footnote has been added at the end of the table for
Condition D. Additional information regarding the analysis behind this determination has been
previously provided in the discussion of Condition B for Hog Fuel Boiler No. 11.
Stack test frequency will be reassessed prior to the next issuance to ensure that more frequent
monitoring is not required.
Conditions D.1, D.4 through D.9, D.11, D.12, D.14 through D.23 – PSD 92-03 Emission
Limits
PSD 92-03, Amendment 4 and Order DE 92 AQ-I069 establish emission limits and other
requirements for PM, PM10, opacity, SO2, TRS, NOX, CO, and volatile organic compounds
(VOCs). The specific emission limits can be found in permit. Continuous emission monitoring
is required as an ongoing compliance indicator for SO2 (Condition D.11), TRS (Condition D.15)
and NOx (Condition D.17). No ongoing monitoring is required for CO (Conditions D.19 and
D.20), or VOC (Conditions D.21 and D.22). Ecology’s decision to not include further
monitoring requirements was discussed in the statement of basis for the previous version of the
AOP and was based on the initial source testing results collected on October 23 through 31,
1995. Ongoing monitoring for CO is conducted by Nippon Dynawave on a voluntary basis for
operational purposes. The results of the initial 1995 source tests are summarized below.
Sample
Run No.

SO2
[lb/hr]

dry
tons/yr

NOx
[lb/hr]

1
2
3
Average

5.1
6.7
7.1
6.3

22.3
29.3
31.1
27.6

142.5
136.1
137.6
138.7

dry
tons/ye
ar
624.2
595.9
602.5
607.6

CO
[ppm]

lb/hr

dry
tons/yr

98.7
94.6
115.2
102.8

100.1
92.4
115.7
102.7

438.2
404.8
506.8
449.9

VOC
[dry
ppm]
0.3
0.2
0.0
0.2

dry
lb/hr

dry
tons/hr

0.66
0.43
0.00
0.36

2.87
1.88
0.00
1.58

Conditions D.2, D.24, and D.25 – HAP Metals; 40 CFR Part 63, Subpart MM
Per MACT II, HAP metals are to be limited by using PM as a surrogate. The emission limit for
PM is 0.044 gr/dscf at 8% oxygen. Sampling is required once per permit term consisting of three
one-hour tests using EPA Method 5 or a test method approved in writing by Ecology.
Opacity greater than 35% for 6% or more of the operating time, within any quarterly period, is a
violation. When ten consecutive six-minute averages result in a measurement greater than 20%
opacity, corrective action is required as specified in the SSM plan.
Condition D.3 – Particulate; WAC 173-405-040(1)(a)
Per WAC 173-405-040(1)(a), emissions of PM from recovery boilers must not exceed 0.10
gr/dscf at 8% oxygen averaged over three one-hour tests.
Condition D.10 – Opacity; WAC 173-405-040(6)
Per WAC 173-405-040(6), opacity from recovery boilers must not exceed and average of 35%
for any six consecutive minutes during any 60-minute period.
Condition D.13a – Sulfur Dioxide; WAC 173-405-040(11)(a)
Per WAC 173-405-040(11)(a), emissions of sulfur dioxide from recovery boilers must not
exceed 500 ppm for an hourly average, corrected to 8% oxygen. This emission limit was not
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included in the previous permit. It is an applicable emission limit and has been included in the
permit renewal.
Condition D.13b – Sulfur Dioxide; WAC 173-405-040(11)(b)
Ecology and Weyerhaeuser determined that when Recovery Furnace No. 10 was firing only fuel
oil, it was effectively operating as a power boiler rather than a recovery boiler. For this reason,
when only firing fuel oil WAC 173-405-040(11)(b) is applicable. Per WAC 173-405040(11)(b), emissions of sulfur dioxide must not exceed 1000 ppm for an hourly average,
corrected to 7% oxygen. Compliance is demonstrated by maintaining fuel oil sulfur content less
than or equal to 2%. Records of the sulfur content of each shipment of fuel oil must be
maintained.
Ecology used fuel (“F”) factors from 40 CFR Part 60, Appendix A, Method 19 to demonstrate
that the amount of sulfur in the fuel would prevent the concentration of SO2 in the emission from
ever exceeding the 1,000 ppm SO2 limit.
E. Smelt Dissolver Tank Vent
The smelt dissolver tank was constructed in June 1975 and replaced in 2002. It is a permitted
operation. The exhaust gases from the smelt dissolver tank are controlled using a Ducon spray
shower wet scrubber.
PSD 92-03 and Order No. 92 AQ-I069 which approved the 1995 Kraft Modernization Project
included emission limitations for the smelt dissolver tank vent. PSD 92-03 and Order No. 92AQ-I069 superseded Order no. DE 84-133. When the smelt dissolver tank was replaced as part
of the 2002 Boiler Rebuild project those emission limitations were reiterated in approval Order
No. DE 01 AQIS-2826 which was issued by Ecology on July 23, 2001. Because the smelt
dissolver tank was replaced in 2002 it is subject to the new source performance standards
(NSPS) in 40 CFR Part 60, Subpart BB.
In July 2010, Ecology’s Air Quality Program issued a Best Available Retrofit Technology
(BART) order to Weyerhaeuser. The BART Compliance Order number is 7840. The emission
units regulated by the BART determination are Hog Fuel Boiler No. 11, Recovery Furnace No.
10, and the Smelt Dissolver Tank. In the BART Order, Ecology concluded that the emission
controls installed on these units meet the requirements of BART. The BART Order requires the
existing control equipment on the BART-eligible sources be operated within the existing
emission limitations and requirements.
Applicable regulations include 40 CFR Part 63, Subpart MM (MACT II), which establishes
national emission standards for hazardous air pollutants from chemical recovery combustion
sources at kraft, soda, sulfite, and stand-alone semichemical pulp mills; 40 CFR Part 60, Subpart
BB (New Source Performance Standards); 40 CFR Part 51, Subpart P (Regional Haze Program);
and WAC 173-405-040.
Reduction in stack test frequency
During the September 2016 comment period for the draft AOP, NDP provided a comment to
Ecology requesting reduced stack test monitoring frequency for the Hog Fuel Boiler No. 11,
Recovery Boiler No. 10, Smelt Dissolver Tank, and Lime Kiln. NDP requested that Ecology
provide an allowance for a reduction in stack test frequency from quarterly to annually if certain
emission performance levels are demonstrated.
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The underlying requirement for Conditions E.4 and E.8a is PSD 92-03, Amendment 4 (PSD 9203). Although PSD 92-03 requires quarterly stack test frequency, Condition 29.1 of PSD 92-03
allows for emission source testing to occur at a different frequency than that specified, if “an
alternative schedule based upon measured emissions relative to the appropriate emissions
limitation has been approved in advance by Ecology.” Marc Crooks of Ecology’s Air Quality
Program was consulted regarding an alternative schedule.
Based on the information provided, Ecology has allowed for a reduction in stack test frequency
from quarterly to annually if emission from the unit are less than or equal to 50% of the emission
limitation for any four consecutive quarters. Any stack test above the 50% threshold will trigger
resumption of monitoring at a quarterly frequency. Ecology has allowed for stack tests to occur
between 8 and 14 months of the previous stack test.
The allowance for reduction in stack test frequency has been incorporated into the AOP and is
applicable to Conditions E.3a, E.3b, E.4, E.8a, and E.8b. A footnote has been added at the end
of the table for Condition E. Additional information regarding the analysis behind this
determination has been previously provided in the discussion of Condition B for Hog Fuel Boiler
No. 11.
Stack test frequency will be reassessed prior to the next issuance to ensure that more frequent
monitoring is not required.
Conditions E.1, E.11 through E.13 – HAP Metals; 40 CFR Part 63, Subpart MM
Per MACT II, HAP metals are to be limited by using PM as a surrogate. The emission limit for
PM is 0.20 lbs/ton of black liquor solids on a dry weight, hourly average basis. Initial
performance was determined using EPA Reference Method 5. Continuous compliance is
demonstrated through scrubber performance monitoring (pressure drop, flow).
Condition E.3a – Particulate; WAC 173-405-040(1)(a)
Per WAC 173-405-040(2), emissions of PM from the smelt dissolver tank may not exceed 0.30
lbs per ton of solids fired at the associated recover furnace. Quarterly testing is to be performed
using EPA Reference Method 5.
Conditions E.3b and E.8b – NSPS – 40 CFR Part 60, Subpart BB
The smelt dissolver tank was replaced as part of the 2002 Boiler Rebuild Project and is subject to
the New Source Performance Standards of 40 CFR Part 60. Emission limits and other applicable
requirements have been added to the permit.
Conditions E.4 through E.6, E.8a, and E.9 through E.10 – PSD 92-03 Emission Limits
PSD 92-03 and Order No. DE 92 AQ-I069 established limits and other requirements for PM10,
opacity, TRS, and HAP metals. Ongoing compliance with the HAP metals emission limit is
determined through scrubber performance monitoring as described by the permit. Order No. DE
01 AQIS-2826 reiterated these provisions.
F. Non-Condensable Gas (NCG) Collection & Treatment
NCGs are collected, combined, and treated in the natural gas-fired thermal oxidizer (NCG
Incinerator) which is followed by a caustic (sodium hydroxide) scrubber to control SO2
emissions. The NCG incinerator was constructed in 1984. Treated exhaust gases are emitted
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through the No. 10 Boiler stack. The lime kiln is used as a backup for LVHC NCG treatment
when the NCG incinerator is not operational.
Operating parameters for the NCG incinerator were initially established in Order 83-392. As a
result of deficiencies noted during a joint Ecology/EPA multimedia inspection in February 1991,
Ecology issued Order DE 91-AQ072, which required Weyerhaeuser to perform NCG incinerator
compliance testing for SO2 in order to establish new operating parameters for compliance with
the SO2 emission limit of 300 ppm. In a letter dated March 8, 1999, Weyerhaeuser proposed
NCG Incinerator operating parameters based on test results. Ecology used the Weyerhaeuser
results to establish operating parameters for the NCG incinerator which have been included in
the AOP.
Applicable regulations include WAC 173-405-040 and 40 CFR Part 60, Subpart BB (WAC 173400-115), which establishes new source performance standards for emission from kraft pulp
mills.
Conditions F.1 and F.8 – Opacity and SO2; WAC 173-405-040
Per WAC 173-405-040(6), opacity may not exceed 20% on a six-minute average in any one-hour
period. The incinerator exhausts through the Recovery Furnace stack, so there is no required
monitoring for this emission limit.
Per WAC 173-405-040(11)(b), SO2 emissions may not exceed 1000 ppm for an hourly average,
corrected to 7% oxygen. Compliance with this emission limit is determined by maintaining an
hourly average scrubber pH above 6.0. This is a surrogate monitoring parameter that was
established by Ecology and included in previous iterations of the AOP.
Conditions F.2 through F.4 and F.7– PSD 92-03 Emission Limits and Operating Parameters
PSD 92-03 and Order No. DE 92 AQ-I069 establishes limits and other requirements.
Requirements include the treatment of NCGs by incineration, minimum combustion temperature,
minimum scrubber pH, and NCG venting reporting.
The minimum combustion temperature of 1350 degrees F (Condition F.4) was established as a
surrogate for compliance with the 5 ppm TRS limit. The minimum scrubber pH of 6.5
(Condition F.7) was established as a surrogate for compliance with the 300 ppm SO2 limit. The
surrogate parameters were based on the testing results included in the Weyerhaeuser March 8,
1999 letter submitted to Ecology. The surrogate parameters were included in previous iteration
of the AOP. More detailed description of the requirements are included in the AOP.
Condition F.5 – TRS; New Source Performance Standards
WAC 173-400-115 adopts by reference the federal New Source Performance Standards (NSPS)
in 40 CFR Part 60 that were in effect as of August 14, 2012. The NCG incinerator must ensure
that gases are combusted at a minimum temperature of 1200 degrees F for at least 0.5 seconds.
G. Lime Kiln
Lime Kiln No. 4 was constructed in 1986 replacing Lime Kilns No. 1 through 3. There are two
parallel stacks from the lime kiln, both of which exhaust gases from an electrostatic precipitator.
Emission limits were initially established in Order No. DE 84-133, which approved the
construction of the kraft modernization project. Order No. DE 84-133 was amended and
superseded by Order No. DE 95 AQ-I035.
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Applicable regulations include 40 CFR Part 60, Subpart BB (WAC 173-400-115), which
establishes new source performance standards for emission from kraft pulp mills; 40 CFR Part
63, Subpart MM (MACT II) which establishes national emission standards for hazardous air
pollutants from chemical recovery combustion sources at kraft, soda, sulfite, and stand-alone
semichemical pulp mills; and WAC 173-405-040.
Reduction in stack test frequency
During the September 2016 comment period for the draft AOP, NDP provided a comment to
Ecology requesting reduced stack test monitoring frequency for the Hog Fuel Boiler No. 11,
Recovery Boiler No. 10, Smelt Dissolver Tank, and Lime Kiln. NDP requested that Ecology
provide an allowance for a reduction in stack test frequency from quarterly to annually if certain
emission performance levels are demonstrated.
The underlying requirement for Condition G.1a is Order DE 95 AQ-I035. The regulatory order
specifies quarterly stack test frequency “unless otherwise approved or modified by Ecology.”
Based on the information provided, Ecology has allowed for a reduction in stack test frequency
from quarterly to annually if emission from the unit are less than or equal to 50% of the emission
limitation for any four consecutive quarters. Any stack test above the 50% threshold will trigger
resumption of monitoring at a quarterly frequency. Ecology has allowed for stack tests to occur
between 8 and 14 months of the previous stack test.
The allowance for reduction in stack test frequency has been incorporated into the AOP and is
applicable to Conditions E.3a, E.3b, E.4, E.8a, and E.8b. A footnote has been added at the end
of the table for Condition E. Additional information regarding the analysis behind this
determination has been previously provided in the discussion of Condition B for Hog Fuel Boiler
No. 11.
Stack test frequency will be reassessed prior to the next issuance to ensure that more frequent
monitoring is not required.
Conditions G.1a, G.3, and G.7– PM, Opacity, and TRS; Order DE 95 AQ-I035
Order DE 95 AQ-I035 carried forward emission limits for PM, opacity, and TRS from Order No.
DE 84-133. A typo was included in the initial issuance of Order DE 95 AQ-I035 which
incorrectly stated the PM emission limits were to be corrected to 7% oxygen. This typo was
corrected in a January 20, 1997 Ecology correspondence which included a corrected page stating
10% oxygen was the correction value. The emission limit for TRS is also a requirement of 40
CFR Part 60, Subpart BB (NSPS). Compliance with the TRS limit is to be continuously
monitored and reported to Ecology monthly, in accordance with Order DE 95 AQ-I035.
Conditions G.1b, G.4, and G.5 – HAP Metals; 40 CFR Part 63, Subpart MM
Per MACT II, HAP metals are to be limited by using PM as a surrogate. The emission limit for
PM is 0.064 gr/dscf at 10% oxygen. Sampling is required once per permit term consisting of
three one-hour tests using EPA Method 5 or a test method approved in writing by Ecology. The
previous AOP incorrectly cited 40 CFR 63.862(a)(1)(i)(A) as the applicable requirement. The
AOP has been updated to correctly cite 40 CFR 63.862(a)(1)(i)(C).
Opacity greater than 20% for 6% or more of the operating time, within any quarterly period, is a
violation. When ten consecutive six-minute averages result in a measurement greater than 20%
opacity, corrective action is required as specified in the SSM plan.
30

Conditions G.2, G.7, and G.8 – Particulate and TRS; New Source Performance Standards
Per 40 CFR 60.282(a)(3), emissions of PM may not exceed 0.066 gr/dscf corrected to 10%
oxygen (the previous AOP incorrectly had the PM limit as 0.067 gr/dscf) when burning gaseous
fossil fuels. PM emissions may not exceed 0.13 gr/dscf corrected to 10% oxygen when liquid
fossil fuels are burned. WAC 173-405-040(3)(a) establishes an equivalent 0.13 gr/dscf PM
emission limit regardless of fuel type. Monthly stack testing was historically performed. The
facility has demonstrated compliance with monthly stack testing. Stack test frequency was
previously reduced to quarterly using best professional judgement. Quarterly stack testing has
been deemed sufficient to demonstrate compliance with the applicable PM limits.
Per 40 CFR 60.284(a)(2), a continuous monitoring system must be used to monitor the
concentration of TRS emissions on a dry basis and the percent oxygen by volume on a dry basis.
Per 40 CFR 60.283(a)(5), emission of TRS may not exceed 8.0 ppmdv, corrected to 10%
oxygen. Twelve-hour average TRS concentrations for two consecutive periods each operating
day are to be calculated and recorded per 40 CFR 60.284(c)(1) and (3). This limit is also
included as part of Order No. DE 95 AQ-I035.
A semi-annual excess emission report is to be submitted to Ecology for all periods of excess
emissions from the lime kiln where the 12-hour average TRS concentration is above 8 ppm by
volume per 40 CFR 60.284(d)(2).
Per 40 CFR 60.284(c)(2), the 12-hour average oxygen concentrations for two consecutive
periods each operating day are to be calculated and recorded.
Condition G.6 – Opacity; WAC 173-405-040(6)
Per WAC 173-405-040(6), opacity may not exceed 35% on a six-minute average in any one-hour
period.
Conditions G.9a and G.9b – SO2; WAC 173-405-040(11)(a)
The SO2 emission limit is 500 ppm corrected to 10% oxygen. There is no requirement for
ongoing monitoring for SO2 based on previous emission test results.
The lime kiln can be used to oxidize LVHC NCGs. As documented in the 2001 Weyerhaeuser
AOP Statement of Basis, the results below present SO2 emissions with and without oxidation of
NCGs in the lime kiln. Weyerhaeuser stated that the reason for the low SO2 emissions is that the
minimal load of sulfur compounds in lime kiln fuels, and the lime mud feed is generally less than
the kiln’s capacity to absorb sulfur into the hot lime product. The low sulfur load is due to use of
low sulfur fuels, good lime mud washing, and refraining from use of pulp mill evaporator
condensates. Condition G.9b precludes the use of pulp mill evaporator condensate in lime mud
washing.
SO2 emission results from LVHC NCG oxidation trials at the lime kiln (first half of 1998) are
tabulated in the table below.
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Tests
Control 1
Control 2
Control 3
Control 4
Avg Control
NCG Trial 1
NCG Trial 2
NCG Trial 3
NCG Trial 4
NCG Trial 5
NCG Trial 6
NCG Trial Avg

Table 6
LVHC NCG Oxidation Trials
Corrected SO2 Corrected TRS
Mud Feed
[ppm]
[ppm]
[gpm]
0
1
225
0
0
215
0
1
223
0
1
278
0
1
235
0
1
269
19
2
180
15
1
245
25
1
275
65
1
270
123
1
260
41
1
250

Rock Feed
[T/hr]
1
2
2
0
1
0
2
0
0
0
4
1

Conditions G.11a and G.11b – TRS; Washington State Only Requirements
The following are state only requirements and are not federally enforceable under the federal
Clean Air Act.
Per WAC 173-405-040(3)(b), emissions of TRS may not exceed 80 ppm as expressed as H2S for
more than two consecutive hours in any one day. The previous Air Operating Permit incorrectly
stated that the limit was set at three consecutive hours in any one day; the permit has been
updated.
Per WAC 173-405-040(3)(c), emissions of TRS may not exceed 20 ppm corrected to 10%
oxygen on a daily average.
H. Slaker Vent Scrubber Stack
Condition H.1 – Particulate; WAC 173-400-110 and Order DE 95 AQ-I035
The slaker vent is a minimal source of particulate, even when the scrubber is not functioning
effectively. Testing done in 1997 with the scrubber nozzles partially clogged resulted in
emissions of 0.09 gr/dscf or about 14 lbs/day. Retesting done after cleaning the nozzles resulted
in emissions of 0.02 gr/dscf with scrubber pressure of 23 psi. The particulate limit is 0.07
gr/dscf. Weyerhaeuser/Nippon Dynawave believes that a good spray pattern is most important in
particulate control. They believe a good spray pattern is achieved at pressure and flow of 8 psig
and 20 gpm.
Ecology has previously proposed surrogate levels of 23 psig and 50 gpm. Given that the 1997
source test at 23 psig resulted in emissions far under the limit and that the source is a small
source of particulate emissions, Ecology has accepted the 23 psig and 50 gpm as surrogate
monitoring parameters.
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Condition H.2 – Opacity; WAC 173-400-110 and Order DE 95 AQ-I035
This section of the Support Document used to reference surrogate monitoring parameters which
were removed from the Permit in light of the federal court decision in the Appalachian Power
Company et al v. EPA court decision. The court found that Title V Permits could not
incorporate new monitoring requirements if monitoring was already stipulated elsewhere, such as
through Orders.
I. Extruder Operation
The Extruders Operation has two extruder lines (Line 6 and Line 7), with a pre-treatment burner
and corona treater unit associated with each extruder.
Line 6 and Line 7 Pre-treatment Burner Systems were installed in 1963 and 1977, respectively.
Both systems consist of two burners, each rated at approximately 1.75 MMBtu/hr. The burner
systems heat the paper, assure proper moisture content, and remove surface impurities.
Extruder 6.1 was installed in 1963 and has a polymer coating capacity of roughly 2,750 lbs/hr.
Extruder 6.2 was installed in 1963, and has a polymer coating capacity of roughly 2,750 lbs/hr.
Extruder 6.2 vents to a coalescing fiber bed mist collection system that was installed in 2008 and
is rated at 6,000 cfm. The coalescing filter bed system was designed to remove nearly 99.5% of
particles smaller than three microns, and reduce the opacity of emissions to 5% or less.
Extruder 6.3 was installed in 2002, and effectively replaced Extruder 6.1. Extruder 6.1 has been
retained as a backup. Extruder 6.3 has the ability of applying three different products
simultaneously through Extruders A, B, and C. Extruders A, B and C all feed through the same
pressure roll and chill roll. The polymer coating capacities of Extruders A, B and C are roughly
2,750 lbs/hr, 1,300 lbs/hr and 1,300 lbs/hr, respectively.
Extruders 7.1 and 7.2 were installed in 1977, and both have a polymer coating capacity of 4,700
lbs/hr. Extruder 7.1A was added in 1994, with a coating capacity of 1,300 lbs/hr.
On January 1, 2010, Weyerhaeuser NR Company became the owners and operators of the
Longview Extruders. The extruders were formerly owned and operated by Pacific Lamination
(i.e., Tetra Pak Inc.). The extruders were included in the sales agreement between Weyerhaeuser
NR Company and Nippon Dynawave.
The applicable regulations include 40 CFR Part 63, Subpart JJJJ which establishes national
emission standards for hazardous air pollutants for paper and other web coating (POWC)
facilities.
Conditions I.1, I.3, I.5, I.7, I.9, I.12, I.13, I.14 – Particulate; SWCAA ADP 09-2849
Emission limits for PM10 are established on an hourly average and annual total basis for
Extruders 6.1, 6.2, 6.3, 7.1, 7.2, Poly Dust Collector Baghouse, and Core Cutting Room Exhaust.
There is a total PM10 emission limit of 17.5 tons per year for the entire extruder operation.
Opacity from the Poly Dust Collector Baghouse is limited to 0% for more than three minutes in
any one-hour period.
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Conditions I.2, I.4, I.6, I.8, I.10, I.16 – VOCs; SWCAA ADP 09-2849
Emission limits for VOCs (as carbon) are established on an hourly average and annual total basis
for Extruders 6.1, 6.2, 6.3, 7.1, and 7.2. There is a total VOC (as carbon) emission limit of 13.1
tons per year for the entire extruder operation.
Condition I.11 – Ozone; SWCAA ADP 09-2849
Emissions of ozone from the Line 7 Corona Treater are limited to 313 pounds per year.
Conditions I.17 through I.29 – General Compliance; SWCAA ADP 09-2849
Compliance with SWCAA ADP 09-2849 is demonstrated through source testing, operating
requirements, and recordkeeping. Additional information can be found in the Air Operating
Permit.
Conditions I.30 through I.32 – HAPs; 40 CFR 63, Subpart JJJJ
The extruder operation is subject to the NESHAPs for the Paper and Other Web Coating
(POWC) source category. The HAP content of the coating is used to determine compliance with
the regulation.
J. NESHAP SSM Requirements
The mill contains affected sources subject to the National Emissions Standards for Hazardous
Air Pollutants (NESHAPs) for the pulp and paper source category (Subpart S); chemical
recovery combustion sources at kraft, soda, sulfite, and stand-alone semi-chemical pulp mills
(Subpart MM); the paper and other web coating source category (Subpart JJJJ); stationary
reciprocating internal combustion engines (Subpart ZZZZ); and industrial, commercial, and
institutional boilers and process heaters (Subpart DDDDD).
On October 16, 2009, the DC Circuit mandated the vacatur of the SSM exemption contained in
40 CFR Part 63, Subpart A, reasoning that the SSM exemption violated Clean Air Act, Section
112 which requires that NESHAPs to be applied continuously. This vacatur applies only to
NESHAPs which rely on the Subpart A SSM exemption provisions and not NESHAPs, which
have specific SSM provisions within their individual subparts.
The startup, shutdown, and malfunction (SSM) plan, recordkeeping and reporting requirements
from Conditions J.1 through J.11 apply to the affected Subpart MM sources. The SSM Plan
requirements were removed by the Subpart S amendments published in the Federal Register on
September 11, 2012. Therefore, the requirements in J.1, J.2, J.3, J.4, J.6, J.7, and J.9 are no
longer applicable to Subpart S affected sources.
K. NESHAP Subpart ZZZZ, Stationary Reciprocating Internal Combustion Engines
(RICE) MACT
Nippon Dynawave, which is a major source for HAPs, contains affected sources subject to
NESHAPs for RICE.
Nippon Dynawave currently has a diesel powered emergency auxiliary drive on the lime kiln
rated at 49 hp; and a propane/natural gas powered emergency auxiliary drive for the lime mud
storage tank rated at 25 hp.
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The RICE NESHAPs regarding these existing emergency stationary RICE (≤500 hp located at
major sources of HAPs) became effective on May 3, 2010 and October 19, 2010 (75 FR 9648
and 75 FR 51570). The requirements for these units have been included in Condition K of the
AOP renewal.
L. Greenhouse Gases (GHG)
Nippon Dynawave is subject to the Washington GHG reporting requirements (Chapter 173-441
WAC) and the federal GHG reporting requirements (40 CFR Part 98), because GHG emissions
from the source operations are above 10,000 metric tons per year (Washington State threshold)
and 25,000 metric tons per year (federal threshold). The federal GHG reporting requirements are
not “applicable requirements” for the purposes of Title V permits.
Nippon Dynawave will potentially be subject to PSD and Title V requirements under EPA’s
Tailoring Rule, depending upon final resolution of EPA’s deferral of those requirements for
biogenic GHG emissions. Their deferral has been vacated by the D.C. Circuit Court, but the
vacatur has not yet taken effect and EPA is considering further final action on a deferral. At
present, there are no applicable federal Title V or PSD requirements for Nippon Dynawave.
The applicable requirements of Chapter 173-441 WAC, a state-only-enforceable requirement,
have been incorporated into the permit renewal. For compliance with the state-only Washington
GHG reporting regulations, Conditions L.1 through L.4 impose requirements under which the
GHGs are reported, including emissions calculations, reporting schedule/contents, and
recordkeeping.
M. Compliance Assurance Monitoring (CAM)
To satisfy the Title V and Title VII monitoring requirements for the Clean Air Act (CAA), the
U.S. Environmental Protection Agency (EPA) promulgated the Compliance Assurance
Monitoring (CAM) rule with an effective date of November 21, 1995. The CAM rule requires
facilities to monitor compliance indicators for emission units to provide reasonable assurance for
compliance with regulatory emission limitations. When monitoring indicates the occurrence of a
parameter excursion or exceedance, the facility is required to take corrective action to restore the
monitoring parameter to the value range established as part of a source compliance or
performance test. The facility is also required to document/report corrective actions, maintain
monitoring records, and provide an annual certification of compliance to the delegated authority
that administers the Title V operating permit program.
In accordance with 40 CFR 64.2, the CAM rule applies to Pollutant Specific Emission Units
(PSEU) at major sources that are required to obtain a Part 70 or 71 permit and that meet all of
the following criteria:
1. The PSEU is subject to an emission limitation or standard for the applicable regulated air
pollutant (or surrogate);
2. The PSEU uses a control device to achieve compliance with the emission limit or standard;
and
3. The PSEU has potential pre-control device emissions (of the applicable regulated pollutant)
equal to or above the major source threshold.
In accordance with 40 CFR 64.2(b), the following are exempt from the CAM rule:
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1. Emission limitation or standards proposed by the Administrator after November 15, 1990
pursuant to section 111 and 112 of the Clean Air Act; and
2. Emission limitations or standards for which a part 70 or 71 permit specifies a continuous
compliance determination method.
Plan Content
Pursuant to 40 CFR 64.3, EPA requires the following elements in a facility’s CAM Plan:
•

Applicability determination for pollutant-specific emission units;

•

Monitoring plan, including basis for selection of monitoring parameters and establishment of
parameter values and averaging periods, and performance criteria for monitoring systems;

•

CAM reporting and recordkeeping requirements.

Monitoring requirements for emission units exempt from the CAM rule are located in the
facility’s existing Title V operating permit or in federal NSPS or NESHAP requirements
proposed since November 15, 1990.
Ecology reviewed and concurred with the Weyerhaeuser CAM evaluation submitted as part of
the 2014 permit renewal application. Emission limitations were reviewed to identify whether the
CAM rule applied to individual emission units on a pollutant-by-pollutant basis.
Table 7 below summarizes Weyerhaeuser’s findings in support of the determination of nonapplicability for 40 CFR Part 64. CAM was found to be applicable for the Lime Kiln
(PM/PM10), Recover Boiler No. 10 (PM/PM10), and Hog Fuel Boiler No. 11 (PM/PM10). The
CAM Plan for each of these CAM applicable PSEUs was prepared by Weyerhaeuser and is
included in Appendix B.
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Table 7
Compliance Assurance Monitoring Applicability
Pollutant Specific
Emission Unit
(PSEU)
Bleach Plant
(Scrubber)
Chlorine Dioxide
Generator
(ClO2 Scrubber,
HCl Tail Vent
Scrubber, H2
Scrubber, HCl
Storage Tank
Scrubber)

Recovery Boiler
No. 10
(ESP)

Power Boilers 6, 7,
9

CAM
Pollutant
?

AOP
Permit
Condition

Regulatory
Citation(s) for
Non-Applicability

HAPs

No

N/A

40 CFR 64.2(b)(1)(i)

Cl2,
ClO2,
HCl

No

N/A

40 CFR 64.2(a)(1)

PM

Yes

D.9

Opacity

No

N/A

N/A
40 CFR
64.2(b)(1)(vi)

SO2

No

N/A

40 CFR 64.2(a)(2)

TRS

No

N/A

40 CFR 64.2(a)(2)

NOx

No

N/A

40 CFR 64.2(a)(2)

CO

No

N/A

40 CFR 64.2(a)(2)

VOC (as
propane)

No

N/A

40 CFR 64.2(a)(2)

HAPs

No

N/A

40 CFR 64.2(b)(1)(i)

PM

No

N/A

40 CFR 64.2(a)(1)
40 CFR 64.2(a)(2)

Applicability Determination
Subject to 40 CFR Part 63, Subpart S
(effective date 06/15/1998)

PSEU not subject to emission limit/standard.

See discussion section in Appendix B.
Part 70 permit specifies a continuous compliance determination
method (COMs)
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Subject to 40 CFR Part 63, Subpart MM
(effective date 01/12/2001)
PSEU not subject to emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.

Pollutant Specific
Emission Unit
(PSEU)
(No emission
control devices)

Hog Fuel Boiler
No. 11
(Multiclones, ESP)

Smelt Dissolver
Tank
(Wet Scrubber)

Non-Condensable
Gas System
(Thermal Oxidizer,
scrubber)

Lime Kiln
(ESP)

Pollutant

CAM
?

AOP
Permit
Condition

Regulatory
Citation(s) for
Non-Applicability

SO2

No

N/A

40 CFR 64.2(a)(1)
40 CFR 64.2(a)(2)

PM

Yes

B.3

N/A

Opacity

No

N/A

40 CFR
64.2(b)(1)(vi)

SO2

No

N/A

40 CFR 64.2(a)(2)

NOx

No

N/A

40 CFR 64.2(a)(2)

PM

No

N/A

Opacity

No

N/A

TRS

No

N/A

40 CFR 64.2(a)(3)

HAP
Metals

No

N/A

40 CFR 64.2(b)(1)(i)

Opacity

No

N/A

TRS

No

N/A

SO2

No

N/A

PM

Yes

G.4

Opacity

No

N/A

TRS

No

N/A

Applicability Determination
PSEU not subject to emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
See discussion section in Appendix B.

40 CFR
64.2(b)(1)(vi)
40 CFR
64.2(b)(1)(vi)

40 CFR
64.2(b)(1)(vi)
40 CFR
64.2(b)(1)(vi)
40 CFR
64.2(b)(1)(vi)
N/A
40 CFR
64.2(b)(1)(vi)
40 CFR 64.2(a)(2)
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Part 70 permit specifies a continuous compliance determination
method (COMs)
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Part 70 permit specifies a continuous compliance determination
method (CPMS)
Part 70 permit specifies a continuous compliance determination
method (CPMS)
Pre-control emission of applicable pollutant below major source
threshold. Pre-control TRS emissions of 64.2 tons per year, per
Table 7-1 of the AOP application.
Subject to 40 CFR 63, Subpart MM
(effective date 01/12/2001)
Part 70 permit specifies a continuous compliance determination
method (parametric correlations)
Part 70 permit specifies a continuous compliance determination
method (parametric correlations)
Part 70 permit specifies a continuous compliance determination
method (parametric correlations)
See discussion section in Appendix B.
Part 70 permit specifies a continuous compliance determination
method (COMs)
Emission control device not used to achieve compliance with
pollutant emission limit/standard.

Pollutant Specific
Emission Unit
(PSEU)

Slaker
(Scrubber)

Extruders
(Baghouse,
Coalescing Filter
Bed)

Material Transfer
Cyclones

Pollutant

CAM
?

AOP
Permit
Condition

Regulatory
Citation(s) for
Non-Applicability

SO2

No

N/A

40 CFR 64.2(a)(2)

HAPs

No

N/A

40 CFR 64.2(b)(1)(i)

PM

No

N/A

40 CFR 64.2(a)(3)

Opacity
(PM)

No

N/A

40 CFR 64.2(a)(3)

PM

No

N/A

40 CFR 64.2(a)(3)

Opacity
(PM)

No

N/A

40 CFR 64.2(a)(3)

Ozone

No

N/A

40 CFR 64.2(a)(2)

VOC as
C

No

N/A

40 CFR 64.2(a)(3)

HAPs

No

N/A

40 CFR 64.2(b)(1)(i)

N/A

No

N/A

40 CFR 64.2(a)(2)
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Applicability Determination
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Subject to 40 CFR Part 63, Subpart MM
(effective date 01/12/2001)
Pre-control emission of applicable pollutant below major source
threshold. Pre-control PM emissions of 4.6 tons per year, per
Table 7-2 of the AOP application.
Pre-control emission of applicable pollutant below major source
threshold.
Pre-control emission of applicable pollutant below major source
threshold. Pre-control PM emission for filterable PM, condensable
PM, and total PM were 1.3, 0.88, and 2.1 tons per year, per section
7.16 of the AOP application.
Pre-control emission of applicable pollutant below major source
threshold.
Emission control device not used to achieve compliance with
pollutant emission limit/standard.
Pre-control emission of applicable pollutant below major source
threshold. Pre-control VOC emission of 3.0 tons per year, per
section 7.16 of the AOP application.
Subject to 40 CFR Part 63, Subpart JJJJ
(effective date 12/04/2002)
Emission control device not used to achieve compliance with
pollutant emission limit/standard. Material Transfer Cyclones are
considered “process equipment” and not “control devices.”

6.0 OTHER EMISSION UNITS
Volatile Organic Liquid Storage Vessels
The EPA proposed rules (40 CFR Part 60, Subpart Kb) to regulate storages vessels of volatile
organic liquids (VOLs) on July 23, 1984. Storage vessels which were constructed,
reconstructed, or modified after July 23, 1984 are subject to the standards of performance
prescribed by the rule.
On March 27, 2000, the EPA issued a memorandum which stated that process tanks fell under
the definition of “storage vessels.”
On May 26, 2000 the American Forest and Paper Association (AF&PA) filed a petition for
judicial review regarding the March 27th memorandum.
On October 15, 2003, EPA finalized amendments to Subpart Kb to eliminate the recordkeeping
requirements for storage vessels with a capacity less than 75 cubic meters, with a capacity
between 75 and 151 cubic meters storing liquid with a vapor pressure less than 15 kPa, and with
a capacity over 151 cubic meters storing liquid with a vapor pressure less than 3.5 kPa. The EPA
also exempted process tanks from Subpart Kb regulation.
Fuel oil tanks at Nippon Dynawave facility have not been modified since the applicability date of
Subpart Kb. A physical change was made to the 35 KBBL fuel oil tank, reducing the tank’s
volumetric capacity, but this change did not increase emissions and was therefore not a
“modification” under NSPS. All other tanks are below the size applicability criteria or do not
contain VOLs, therefore Subpart Kb is not applicable.
East Powerhouse Boilers (Shutdown)
The east powerhouse south bank was shut down in 1978 and is not a permitted operation.
The east powerhouse north bank was shut down in 1998 and is not a permitted operation.
Package Boiler (Shutdown)
The Package Boiler was constructed in 1992 under approval PSD 92-03 and Order No. 92 AQI069. The boiler was shut down on February 28, 2000, and has been removed from the site. It is
not a permitted operation.

7.0 INSIGNIFICANT EMISSION UNITS
The facility-wide general requirements apply to the whole facility, including insignificant
emission units and activities (IEUs), as required by the Operating Permit Rule. However, the
rule states that IEUs are not subject to monitoring requirements unless the generally applicable
requirements in the State Implementation Plan (SIP) impose them per WAC 173-401-530(2) .
The Washington SIP does not impose any specific monitoring-related requirements for the
facility-wide requirements for IEUs at this source. The permit, therefore, does not require any
testing, monitoring, reporting, or recordkeeping for insignificant emission units or activities.

An updated list of IEUs was provided by Weyerhaeuser for Nippon Dynawave and is provided in
Appendix C.

8.0 OPERATIONAL FLEXIBILITY
Ecology does not specify a time period for bringing operating parameters to predetermined
values. Individual exceptions may require a shorter or longer time period than could be foreseen
by the permit. By specifying a definite time period, one would be lengthening the required time
in certain cases. In other cases, the Permittee may need more time to respond to unforeseen
breakdown. Therefore, Ecology gives the individual Ecology’s project officer the flexibility to
determine the definition of the shortest period of time on a case-by-case basis when all the facts
are known for each individual exception using the company’s incident report on the occurrence.

9.0 CHANGES TO PERMIT
This section documents the changes in this permit renewal. This Air Operating Permit renewal
removed sections from operations that are no longer a part of the facility due to sale or other
reasons. Permit sections removed include permit conditions for: NORPAC (Condition A), VOC
Storage Vessels (Condition C), East Powerhouse Boilers (Condition D), Planer Mill/Lumber
Drying Kilns (Condition M), and Sawmill (Condition N). Upon removal of these conditions, the
remaining permit conditions were assigned new permit condition lettering.
These changes are related to monitoring, recordkeeping, and reporting requirements of the
permit. Minor changes, such as references, reformatting, or typos, are not included. Changes
occurring after the September 2016 public comment period have been italicized for clarity.
•

Condition A.32 (formerly B.32) was updated to include language regarding repeat
performance testing at five-year intervals per 40 CFR 63.457(a)(1) and (2).

•

Condition A.33b (formerly B.33b) has been added to incorporate the allowance for the use of
Epo filtrate at the bleach plant scrubber per Ecology Order No. 7414.

•

Condition B.3b (formerly E.3b) has been changed to Condition B.2c. The underlying
regulation of this condition pertains to particulate and not opacity (compliance is determined
through opacity). Ecology has made this change to be consistent with EPA reporting
requirements. Ecology has also added 40 CFR Part 64 (CAM) as being applicable to this
condition. The word “excursions” has been replaced with “exceedances”.

•

Conditions B.5 through B.10 have been changed to include language to define excess
emissions. Reporting requirements for excess emissions have been included.

•

Condition B.11 (formerly E.11) was previously added in a draft version of this permit
issuance to clarify the reporting required by WAC 173-400-720(4)(b)(iii)(D)(iv). The
condition has since been removed because the requirement is no longer applicable after
calendar year 2016.

•

Conditions B.12 through B.24 have been added to include the requirements of Boiler MACT
(40 CFR Part 63 Subpart DDDDD).
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•

Condition C.4 and C.5 have been added to include the requirements of Boiler MACT (40
CFR Part 63 Subpart DDDDD).

•

Condition D.9 (formerly H.9) now includes 40 CFR Part 64 (CAM) as being applicable.

•

Condition D.10 (formerly H.10) has been updated to clarify that the opacity measurements
are averaged over six consecutive minutes.

•

Condition D.11 (formerly H.11) has been updated to correct typographical errors. The limit
is now correctly expressed in dry volume, and the firing rate has been corrected to read
greater than or equal to 120,000 lbs/hr.

•

Condition D.12 (formerly H.12) has been updated to correctly express the emission limit in
dry volume.

•

Condition D.13a has been added as an applicable emission limit per WAC 173-405040(11)(a).

•

Condition D.13b (formerly H.13) has been updated to reflect the correct oxygen correction
percentage (7%).

•

Condition E.3b and E.8b (formerly I.3b and I.8b) have been added as applicable NSPS
emission limits.

•

Condition E.11 (formerly I.11) had a typographical error that was corrected. 40 CFR
63.864(k)(10) was corrected to read 40 CFR 63.864(e)(10).

•

Condition E.13 (formerly I.13) contained “Limit (shall not exceed)” which was revised to
state that five (not “six or more”) monitoring parameter exceedances are allowed in a
semiannual reporting period.

•

Condition G.2 (formerly K.2) has been updated to reflect the correct limit. Limit changed
from 0.067 gr/dscf to 0.066 gr/dscf.

•

Condition G.4 (formerly K.4) now includes 40 CFR Part 64 (CAM) as being applicable.

•

Condition G.7 (formerly K.7) has been updated to require semiannual excess emission
reporting and not monthly excess emission reporting.

•

Condition G.11a (formerly K.11a) has been updated to reflect that the TRS limit is 80 ppm
for no more than two consecutive hours and not three.

•

Conditions H.3 has been updated so that the monitored pressure value be maintained below
23 psi. A typographical error was corrected.

•

Condition J.8 (formerly P.8) has been updated to include both quarterly and semiannual
reporting.

•

Condition J.9 (formerly P.9) has been updated to correctly reference Condition J.8.

•

Section K has been added to include requirements of 40 CFR Part 63, Subpart ZZZZ, which
regulates stationary reciprocating internal combustion engines.

•

Section L has been added to include state-only requirements of Chapter 173-441 WAC which
requires reporting of GHG emissions.
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•

The referenced regulatory citations in the “Facility-wide General Requirements” Section
have been updated.

•

The requirements of WAC 173-401-730 have been added to the “Standard Terms and
Conditions” Section (Condition 44).

•

Conditions B.1, B.2A, D.1, D.3, E.3A, E.4, E.8a, G.1a, and G.2b have been updated to
include new language allowing for additional time to report stack test results to Ecology.

•

Conditions B.2b, B.12, B.14, B.16, and B.18 have been updated to include the applicable
NSPS or NESHAP performance/stack test notification requirements.

•

Conditions B.2a, D.1, D.3, D.6, E.3a, E.4, E.8a, G.1a, and G.2b have a new footer at the
bottom of each table. The footer allows for a reduction in stack test frequency from quarterly
to annually if emissions are 50% below the emission limit for four consecutive quarters. Any
stack test above the 50% threshold will result in resumption of a quarterly stack test
frequency.

•

Conditions B.2b, D.2, E.3b, E.8b, G.1b, G.2a have had the quarterly performance testing
requirements removed from the permit. The underlying requirement required initial
performance testing.
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Appendix A - Process Descriptions and Flow Diagrams
Kraft Fiberline and Paperboard
Kamyr Continuous Digester System
Chips from material handling are conveyed to chip silos, and from the silos to the Chip Bin.
Chips are fed from the bottom of the Chip Bin to the Chip Presteaming Vessel through a low
pressure feeder followed by a high pressure feeder. Presteamed chips and white liquor (a
solution of sodium hydroxide and sodium sulfide) are fed to an impregnation vessel, and from
there are fed to the Kamyr continuous digester for delignification (cooking) using white liquor
and recirculated black liquor (a solution of broken down wood residues and inorganic chemicals
that result from the cooking of wood chips and white liquor) under high pressure and
temperature. Spent black liquor is extracted from the pulp and sent to flash tanks for heat
recovery, then to the evaporators for chemical recovery. Turpentine is recovered from the flash
steam for sale, use as a fuel, or for combustion and chemical recovery of spent pulping chemical
(sulfur). There is one emission unit designated for the continuous digesting area, KPC-EU. This
emission unit is composed of activities associated with the pulping process and includes blow
tank emissions, uncaptured process emissions, and black liquor filtrate tank vents.
The low-volume, high-concentration (LVHC) system collects non-condensable gases (NCG)
from the digester, blow heat recovery system, and turpentine recovery system for control of total
reduced sulfur (TRS) and hazardous air pollutants (HAPs) in the thermal oxidizer or lime kiln.
The high-volume, low concentration (HVLC) system collects dilute NCG from the Chip Bin,
Blow Tanks and the Pressure Diffuser filtrate tank vents for control of TRS and HAPs in the
thermal oxidizer.
Brownstock Washing and Screening
A pressure diffuser washes pulp leaving the Kamyr digester. Pulp from the pressure diffuser is
discharged into two atmospheric blow tanks. The capability exists to discharge continuously
regardless of changes in wood species. Pulp from the blow tanks is screened to remove knots
and other contaminants, then receives a second stage of washing in the Brownstock Press. The
washing and screening process is called WASH-CONT-EU. The air discharges from the knot,
screening, and washing areas makeup the vents from this emission unit.
The HVLC system collects dilute NCG from the Chip Bin, Blow Tanks, Pressure Diffuser
filtrate tank, and brownstock press washer and associated filtrate tank vents for control of TRS
and HAPs in the thermal oxidizer.
Oxygen Delignification
Pulp from the Brownstock area is further delignified in the Oxygen Delignification system. The
system consists of an oxygen reactor vessel followed by a pulp washing press (“Post-Oxygen
Press”), oxidized white liquor (OWL) system, and associated filtrate tanks. The pulp is
delignified in the enclosed reactor vessel with oxygen-enriched caustic and/or oxidized white
liquor. OWL is produced by reacting oxygen with white liquor in the OWL system. Brown pulp
exiting the reactor is washed in the Post Oxygen Press, and stored in brown high-density chests
ahead of the Bleach Plant. The discharge points from this emission unit are from the postoxygen press hood vent, associated filtrate tanks, and the OWL system vents. The HVLC-NCG
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system collects vapors from the Post-Oxygen Press hood vent and from associated filtrate tanks
for control of TRS, carbon monoxide (CO) and HAPs in the thermal oxidizer.
Chlorine Dioxide Generator
The chlorine dioxide process uses chlorine gas to make chlorine dioxide (ClO2) for use in the
bleach plant. The process components include chlorine railcar unloading; integrated
hydrochloric acid generation process and storage tanks; electrolyzer and chlorate reactor with
associated storage and brine tank (extra storage), and chiller, filter and cooler; ClO2 generator;
chlorate recovery system; ClO2 absorber; hypochlorite production; and associated process and
storage tanks.
There are multiple unit processes in this area designed to recover chlorine, hydrochloric acid,
and/or chlorine dioxide to the process or to control emissions before final discharge to the
atmosphere. There are no uncontrolled process vents in this area. The following units control
emissions before final discharge to the atmosphere:
•

Chlorine Dioxide Scrubber (aka Peroxide Scrubber) controls Hypo Tower vent gas.

•

Hypo Tower, a caustic scrubber controlling vents from multiple process units in the ClO2.

•

Generator, discharges direct to atmosphere when Chlorine Dioxide Scrubber is offline.

•

H2 Scrubber; caustic scrubber controls Cl2 from excess H2 gas.

•

HCl Burner tail gas scrubber/cooler & ejector condenser.

•

HCl Vent Scrubber (for use during HCl storage tank loading from railcar).

•

HCl Storage Tank Vent Pot.

The vents from these control devices compose the single emission unit, CLO2-EU, for this
process area. NESHAP Subpart S (Pulp & Paper MACT I) defines integrated chlorine dioxide
plants at kraft pulp mills as part of the Bleach Plant, but established no applicable standards for
chlorine dioxide generation due to the low HAP emissions rates from these facilities.
Bleach Plant
The bleach plant consists of a pre-bleach Compaction Baffle Washer (CB Washer) followed by a
three stage (DED) diffusion washer bleach plant. The bleaching is accomplished in two
bleaching stages and one extraction stage. Primary bleaching agents are ClO2 solution and
hydrogen peroxide, with ClO2 solution addition occurring at the D1 and D2 stages. Peroxide
may be added in the bleach towers, standpipes or pulp storage. Caustic and sulfuric acid are
used for pH control. Bleached stock is discharged to pulp storage tanks.
Wet Lap
The wet lap machine dewaters bleached or unbleached pulp to produce bundles of pulp for use in
the paper machines onsite or for sale. Bales are stored in the Wet Lap Building or in other
warehouses on or offsite. The activities associated with the wet lap machine are all insignificant
emission units. There are no control devices on the wet lap machine.

45

Paper Machine No. 3
The No. 3 paper machine produces various types of paperboard products. The sheet is produced
from a mixture of softwood and hardwood pulps and from recycled broke (paper scraps). The
pulp and broke are processed in the stock preparation area. The various pulp stocks and
additives are blended to produce the desired composition. The pulp fibers are then refined and
sent through a series of screens and centrifugal cleaners to ensure quality.
After the stock has been processed in the stock preparation area, the stock is pumped to the
headbox and metered onto the continuous wire of the paper machine. The pulp sheet then enters
the presses where most of the water in the sheet is removed by rollers. After the presses, the
sheet passes through steam-heated dryers where additional moisture is removed. The sheet then
passes through calendars where the sheet is compressed and smoothed prior to being wound onto
reels to produce the finished product. Other processes include a cyclone used to collect and
recover paper trim from the paper machine and the neighboring extruder operations.
The activities associated with the No. 3 Paper Machine are all insignificant emission units,
including the paper trimmer and associated cyclone [WAC 173-401-532(072)].
Extruder Operation
In the Longview extruders operation, paperboard is coated with polymeric coatings to make
laminated (coated) paperboard used primarily for liquid packaging applications such as milk
cartons and drink boxes. Pellets of polymeric material are offloaded from rail cars into storage
silos using a pneumatic pellet transport system. The discharge air from the pellet transport
system flows through a cyclone and baghouse filter unit before exhausting to the atmosphere.
Paperboard stock is provided on large rolls, approximately 10 feet in diameter. The paperboard
is unrolled and fed through the extrusion line.
The extruder operations consist of two extruder lines, Line 6 and Line 7. Each line uses a
pretreatment burner to heat the paper, assure the proper moisture content, and clean the
paperboard before coating, extruders for applying polymeric coatings to each side of the
paperboard, and a corona discharge unit (treater) to reduce gloss and prepare the coated
paperboard for printing. Line 6 is equipped with two corona treaters.
Power and Recovery
No. 11 Boiler
No. 11 Boiler burns a combination of fuels which may include wood fuel, coal/coke, fuel oil,
effluent treatment solids, and de-ink rejects to produce steam for process use and power cogeneration in associated steam turbine generators.
Currently, exhaust from the No. 11 Boiler passes through a multiclone and a dry electrostatic
precipitator. This controls particulate emissions and HCl and SO2 emissions are controlled with
sorbent injection for acid gas.
Power Boilers No. 6, 7, and 9
Currently, three natural gas fired power boilers (Nos. 6, 7, and 9) generate steam to produce
steam for process use and power co-generation in associated steam turbine generators. All three
boilers were formerly equipped to burn fuel oil as well as natural gas, but no longer do so. Each
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boiler has a single stack associated with emission unit PB6-EU, PB7-EU, and PB9-EU,
respectively. There are no emission control devices associated with PB6, PB7, or PB9.
Black Liquor Collection and Evaporation
Black liquor filtrate at approximately 13%-15% solids is pumped from the pulp mill into weak
black liquor storage tanks for feed to the evaporators, which use steam heat to concentrate the
weak liquor to a product liquor strength of >70% black liquor solids. Currently two evaporator
trains are in operation: #7 multiple effect evaporator (#7 MEE) and the High Solids Crystallizer
(HSC). A third evaporator train, #8 Multiple Effect evaporator (#8 MEE), was shut down in
2014. Final product liquor from the HSC is burned in the recovery boiler to recover the chemical
content and heat. Soap, crude sulfate turpentine, and/or methanol may also be recovered from
the evaporation process.
Vapor condensates from the HSC and the MEE condensers are segregated based on contaminant
(TRS/VOC/HAP) strength. Combined condensate is relatively clean and recycled for reuse in a
variety of pulping and recovery processes. Foul condensates are collected for removal of TRS,
VOC, and HAP in the foul condensate stripper, with removed contaminants controlled by
combustion in the thermal oxidizer. Alternatively, these contaminants may be combusted in the
recovery boiler, lime kiln or hog fuel boiler to recover energy and/or pulping chemicals. Lowvolume, high concentration (LVHC) noncondensable gases from the evaporators are vented to
the NCG thermal oxidizer or lime kiln for sulfur recovery and control of TRS, VOC, and HAP.
High volume, low concentration (HVLC) vapors from the black liquor tank farm are routed to
the thermal oxidizer for sulfur recovery and control of TRS, VOC and HAP.
The only air discharges from the black liquor collection and evaporation are from uncaptured
process fugitive emissions. LVHC- NCG from the evaporators and HVLC-NCG from the black
liquor tanks are collected and combusted in the NCG thermal oxidizer which is followed by a
scrubber for SO2 control and sulfur recovery.
Kraft Pulping Condensate Stream Stripper System
Foul pulping condensates are collected from the digester blow heat recovery system, turpentine
recovery system, evaporators, and HVLC and LVHC systems for control of odorous TRS
compounds and organic HAPs. The condensates are treated by steam distillation in the Foul
Condensate Stripper Column, generating methanol rich stripper off gas, liquid methanol product,
stripper turpentine or “red oil,” and clean stripped condensate suitable for reuse in the pulp
washing and other processes.
Condensed stripper off gases are collected in the LVHC system for control in the Thermal
Oxidizer or Lime Kiln. Liquid methanol and turpentine may be combusted in the thermal
oxidizer. Alternatively, the product streams may be combusted in the recovery boiler along with
black liquor and oil, to produce heat for steam generation and recovery of sulfur compounds to
the pulping liquor cycle.
The steam stripper is considered a control device for TRS and HAP in the pulping condensates.
The LVHC system and thermal oxidizer act as control devices for the control of NCG gases from
the stripper, combusting stripper LVHC and liquid stripper product streams. The incinerator
scrubber controls sulfur dioxide emissions from the incinerator.
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Noncondensable Gas (NCG) Systems and Thermal Oxidizer
The low-volume, high-concentration (LVHC) collects noncondensable gases (NCG) from the
blow heat accumulator system, the turpentine recovery operations, black liquor evaporation, and
the condensate stripper system. The high-volume, low-concentration (HVLC) NCG system
collects gases from the Chip Bin, Diffusion Washer filtrate tank, Brownstock Press, Post-O2
Press, and the black liquor storage tank farm. The NCG from the various sources are combined
and burned in a natural gas-fired thermal oxidizer (NCG Incinerator), along with turpentine and
methanol recovered from the pulping, evaporation, and foul condensate stripper systems.
Alternatively, LVHC may be burned in the Lime Kiln.
Exhaust gases from the thermal oxidizer are treated in a quencher/scrubber where the gases are
cooled and scrubbed with a sodium hydroxide solution to capture sulfur dioxide. The gases are
emitted through the recovery boiler stack. Spent scrubber liquor is recovered to the pulping
liquor cycle for reuse of sodium and sulfur chemicals. The emissions from the NCG system are
assigned to emission unit NCGSYSTEM-EU.
The NCG system and thermal oxidizer act as a control device for the control of TRS and HAP in
LVHC and HVLC NCG gases from the Kraft mill, and control of TRS and HAP compounds in
the pulping condensate stripper product. The incinerator scrubber controls sulfur dioxide
emissions from the incinerator. The scrubber also recovers useful chemicals from these streams
for reuse in the kraft pulping process.
No. 10 Recover Boiler and Smelt Dissolver
The recovery boiler was constructed in June 1975 which predates the NSPS applicability date of
September 24, 1976, set forth in 40 CFR 60.280(b). It is a permitted operation.
The boiler is a Babcock & Wilcox (B&W) low-odor type recovery furnace. Furnace upgrades in
conjunction with Kraft Modernization Project in 1995 included an upgrade to high-concentration
black liquor firing and addition of a third precipitator chamber. The boiler rebuild in 2002
included upgrades to the air systems and replacement of the smelt dissolver, boiler floor, walls,
economizer, and portions of the generating section.
The recovery furnace is used to burn the strong black liquor to recover the sodium and sulfur
chemical content for use in producing kraft pulping liquor. Burning the organic content of the
strong black liquor furnishes a net heat gain that is used to produce steam for the mill. Soap,
turpentine, and methanol recovered from the kraft pulping and evaporation processes similarly
may be burned in the recovery boiler to recover heat for steam generation and sulfur for reuse in
pulping liquor. Capability for combusting LVHC and/or HVLC may also be added for improved
energy and chemical recovery from these streams. The boiler flue gas discharges are controlled
in electrostatic precipitators and discharged through the single recovery boiler stack. The unit is
designated as emission unit RB10-EU.
The organic content of the liquor is burned off, leaving a molten smelt that contains the sodium
sulfide and sodium carbonate. The smelt discharges to the smelt dissolving tank, emission unit
SDT-EU, where it is mixed with water and weak wash from recausticizing to make green liquor.
The green liquor is pumped to the lime kiln/recausticizing area for further processing.
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Fuel oil can be burned in the recovery boiler as an auxiliary fuel, and is also used to help
maintain sufficient boiler temperature for chemical recovery. Heat released in the recovery
boiler is captured and used to generate high-pressure steam for use in the mill and for power
generation in associated steam turbine generators.
An electrostatic precipitator is used to remove particulate matter from the recovery boiler
exhaust gases. The exhaust gases from the smelt dissolving tank are controlled using a Ducon
spray shower wet scrubber. The smelt tank dissolving vent is the only discharge point for
emission unit SDT-EU.
Lime Kiln Process
Lime mud (calcium carbonate) from recausticizing is converted to lime (calcium oxide) in the
lime kiln for use in the lime slaker to convert green liquor to white liquor (kraft cooking liquor).
The lime kiln serves as a lime recovery plant in the recausticizing process.
Lime mud is conveyed to one end of a rotating natural gas-fired lime kiln. In the lime kiln, the
lime mud is heated to remove water drive off CO2, generating calcium oxide (CaO). Lime rock
is added to the kiln to provide makeup for lime consumed in the process. The hot lime is
discharged from the kiln, and transferred by conveyors and hot lime elevator to the lime silo.
The hot lime is then available for reuse in the lime slaker. The lime kiln rotates continuously,
and is situated at a slight angle so that the rotational action causes solids to mix with hot
combustion gases and move by gravity down the length of the kiln from the higher elevation
mud/rock feed at the “cold end” to the hot lime discharge at the “hot end.” Lime kiln rotation is
normally powered by an electric drive. An auxiliary diesel powered drive powers kiln rotation in
case of electrical power interruption, to prevent catastrophic warping of the kiln shell. The
auxiliary diesel drive engine is an emergency unit under the Reciprocating Internal Combustion
Engine (RICE) NESHAP.
In the lime kiln the hot combustion gases discharge through a precipitator. Lime dust collected
in the precipitator is either handled dry and fed back to the kiln with the lime mud feed, or
slurried and fed back to the weak wash mixing tank in recausticizing.
There are two parallel stacks from the lime kiln, both of which exhaust gases from the
electrostatic precipitator. The Specialty Minerals Incorporated (SMI) plant located near the
Lime Kiln, pulls a stream of the CO2–rich flue gas from a line connecting the stacks for use as a
feedstock in the production of precipitated calcium carbonate (PCC). Exhaust flow rates to the
atmosphere depend both on Kiln operating rate and on SMI operating rate. At times, SMI pulls
all of the flue gas from one or both stacks for use in their process. These kiln emission points are
together designated as emission unit LKEU.
The emissions from the lime kiln are sent through an electrostatic precipitator to control
particulate emissions. A portion of the final exhaust is used by SMI as a process feedstock.
Recausticizing
In the recausticizing system, green liquor from recovery and lime from the lime kiln react to
form white liquor, the cooking liquor for kraft pulping.
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Green liquor from recovery is pumped to the green liquor mixing tank. From the mixing tank,
the green liquor is sent to a clarifier where inert solids (dregs) are removed from the liquor. The
dregs are removed from the bottom of the clarifier and dewatered in the dregs filter for offsite
disposal.
Clarified green liquor is pumped to the lime slaker where the recausticizing reaction is started by
feeding in lime from the lime silo. Green liquor fed to the slaker is split between the slaker and
classifier to control slaker temperature. Unreacted lime solids (grit) are continuously removed
from the slaker by a screw classifier for offsite disposal. The slaker is included in the emission
unit named REC-SS-EU.
The recausticizing reaction is completed in the five gravity flow causticizer tanks. The product
that results is white liquor and lime mud. The white liquor is separated from the lime mud in the
white liquor filter. White liquor is pumped to the white liquor storage tank for use in the
digesters. The lime mud is washed in two steps to remove residual white liquor. The first step is
the weak wash filter, which produces weak wash which is pumped to the weak wash storage for
return to the smelt dissolving tank. The second step is the mud drum filter, which washes and
dewaters the lime mud. Dewatered mud drops onto a conveyor which feeds it into the lime kiln.
The Lime Mud Storage Tank provides lime mud storage capacity between the weak wash filter
and the mud drum filter feed to the lime kiln. The lime mud storage tank is continuously mixed
with a rotating agitator. Agitator rotation is normally powered by an electric drive. An auxiliary
propane/natural gas powered drive powers agitator rotation in case of electrical power
interruption, to prevent catastrophic solidification of settled lime mud solids in the tank. The
auxiliary propane/natural gas drive engine is an emergency unit under the Reciprocating Internal
Combustion Engine (RICE) NESHAP.
The emissions from the recausticizing process, which originate from causticizer tanks and liquor
tanks, are included in emission unit REC-EU. The exhaust discharge from the slaker scrubber
vent is scrubbed by water spray showers in the exhaust stack. The emissions from the slaking
process and the scrubber are included in the emission unit REC-SS-EU. There are no controls on
the other discharges from the recausticizing process that are included in the REC-EU emission
unit.
Fine Paper (Permanently Shut Down)
Longview’s Fine Paper Mill is no longer operational. Paper Machine No. 2 was permanently
shut down in 2001, and Paper Machine No. 1 was permanently shut down in 2003. Both
machines and ancillary equipment have been dismantled. The Fine Paper building is now used
as a warehousing and storage facility.
Material Handling and Storage
Chip Handling and Storage
Wood chips are received from several transportation methods including rail, truck, or barge and
are stored in piles. The chips are transferred from the chip pile to wood silos for use in the
pulping processes. Some species of chips are screened prior to being stored in the silos.
Screening lines remove oversize chips, knots, and other undesirable materials. Fines removed in
the screening process are sent to scales and sold or used as boiler fuel. The emission units in this
process area all fit the definitions of insignificant emission units.
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Solid Fuel Storage and Handling
Wood fuel is received from various sources by truck and is then stored in piles prior to use. Chip
screen rejects and other woody residue from the pulp mill are also stored in fuel piles. Fuel from
the piles is pushed into the fuel reclaimers and fed to the boiler via conveyor belt.
Coal for the No. 11 Boiler is shipped to the site via truck or rail and stored in a coal silo. The
coal handling processes makeup the emission unit, FSH-COAL-EU. Coal from the silo is
discharged onto the hog fuel conveyor belt en route to No. 11 Boiler. The coal handling system
is also capable of handling petroleum coke or other similar fuels.
The combined hog fuel & coal feed belt can be conveyed directly to No. 11 Boiler or directed to
a fuel surge bin for mixing and storage.
Wastewater treatment plant sludge from the dewatering area is normally fed to boiler by
conveyor that discharges onto the combined hog fuel & coal feed belt. However, sludge may
also be fed to the boiler via the hog fuel pile reclaimers.
Fuel Oil Storage
A single fuel oil tank stores fuel oil for use in the boilers. The fuel oil tank has its own roof vent
discharge point. Emissions are less than the insignificant emission threshold.
Wastewater Treatment Plant (WWTU)
Effluent Treatment
Wastewater from the pulp and paper processes is collected in various sumps and pumped to the
wastewater treatment system to remove suspended solids and dissolved organics. Sodium
hypochlorite, hydrogen peroxide, or other odor treatment chemicals may be added to select
effluent collection sumps for hydrogen sulfide odor control.
Waste streams containing high concentrations of suspended solids are pumped to a primary
clarifier. An asphalt lined settling pond (“West Pond”) provides additional backup primary
treatment capability, in case of Primary Clarifier shutdown, bypass, or high effluent loading
periods due to spills or process shutdowns. The West Pond may also provide a second step of
primary clarification during periods of high effluent loading. Waste streams that contain
relatively few suspended solids normally are sent directly to secondary treatment.
Primary treatment consists of settleable solids removal. Elementary neutralization (effluent pH
control) also occurs at primary treatment. The primary effluent may be cooled in a cooling tower
when needed prior to secondary treatment. Various additives are added to the wastewater to
maintain proper conditions for bacterial growth and solids removal.
Secondary treatment consists of an activated sludge process that removes organics and
suspended solids from the wastewater. Oxygen is supplied by aeration blowers that pump air
into three aeration tanks. A high concentration of bacteria and other microorganisms is
maintained in the aeration tanks by recycling solids that are settled in four secondary clarifiers.
Additives are occasionally added to control bulking. Primary and secondary sludges are sent to
the sludge dewatering process.
Effluent treatment plant emissions are primarily fugitive. The discharge from the effluent
treatment cooling tower is designated as emission unit EFT-CT-EU. All other activities
associated with the effluent treatment process are insignificant emission units.
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Sludge Dewatering
Primary and secondary sludges from the effluent treatment system are processed to remove
water, prior to combusting the sludges in the #11 Boiler, or transporting the sludge offsite for
disposal or for beneficial use. The primary sludge is pretreated for grit removal to protect the
dewatering equipment. The primary and secondary sludges are mixed in a blend tank prior to
dewatering. Polymers are added to the blended sludge to increase the dewatering properties of
the sludge. The sludge mixture is then pumped to the presses where water is removed by
applying pressure and/or steam. Peroxide or other chemicals may be added to the process at
various points to control hydrogen sulfide.
The dewatered sludge is transported to sludge storage bins or storage piles using various
conveyors. Currently, trucks are used to transport the dewatered sludge from storage to either an
offsite landfill or to the hog fuel pile (material storage and handling process area). A sludge
conveyor is also being installed to allow direct delivery of dewatered sludge to the #11 Boiler
fuel feed conveyor.
The activities associated with the sludge dewatering process are all insignificant emission units.
Filter Plant
Water used in process applications is pumped from the Columbia River. Raw river water is
treated with chlorine or sodium hypochlorite for bacterial control and filtered for solids removal
in the four filter plants (operated in parallel). Alum and other chemicals may be added as
filtration aids. The filtered water is then pumped to the various process areas throughout the
mill. The activities associated with the filter plant process are all insignificant emission units.
Maintenance and Central Stores (MTC)
Several maintenance activities occur at the site including pump shop, machine shop, carpenter
shop, paint shop, sandblasting, fueling station, auto maintenance, and welding.
Central stores provides the mill with products necessary for day-to-day operation. This includes
office products and other materials used around the mill. All activities in this area are
insignificant emission units. There are particulate filters on the exhausts from a paint booth in
this area to control the particulate matter emissions.
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Appendix B – Compliance Assurance Monitoring (CAM) Plan
Lime Kiln – PM/PM10
Emission Unit

Lime Kiln (Stacks No. 1 and 2)

Pollutant Controlled

Particulate/PM10

Control Device
1. Indicator/Parameter

Electrostatic Precipitator
Continuous opacity monitoring system (COMS)

2. Indicator/Parameter Range

Opacity <20% over a 6-minute average

3. Performance Criteria
a) Data Representativeness

COMS are located in representative locations, opacity is
continuously monitored, and data is continually collected
by the COMS during operation of the kiln

b) Verification of Operational
Status

The COMS is calibrated in accordance with PS1

c) QA/QC Practices and Criteria

The COMS is operated in accordance with PS1

d) Monitoring Frequency & Data
Collection Frequency

Opacity values are collected and recorded continuously

Justification
1. Background
Lime Kiln particulate emissions are controlled by an electrostatic precipitator. The Kiln
stacks are subject to BACT emission limits, Pulp & Paper Combustion unit MACT standards
for particulate (as a HAP indicator), and 25% opacity limit.
2. Rationale for Selection of Performance Indicator
The facility is required to operate a COMS. Opacity measurements can also be used as a
surrogate indicator of performance with respect to the PM emission limits. The COMS
system will at all times be operated in conformance with PS1. All excursions exceeding the
target indicator ranges will be documented.
3. Rationale for Selection of Indicator Range
The selected indicator range (20% opacity) was previously selected by EPA for continuous
compliance assurance monitoring of Kraft Mill Lime Kilns in order to satisfy the Pulp &
Paper Combustion Unit MACT standards that came into effect in 2004. Additional
monitoring or more stringent indicator ranges are not justified, due to the very low emissions
rate from the lime kiln.
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No. 10 Recovery Boiler – PM/PM10
Emission Unit

Recovery Boiler

Pollutant Controlled

Particulate/PM10

Control Device
4. Indicator/Parameter

Electrostatic Precipitator
Continuous opacity monitoring system (COMS)

5. Indicator/Parameter Range

Opacity <20% over a 6-minute average

6. Performance Criteria
e) Data Representativeness

COMS are located in representative locations, opacity is
continuously monitored, and data is continually collected
by the COMS during operation of the kiln

f) Verification of Operational
Status

The COMS is calibrated in accordance with PS1

g) QA/QC Practices and Criteria

The COMS is operated in accordance with PS1

h) Monitoring Frequency & Data Opacity values are collected and recorded continuously
Collection Frequency
Justification
1. Background
Recovery Boiler particulate emissions are controlled by an electrostatic precipitator. The
Boiler emissions are subject to BACT emission limits, Pulp & Paper Combustion unit MACT
standards for particulate (as a HAP indicator), and a 20% opacity limit.
2. Rationale for Selection of Performance Indicator
The facility is required to operate a COMS. Opacity measurements can also be used as a
surrogate indicator of performance with respect to the PM emission limits. The COMS
system will at all times be operated in conformance with PS1. All excursions exceeding the
target indicator ranges will be documented.
3. Rationale for Selection of Indicator Range
The selected indicator range (20% opacity) was previously selected by EPA for continuous
compliance assurance monitoring of Kraft Recovery Boilers in order to satisfy the Pulp &
Paper Combustion Unit MACT standards that came into effect in 2004. Quarterly stack test
results have not indicated any excursions since the Recovery Boiler precipitators were
refurbished in 1995, with the Boiler operating to an opacity limit of 20% for that time period.
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No. 11 Boiler – PM/PM10
Emission Unit
Pollutant Controlled
Control Device
7. Indicator/Parameter
8. Indicator/Parameter Range
9. Performance Criteria
i) Data Representativeness

j) Verification of Operational
Status
k) QA/QC Practices and
Criteria
l) Monitoring Frequency &
Data Collection Frequency

No. 11 Hog Fuel Boiler
Particulate/PM10
Electrostatic Precipitator
Continuous opacity monitoring system (COMS)
Opacity <20% over a 6-minute average
COMS are located in representative locations, opacity
is continuously monitored, and data is continually
collected by the COMS during operation of the kiln
The COMS is calibrated in accordance with PS1
The COMS is operated in accordance with PS1
Opacity values are collected and recorded continuously

Justification
1. Background
No. 11 Hog Fuel Boiler particulate emissions are controlled by an electrostatic precipitator,
which replaced the electrified gravel bed scrubber (a.k.a. “electroscrubber”) in 2006. Boiler
emissions are subject to NSPS particulate emissions limits and to voluntary emissions
reduction limits more stringent than the State Kraft Mill emission limits, and a 20% opacity
limit. The Boiler will soon be subject to “Boiler MACT” emission standards for particulate
(as a HAP indicator).
2. Rationale for Selection of Performance Indicator
The facility is required to operate a COMS on each stack. Opacity measurements can also be
used as a surrogate indicator of performance with respect to the PM emission limits. The
COMS system will at all times be operated in conformance with PS1. All excursions
exceeding the target indicator ranges will be documented.
3. Rationale for Selection of Indicator Range
The selected indicator range (20% opacity) was previously selected by EPA for continuous
compliance assurance monitoring of Kraft Recovery Boilers in order to satisfy the Pulp &
Paper Combustion Unit MACT standards that came into effect in 2004. The Boiler has
consistently met particulate emissions limits for many years, based on quarterly test results,
with average particulate emissions rates more than two orders of magnitude below the NSPS
emission limit (Average emissions <0.001 lb/mmbtu; NSPS emission standard = 0.10
lb/mmbtu). Additional monitoring or more stringent indicator ranges are not justified, due to
the very low emissions rate.
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Appendix C – Insignificant Emission Units
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Appendix D - Response to Comments
A draft renewal permit was originally published for public comment in February 2016 and a
public hearing was held on March 28, 2016. The facility was subsequently split into three
separate facilities and two of the facilities were sold to new owners. As such, the permit was
split into three permits and published for public comment again in September 2016. Based on
comments received by EPA during that comment period, a third public comment period was
provided to ensure that the public understood that the facilities will remain to be considered a
single source at this point in time. Due to the significant change between the original draft
permit and the three permits, public comments and Ecology responses from both the September
2016 public comment period and June 2017 public comment periods are provided below.
Comments received on the February 2016 draft permit may be requested from Ecology.
The following comments were received during the September 2016 public comment period.
Please note that the permit conditions referenced in these comments reflect those in
September 2016 draft and may not be the same as those in June 2017 draft.
ENVIRONMENTAL PROTECTION AGENCY
1) Single Source
Statement of Basis Comment:
These three permits are being issued to three business entities that are located on the footprint of
what had until recently been Weyerhaeuser’s Longview facility. Although not stated explicitly
in the SoB for any of the facilities, it does not appear that representatives of any of the facilities’
owners or operators have requested to be treated as a separate source.
It is acceptable to issue multiple part 70 permits to separate business entities that constitute a
single source. Furthermore, there may be good reasons for doing so when separate interests and
separate responsible officials are responsible for complying with different applicable
requirements. However, unless a request is granted to treat the Nippon, Norpac, and
Weyerhaeuser Longview facilities as separate sources, they remain a single source under 40 CFR
parts 52, 63, and/or 70 and this should be discussed in the SoB for each facility. Note that the
definitions of major source are not identical under each program and determinations must be
made separately.
Ecology Response:
Language has been added to page 5 and 9 of the Statement of Basis to clarify that the separate
major sources are being permitted as a single major Title V source. No disaggregation
determination has been made. Language has also been added to the Statement of Basis and AOP
explaining Ecology’s jurisdictional authority to issue permits to the three facilities.
2) Potential to Emit

Statement of Basis Comment:
Each facility’s SoB includes a table with a recent year’s actual emissions information, including
criteria emissions, HAP, and GHG. This is useful information. A similar table containing
information about potential to emit – both for the individual facility and the entire source (i.e. all
three facilities) – would also be valuable.
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Ecology Response:
Ecology is in agreement that a table containing information about potential to emit would be
useful. Ecology’s Air Quality Program has also requested that such a table be included. Due to
the timeline for the issuance, Ecology will not include this table at this time but will update the
Statement of Basis at a later date.
3) Federal Requirement Applicability Discussion

Statement of Basis Comment:
Section 4 of each facility’s SoB includes a list of applicable requirements. This could be
improved by adding a brief discussion of how federal requirements, such as NSPS and NESHAP
requirements, apply to the facility and to which emission units. A discussion of certain
inapplicable requirements would be valuable as well. There are likely to be several standards
that could apply to facility but which the regulatory authority determined did not.
Ecology Response:
Information regarding the applicability of specific federal requirements is typically contained in
Section 5 (Emission Unit Description) of the Statement of Basis. The bulk of the federal
requirements are found in the Nippon Dynawave Packaging AOP. Ecology has updated this
Statement of Basis to include a more detailed discussion of the applicability of federal
requirements.
4) PSD and Major Source Status

Statement of Basis Comment:
Also in section 4 of the SoBs for Nippon and Norpac are references to PSD permits. As long as
all three facilities are part of a single major stationary source, as the term is defined in 40 CFR
52.21(b), a complete discussion of PSD applicability would include a description of the entire
source and how PSD applies to it, not just a description of permitting history or the origin of
certain permit conditions. This comment applies to all three SoBs. It has value because changes
at any of the three facilities – or, considering contemporaneous changes, any combination of the
three facilities – could result in any of the three facilities (or any combination of the three
facilities) being required to obtain a PSD permit.
Ecology Response:
As stated previously, Ecology has included additional language on page 5 and 9 to clarify the
single major source status of the three Longview facilities. This language has been highlighted
and serves as overarching language for the source(s) and Statement of Basis.
NIPPON DYNAWAVE PACKAGING COMPANY (NDP)
5) Formatting and General
AOP Comment:
The table formatting (landscape view vs. portrait view) may be an improvement for readability,
but some tables for a single emission unit last for several pages. For multi-page tables, Ecology
could improve clarity & utility of the tables by including the Emission Unit name in a repeating
header line at the top of each page.
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Ecology Response:
The tables have been updated to include a repeating header line at the top of each page.
6) Facility Name Correction
AOP/SOB Comment:
Change “Nippon Paper Industries” to “Nippon Dynawave Packaging Co.” on the signature page
and throughout the AOP and SOB. Similarly, change “NPI” to “NDP” throughout both
documents, except where describing the relationship between NPI and NDP.
Nippon Dynawave Packaging Co. (NDP) is the legal name of the company that owns and
operates the Longview Liquid Packaging manufacturing facility. NDP is a wholly owned
subsidiary of Nippon Paper Industries (NPI), but is operated independently from NPI’s other
subsidiary companies.
Ecology Response:
The name has been updated.
7) Introduction and Legal Authority
AOP Comment:
Replace the second paragraph with the following:
“Nippon Dynawave Packaging Co. (NDP) requires a Title V Air Operating Permit for its
Longview facility because the facility emits, or has the potential to emit 100 tons per year or
more of one or more air pollutants (WAC 173-401-300(1)). NDP is a wholly owned subsidiary
of Nippon Paper Industries.”
More accurately describes the relationship between NPI and NDP.
Ecology Response:
Paragraph has been updated.
8) Kraft Mill CO, Monitoring and Reporting
AOP Comment:
Add language similar to Recovery Boiler CO & VOC (D.19-D.22): "Initial source testing; no
ongoing monitoring required by this permit."
This is helpful clarifying language.
Ecology Response:
Language has been updated.
9) Hog Fuel Boiler, Boiler MACT Subcategory
AOP Comment:
Under the current emission limit, add: “If Ecology issues an Applicability Determination that
stating that Boiler No.11 Boiler is a hybrid suspension grate boiler under NESHAP Subpart
DDDDD, the emission limit shall be: 3,500 ppm by volume on a dry basis; corrected to 3%
oxygen.”
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It appears likely that No.11 Boiler meets the definition for the hybrid suspension grate burner
designed to burn wet biomass solid fuel. NDP has not sought an applicability determination to
affirm this, but wishes to reserve the right to request such a determination in future, and in the
event that Ecology makes such a determination, to have the CO emission limit go into effect
without re-opening the AOP to amend the emission limit.
Ecology Response:
Ecology has chosen not to include the proposed updated language. Ecology believes that the
public should be afforded the opportunity to review a change in NESHAP Subpart DDDDD
subcategory. A change of this nature would require public comment.
10) Greenhouse Gases Emissions Performance Standards, 173-407 WAC (Hog Fuel Boiler
11; Power Boilers 6, 7, 9; and Recovery Boiler 10)
AOP Comment:
Delete this condition. WAC 173-407 is not an “applicable requirement” under WAC 173-401, as
it was not adopted under the Federal Clean Air Act, the State Clean Air Act, or any of the other
standards listed under WAC 173-401-200(4)(a).
Further, after detailed analysis of our electrical generation capacity, we have determined that our
facility is not a “Baseload electric generation facility” as defined by the rule, and is therefore not
subject to the emissions standard or monitoring, recordkeeping and reporting requirements of the
rule. (Whether or not Ecology agrees with this determination, the rule is not an applicable
requirement under WAC 173-401.)
Ecology Response:
Conditions B.25, C.6, and D.26 have been removed from the AOP.
11) Lime Kiln Citation
AOP Comment:
Change “Lime Kiln requirements cited in Condition K” to “Lime Kiln requirements cited in
Condition G”.
Sections have moved after removing NORPAC emission unit specific requirements.
Ecology Response:
Citations have been updated.
12) Evaporator Condensates Language
AOP Comment:
Clarify the intent by changing "evaporator condensates" to "evaporator vapor condensates", as
evaporator steam condensates do not contain the TRS (or HAP) compounds that pose a concern
for Lime Kiln emissions.
Clarifies the intent of the requirement. Evaporator vapor condensates contain TRS (and HAP)
compounds that pose a concern for Lime Kiln emissions, but evaporator steam condensate do not
contain these compounds of concern.
Ecology Response:
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Language has been updated.
13) Lime Kiln TRS Monitoring and Reporting
AOP Comment:
Change “Report test results monthly” to “Report results monthly”.
Lime Kiln TRS is not “tested”, it is monitored continuously using an approved CEM.
Ecology Response:
Language has been updated.
14) Stack Test Frequency
AOP Comment:
Add as footnotes at bottom of each table (B, D, E & G), or at the end of the AOP, similar to other
pulp & paper AOP’s:
“1If monitored emissions are equal to or greater than the emissions limit, source testing
frequency shall be increased from annual or quarterly to monthly until at least three consecutive
source test results are below the emissions limit.
2

If monitored emissions are less than or equal to 50% of the emission limitation for any four
consecutive quarters, emissions may be monitored annually. Annual tests must be conducted no
longer than 14 months after the previous test. If monitored emissions exceed the 50% threshold
for reduced monitoring frequency, emissions must be monitored quarterly for at least four
consecutive quarters before qualifying again for reduced monitoring frequency.
[WAC 173-401-615, or underlying applicable air order as basis for testing frequency flexibility]”
Ecology has allowed for a variety of reduced monitoring conditions for low emitting emission
units in the AOP’s for other pulp and paper mills in the Washington. The proposed changes
would be consistent with (though not identical to) language in other pulp and paper AOP’s.
The current AOP does not include a trigger for monthly testing following a source test showing
an exceedance of the limit. We recognized that monthly emissions testing would be appropriate
following an emission limit exceedance, to demonstrate continuing compliance following
corrective actions. However, we do not believe there is justification to require increased
monitoring frequency when a single test exceeds 75% or 80% of the limit, as is required in some
Ecology pulp and paper AOP’s.
This language is patterned after a similar footnote in the Port Townsend Paper Company (PTPC)
AOP allowing annual testing for very good emission performing sources. The PTPC AOP
requires that “Annual tests must be conducted between 10 and 14 months after the previous test”;
we propose language requiring annual testing to be conducted within 14 months of the previous
test, but not prohibiting annual testing within 10 months of the previous test. Similar to the
PTPC AOP, test results >50% of the emission limit would trigger resumption of more frequent
quarterly testing.
Ecology Response:
Ecology performed a statistical review of the quarterly stack test data for the previous three
years. The emissions measured during the stack tests, in general, are well below the emission
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limits established by the relevant standards. The standard deviation of the stack test results
shows low probability of emission exceedances at the current emission levels. The data set was
assumed to be normal. Shapiro-Wilk tests for normality were performed on the data sets. Three
of the seven data sets were determined to be normally distributed. Because the average stack test
values were so far below the limits, it was determined that skewed data (in the four data sets
which were non-normally distributed) would not have a significant impact on the results of the
statistical analysis.
Additionally, Ecology performed an additional review of out-of-state kraft mills, specifically the
AOPs issued by Oregon Department of Environmental Quality. Ecology looked at the stack test
frequencies for similar units and found that typical stack test frequencies ranged from quarterly
to annually. This is consistent with the draft AOP for NDP and is consistent with the low level
of emission (relative to the emission standards) from the NDP emission units.
Ecology has included flexibility in stack test frequency although the exact language as proposed
by NDP has been revised. Footnotes have been added to end of each applicable table. Stack test
frequency will be reassessed prior to the next issuance to ensure that more frequent monitoring is
not required.
Ecology has allowed for stack tests to occur between 8 and 14 months of the previous stack test
to allow for greater flexibility. Under the language proposed by NDP, annual stack tests could
occur in consecutive months.

Hog Fuel Boiler 11

Recovery
Boiler 10

Smelt Dissolver Tank
Vent

Lime Kiln

PM
0.05 gr/dscf
(7% O2)

PM
0.1
lb/MMBtu

PM
0.027 gr/dscf
(8% O2)

PM
0.120
lb/TBLS

TRS
0.0168
lb/TBLS

PM

Oct-14

0.0004

0.001

0.0023

0.004

0.0073

0.0003

0.0019

Jan-15

0.001

0.0022

0.0026

0.044

0.0082

0.0003

0.001

Apr-15

0.0003

0.0008

0.0044

0.043

0.0064

0.0004

0.0012

Jul-15

0.0005

0.0011

0.005

0.047

0.0079

0.0013

0.0024

Oct-14

0.0002

0.0003

0.002

0.054

0.0093

0.0003

0.0006

Feb-15

0.0012

0.0026

0.0029

0.06

0.0053

0.0002

0.0001

Apr-15

0.001

0.011

0.0033

0.052

0.0097

0.0001

0.0003

Jul-15

0.001

0.002

0.0029

0.053

0.0086

0.0003

0.0008

Oct-15

0.0008

0.002

0.0038

0.051

0.008

0.0004

0.0008

0.035 gr/dscf

Feb-16

0.0004

0.0009

0.0048

0.069

0.0051

0.0006

0.0068

Apr-16

0.0008

0.0017

0.0021

0.028

0.0034

0.001

0.001

Aug-16

0.0006

0.0012

0.003

0.052

0.0079

0.0006

0.0009

Mean

0.0007

0.0022

0.0033

0.0464

0.0073

0.0005

0.0015

Max

0.0012

0.011

0.005

0.069

0.0097

0.0013

0.0068

STD (σ)

0.00033

0.00284

0.00103

0.01661

0.00187

0.00035

0.00179

Mean + 2σ

0.00134

0.00792

0.00531

0.07964

0.01099

0.00118

0.00506

% (Max/Limit)

2.4

11.0

18.5

57.5

57.7

3.7

19.4
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15) One Hour Test Runs
AOP Comment:
Add as a footnote at bottom of each table (B, D, E & G), or at the end of the AOP, similar to
other pulp & paper AOP’s:
“3 Permittee may conduct one test run of at least one hour in lieu of a complete test including
three one hour test runs.
[WAC 173-401-615, or underlying applicable air order as basis for testing frequency flexibility]”
The allowance for a single one hour test run in lieu of a standard three-run test is patterned after
similar allowances in the AOP’s for PTPC and RockTenn-Tacoma. This allowance would be
especially helpful for the Lime Kiln, which is difficult to test using Reference Method 5, because
of the very low and variable stack gas flows/velocities due to variable flue gas demand from the
batch reactors at Specialty Minerals Incorporated.
Ecology Response:
Any change to sampling time or volume must be made to the underlying requirement where the
sampling time and/or volume are specified. For the Lime Kiln, Order No. DE 95AQ-I035 would
need amending.
16) Stack Test Reporting – More Time for Test Report Review
AOP Comment:
Change “Report test results in the monthly report” to “Report test results within 60 days of
sampling, in the monthly report for the month sampling was conducted, or in the monthly report
for the month subsequent to sampling.”
Alternatively, change to: “Report test results within 60 days of sampling. Report results in the
monthly report, if test results are available by the 7th day of the month following sampling;
otherwise, results may be reported in the subsequent monthly report.”
The requirement to report stack test results in the “next monthly report” (due the 15th day of the
following month) was more manageable when first established in the 1970’s. At that time, most
pulp mills had their own in-house stack testing teams, and certification by a Responsible Official
was not yet required for all reports required by the Air Operating Permit.
In contrast, most or all mills in Washington now contract out stack test services rather than
fielding an in-house stack testing crew. In our experience, contract testing firms are often (but
not always) able to provide preliminary results early enough to include those results in the “next
monthly report”. However, since certification of “truth, accuracy and completeness” is required
for emission test results submitted in the monthly reports, Ecology must allow greater time for
quality assurance reviews, both by the contract test firm and by the mill Environmental staff,
before the test results must be reviewed and certified by the Responsible Official.
Ecology Response:
Language has been updated in Conditions B.1, B.2a, B.2b, D.1, D.2, D.3, E.3a, E.3b, E.4, E.8a,
E.8b, G.1a, G.1b, and G.2.
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17) Source Description, Page 8, first full paragraph
SOB Comment:
Replace existing paragraph with the text below:
“On August 31, 2016, Weyerhaeuser NR Company sold the Liquid Packaging facility (including
bleached kraft pulp mill, liquid packaging board machine, and extruders) to Nippon Dynawave
Packaging Company (NDP), a wholly owned subsidiary of Nippon Paper Industries (NPI). NDP
is normally in operation seven days a week, 24 hours a day.”
The revised paragraph more accurately describes the facility name and the relationship between
NDP and NPI.
Ecology Response:
Language has been updated.
18) Condition B.25 – Carbon Dioxide Mitigation Program
SOB Comment:
Delete paragraph – not an applicable requirement.
See earlier discussion of Condition B.25 in the AOP.
Ecology Response:
Condition has been removed.
19) Condition C.6 – Carbon Dioxide Mitigation Program
SOB Comment:
Delete paragraph – not an applicable requirement.
See earlier discussion of Condition C.6 in the AOP.
Ecology Response:
Condition has been removed.
20) Changes to the Permit
SOB Comment:
Delete the following:
•
•

Conditions B.25 has been added to include the state-only greenhouse gas performance
standards in 173-407 WAC.
Conditions C.6 has been added to include the state-only greenhouse gas performance
standards in 173-407 WAC.

WAC 173-407 is not an Applicable Requirement, as discussed earlier.
Ecology Response:
The “Changes to the Permit” section has been updated.
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The following comments were received during the June 2017 public comment period.
Nippon Dynawave Packaging Company
21) Previous Comments
Comment:
We had previously provided comments on the February 10, 2016 Public Review Draft AOP &
SoB, which Ecology proposed while our facility was still owned by Weyerhaeuser NR
Company. We had also provided comments on the September 9, 2016 Public Review Draft AOP
& SoB, which Ecology proposed after our separation from Weyerhaeuser. We appreciate
Ecology’s favorable response to many of our previous comments. Our comments herein are
primarily directed at elements in the current revised draft AOP and SoB that are changed from
the earlier draft versions of the AOP and SoB.
Ecology Response:
Comment noted.
22) Introduction and Legal Authority Section
AOP Comment:
Nippon Dynawave Packaging Company explicitly requests to be permitted as a single major
Title V source, separate from either NORPAC or Weyerhaeuser NR Company, as our facilities
are no longer under common ownership or control. We take issue with EPA’s comments
suggesting that there is any question regarding our status as a separate major source under Title
5, or that there was any doubt that we wished to be permitted as a separate major source under
Title 5. Our desire and expectation to be permitted as a separate source has been quite clear in
our correspondence and conversations with Ecology regarding the Air Operating Permit, from
the time Weyerhaeuser announced its intention to sell the Liquid Packaging Facility until the
present time. We understand that Ecology has not yet made a disaggregation determination
regarding the site, and that the agency’s process for making such a determination may take some
time, but let there be no doubt that we desire to be permitted and treated as a separate major
source.
Ecology Response:
Comment noted.
23) AOP Condition B.2
AOP Comment:
For Hogged Fuel Boiler No. 11, Condition B.2b, remove the quarterly sampling requirement,
and/or the second item under Monitoring & Reporting which specifies providing notification to
the Administrator 30 days before the performance test is scheduled to begin. The notification
requirements of 40 CFR 60.8(d) would only apply to the initial NSPS Subpart D performance
test, which occurred many years ago and which would not be expected again during the air
operating permit term. The notification requirements of 40 CFR 60.8(d) should not apply to the
routine quarterly Method 5 tests required by Condition B.2a under authority of WAC 173-405040(5)(a).
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Ecology Response:
The quarterly sampling and notification requirements have been removed. A statement has been
added to clarify that compliance is demonstrated through compliance testing required by Permit
Condition B.2a.
24) AOP Condition B.11
AOP Comment:
For Hogged Fuel Boiler No. 11, remove Condition B.11 which refers to submitting an annual
report summarizing emissions during the calendar years 2007-2016 (only). NDP has already
submitted annual emission summary reports for these 10 years, which means that Condition B.11
will effectively provide no requirements that apply during the air operating permit term.
Ecology Response:
Condition B.11 has been removed. The remaining conditions in section B have been updated to
reflect the removal of Condition B.11 (i.e. draft AOP Condition B.12 is now Conditions B.11).
25) AOP Condition B.15
AOP Comment:
For Hogged Fuel Boiler No. 11, Condition B.16, modify the second item under Monitoring &
Reporting to read as follows: “In accordance with 40 CFR 63.7525(l)(8), the Permittee is
allowed to substitute the use of a SO2 CEMS for the annual HCl performance test.” The citation
of 40 CFR 63.7525(l)(8) should also be added to the Applicable Requirements column of the
table, by modifying the second Applicable Requirements item to read as follows: “40 CFR
63.7525(l)(8) and 40 CFR 63.7515(a) and (b) for testing frequency”.
Ecology Response:
A previously stated, the AOP Condition numbers have been updated. Condition B.15
(previously Condition B.16) has been updated to include language similar to that proposed by
NDP.
26) AOP Condition C.4
AOP Comment:
For Power Boilers 6,7,9, condition C.4, add the following statement as a third item under
Monitoring & Reporting: “Alternatively, if an oxygen trim system is utilized for any of the
boilers, the tune-up frequency may be reduced to once every 5 years as per 40 CFR
63.7540(a)(12) and Table 3. When a continuous oxygen trim system is used, set the oxygen
level no lower than the oxygen concentration measured during the most recent tune-up. This
alternative tune-up frequency will go into effect for a boiler at such time that NDP notifies
Ecology in writing that an oxygen trim system is in operation for that boiler.”
Ecology Response:
Language similar to that suggested by NDP has been incorporated.
“Alternatively, if an oxygen trim system is utilized for Boilers 6, 7, or 9; the tune-up frequency
may be reduced to once every 5 years as per 40 CFR 63.7540(a)(12) and Table 3. When a
continuous oxygen trim system is used, set the oxygen level no lower than the oxygen
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concentration measured during the most recent tune-up. This alternative tune-up frequency will
go into effect for a boiler at such time that the Permittee notifies Ecology in writing that an
oxygen trim system is in operation for that boiler.”
27) AOP Condition D.2
AOP Comment:
For Recovery Furnace No. 10, Condition D.2, remove the requirement to sample once per permit
term because 40 CFR 63 Subpart MM requires only an initial performance test for HAPS Metals
(PM as surrogate). Revise the first item under Monitoring & Reporting to read as follows:
“Reference Test Method is EPA RM 5. Compliance is determined by initial performance test”.
Since the initial Subpart MM performance test have already been conducted and are not expected
during the permit term, also remove the third item under Monitoring & Reporting on providing
notification 60 days prior to the performance tests.
Ecology Response:
Language has been updated. A statement has been added to clarify that compliance is
demonstrated through compliance testing required by Permit Condition D.1. Ecology has
omitted the proposed language stating that “Compliance is determined by initial performance
test.” This proposed language implied that future EPA Reference Method 5 test cannot be used
to demonstrate the compliance status of the facility with this standard.
28) AOP Condition E.3b
AOP Comment:
For Smelt Dissolver Tank Vent, Condition E.3b, remove the second item under Monitoring &
Reporting term because 40 CFR 60 Subpart BB requires only an initial performance test for PM.
Also remove the item under Monitoring & Reporting on providing notification 30 days prior to
the performance tests because the initial Subpart BB performance test has already been
conducted and would not be expected during the permit term.
Ecology Response:
Language has been updated. Additional language to include continuous monitoring and
recordkeeping requirements (which were previously referenced as applicable requirements in the
draft) has been added.
29) AOP Condition E.8b
AOP Comment:
For Smelt Dissolver Tank Vent, Condition E.8b, replace the text in Monitoring and reporting to
read as follows: “Reference Test Method is EPA RM 16, 16A, or 16B. Compliance is
determined by initial performance test”. 40 CFR 60 Subpart BB requires only an initial
performance test for TRS. The additional text on providing notification 30 days prior to the
performance tests and is not necessary because the initial Subpart BB performance test has
already been conducted and would not be expected during the permit term.
Ecology Response:
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Language has been updated. Ecology has omitted the proposed language stating that
“Compliance is determined by initial performance test.” This proposed language implied that
future EPA Reference Method 16 tests cannot be used to demonstrate the compliance status of
the facility with this standard.
30) AOP Condition G.1b
AOP Comment:
For the Lime Kiln, Condition G.1b, remove the requirement to sample once per permit term
because 40 CFR 63 Subpart MM requires only an initial performance test for HAPS Metals (PM
as surrogate). Revise the 1st item under Monitoring & Reporting to read as follows: “Reference
Test Method is EPA RM 5. Compliance is determined by initial performance test”. Since the
initial Subpart MM performance test has already been conducted and would not be expected
during the permit term, also remove the item under Monitoring & Reporting on providing
notification 60 days prior to the performance tests.
Ecology Response:
Language has been updated. Ecology has omitted the proposed language stating that
“Compliance is determined by initial performance test.” This proposed language implied that
future EPA Reference Method 5 tests cannot be used to demonstrate the compliance status of the
facility with this standard.
31) AOP Condition G.2
AOP Comment:
For the Lime Kiln, Condition G.2 refers to both the State Kraft Pulping Mills rule and Federal 40
CFR Part 60 Subpart BB regulations as the Applicable Requirements. Combining these
Applicable Requirements into one permit condition is problematic, as these State and Federal
regulations specify the same PM emission limit, but different Monitoring & Reporting
requirements. Ecology might consider splitting G.2 into G.2a and G.2b to address the State and
Federal rules, respectively. For the 40 CFR Part 60 Subpart BB requirements, replace the first
item in Monitoring and Reporting to read as follows: “Reference Test Method is EPA RM 5.
Compliance is determined by initial performance test”. Also remove the item under Monitoring
& Reporting on providing notification 30 days prior to the performance tests, because the initial
Subpart BB performance test has already been conducted and would not be expected during the
permit term, and routine quarterly testing required under the State Kraft Pulping Mills rule does
not require pre-test notification.
Ecology Response:
The permit conditions has been split into G.2a and G.2b. The language of the permit conditions
has been updated.
32) AOP Condition H.3
AOP Comment:
For the Slaker Vent Scrubber Stack, Condition H.3, correct the sixth sentence to read as follows:
“Whenever monitored pressure value is < 23 psi, the Permittee shall as soon as practical, but no
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later than 30 days, take corrective action to bring the parameter within prescribed range.” The
draft permit, like the existing permit, incorrectly states “>23 psi” as the trigger for corrective
action, but “< 23 psi” would be the proper statement for the context of this sentence.
Ecology Response:
Language has been updated.
33) AOP Condition M
AOP Comment:
Please revise the opening paragraph of Condition M, Compliance Monitoring Plan (CAM), to
read as follows: “Nippon Dynawave is required to submit a CAM Plan per 40 CFR Part 64. The
previous CAM Plan submitted by this facility with the 2014 AOP renewal permit application and
included in this permit’s statement of basis shall satisfy the CAM Plan submittal requirement.
CAM is applicable for PM/PM10 at Hog Fuel Boiler No. 11, Recovery Boiler No. 10, and the
Lime Kiln. Existing regulatory requirements assure continuous compliance using Continuous
Opacity Monitoring Systems (COMS). These existing requirements (Conditions B.3, D.9, and
G.4) satisfy the PM/PM10 CAM requirements.” The second sentence in this revised paragraph
will help clarify that a new CAM Plan is not needed, and that the facility’s existing CAM plan
properly addresses the 40 CFR 64 requirements.
Ecology Response:
Additional sentence has been added for clarity.
34) AOP Facility-Wide General Requirements
AOP Comment:
In the Facility-Wide General requirements section, no regulatory citation is currently listed for
Requirement #11 in the draft permit. We suggest adding the reference of [WAC 173-400105(7)] to the end of Requirement #11.
Ecology Response:
The regulatory reference has been added.
Longview Citizen
35) Community Impacts and AOP Recommendations
Comment:
Public comment re Nippon Dynawave draft air operating permit 0000124, Longview WA due to
ongoing community impact; frequent odors and air emissions affecting health, resident activities,
and quality of life. RECOMMENDED A-5 and A-10, LVHC one percent of operating time be
reduced to one quarter of one percent operating time. RECOMMENDED A-12 and A-17,
HVLC four percent of operating time be reduced to one percent operating time.
RECOMMENDED A-9, A-16, A-39 collection, make a first effort to repair or correct NO
LATER than ONE. Calendar day after the problem has been ID'd; complete the repair/correction
NO LATER than FIVE Calendar days after problem ID'd; eliminate allowable repairs at the next
process shutdown.
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Ecology Response:
As provided in WAC 173-401-600, air operating permits shall contain terms and conditions that
assure compliance with all applicable requirements at the time of permit issuance. AOP
Conditions A.5, A.9, A.10, A.12, A.16, A.17, and A.39 are environmental regulations that have
been established by EPA. Ecology does not have the authority to change these regulations.

76

