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2 YR UNITED STATES ENVIRONMENTAL PROTECTION AGENCY
{"m WASHINGTON, D.C. 20460

OFFICE OF
WATER

MEMORANDUM
SUBJECT: Guidance Manual for Iron and Steel Mamufacturing Pretreatment
Standards
~ - TN N
FROM: Martha G. Prothro, Director\W . \u. .\. N T,

Permits Division (EN-336)

Jeffery D. Denit, Director ', ,'1/\:"‘”/
Industrial Technology Divis/oéf"

TO: Users of the Guidance Manual

This manual provides information to assist Control Authorities and
Approval Authorities in implementing the National Categorical Pretreatment
Standards for the Iron and Steel Mamufacturing Point Source Category (40
CFR Part 420). It ie designed to supplement the more detailed documents
listed as reference in the manual; it 18 not designed to replace theam.

If you need more complete information on a specific item, you should
refer to the appropriate reference.

EPA developed this manual to fill several needs. First, it should
be useful to Control Authorities in responding to most routine inquiries
from regulated mills. More complex inguiries may require the use of the
listed references.

Second, the manual addresses application of the combined wastestream
formula to integrated facilities with regulated and unregulated wastestreams.
It also provides current {information on removal credits, variances and
reporting requirements. It further incorporates the final amendment to
the categorical standards reflecting the settlement of litigation issues
for the final rule.

The manmual is the third, in a series of induatry-specific guidance
manuals for implementing categorical pretreatment standards, and several
others will be issued soon. We also plan to issue manuals covering
removal credits, the combined wastestream formula and the couversion of
productionbased categorical standards to equivalent mass-based standards.

Pleagse feel free to write to either the Office of Water Regulations
and Standards (WH-552) or the Office of Water Enforcement and Peruits
(EN-336) with suggestions, additions or improvements.
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1. INTRODUCTION

The National Pretreatment Program established an overall strategy
for controlling the introduction of nondamestic wastes to publicly owned
treatment works {(POTWs) in accordance with the overall objectives of the
Clean Water Act. Sections 307(b) and (c) of the Act authorize the
Envirommental Protection Agency to develop national pretreatment standards
for new and existing dischargers to POTWs. The Act made these pretreatment
standards enforceable against dischargers to publicly owned treatment

works.

The General Pretreatment Reqgulations (40 CFR Part 403) establish
administrative mechanisms requiring nearly 1,500 POTWs to develop local
pretreatment programs to enforce the general prohibitions, specific
prohibitions and Categorical Pretreatment Standards. These Categorical
Pretreatment Standards are designed to prevent the discharge of pollutants
that pass through, interfere with, or are otherwise incampatible with the
operation of the POTWs. The standards are technology-based for removal of
toxic pollutants and contain specific numerical limits based on an
evaluation of specific technologies for the particular industry categories.
As a result of a settlement agreement between EPA ard the Natural Resources
Defense Council (NRDC), EPA was required to develop Categorical Pretreatment
Standards for 34 industrial categories with a primary emphasis on 65
classes of toxic pollutants.

This manual will provide guidance to POTWs on the implementation and
enforcement of the Categorical Pretreatment Standards for the Iron and
Steel Manufacturing Category. This document is based primarily on two
sources: Federal Register notices, which include the official announcements
of the Categorical Standards, and the Final Development Document for Iron
and Steel Manufacturing, which provide a summary of the technical support
for the regulations. Additional information on the regulations,
manufacturing processes, and control technologies can be found in these
sources. A listing of the references used in the development of this
manual is provided at the end of this document.

1-1
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Steel manufacturing involves many processes, which require large quanti-
ties of raw materials. Because of the variety of products and processes in
this industry, operations vary from pla
from plants engaging in a few production processes to extremely large inte-
grated complexes engaging in several or all processes. Even the smallest

steel facility represents a large industrial complex.

3

The gteel findu
steelmaking, and forming and finishing operations. In the first, coal is
converted to coke, which is then combined with iron ore and limestone in a
blast furnace to produce iron. The iron is purified into steel in either open
hearcth, basic oxygen or electric arc furnaces. Finally, the steel can be
further refined by vacuum degassing. The second component, following the
steelmaking processes, includes hot forming (including continuous casting) and
cold finishing operations. Primary hot forming mills reduce steel ingots to

slabs or blooms and secondary hot forming mills reduce these to billets,

involve other processes that do little to alter the dimensions of the hot

rolled product, but impart desirable surface or msechanical properties.

o ~ .3 2 __ _

jater is essential to the industry and is used in appreciable quantities
in virtually all operations. An average of 40,000 gallona of water is used in

producing every ton of finished steel, making this one of the highest water

users of any manufacturing industry. During the raw steelmaking and foraing

and finishing operations, toxic, nonconventional and conventional pollutants
enter the wagtewaters. EPA's gurvey of iron and steel mille fdentified 141

pollutants {n plant effluents. Some of these pollutants pass through POTW

treatment systems, interfere with biological treatmsent, or contaminate POTW

sludges. Pretreatment alternatives for the iron and steel industry are
~~~~~~~~~~~ astewvater to the

manufacturing process. Common treatment technologies include oil skimmin

n

metals precipitation, sedimentation, steam stripping, solvent extractionm,

blological oxidation (coke wastes), thickening, filtration, and vacuum filter

1-2



dewatering. lypx l1ly, the design, purchase and installation of this

Pretreatment standards for the iron and steel industry regulation were
first proposed in February 1974, and were first pramulgated on June 28,

1974. the most recent final regulations, which established specific

nunberical limitations falling within 10 of the 12 subcategories, were
proposed in January 1981 and finalized on May 27, 1982,

Petitions to review the final iron and steel industry regulation were
later filed by certain members of the iron and steel industry and the
Natural Resources Defense Council Inc. (NRDC). The challenges raised
were consolidated into one lawsuit, and in February 1983, the petitioners
and EPA reached a settlament agreament. This comprehensive settlement
resolved issues related to the steel industry standards and on October
14, 1983, changes to the regulation were proposed. These major amendments

to the Iron and Steel Standards were prami

21024) and include:

ramilgated on May 1

(1) An interim regulation establishing the method for calculating
applicable mass—-based pretreatment standards;

(2) Establishment of July 10, 1985 as date of final campliance with
iron and steel pretreatment standards;

(3) Pretreatment removal credits for phenols measured by the 4 AAP
method;

(4) Standards that are slightly higher for lead and zinc in the
Sintering and Iromaking Subcategories;

(5) Standards that are slightly higher for lead and zinc in the
Acid Pickling Subcategory:

(6) Modified effluent limitations and standards for zinc in the Hot
Coating Subcategory:;

(7) Modified cambined wastestream formula to allow control authorities
to exercise judgment to determine whether blowdown and noncontact
cooling streams are dilution or unregulated process streams;
and

(8) Regulation for pemmitting naminal discharges of spent oil or
water solution in the cold worked pipe and tube segments of the
Cold Rolling Subcategory, with a statement that limits and
standards for process wastewaters not regulated by prior
requlation are to be developed on a case-by-case basis.



2. IRON AND STEEL CATEGORICAL PRETREATMENT STANDARDS
(40 CFR PART 420)

2.1 AFFECTED INDUSTRY

The Iron and Steel Standards are applicable to wastewater discharged from
industries {ncluded within the Standard Industrial Classification (SIC) Major
Group 33 - Primary Metal Industries. Those parts of the industry covered by
this regulation are the subgroup SIC numbers 3312 (except Coil Coating), 3315,
3316 and 3317 and parts of 3479.

In developing this regulation, EPA deterained that different effluent
limitations are appropriate for distinct segments of the industry. The Agency

identified 12 main process subcategories which are:

1. Cokemaking 7. Hot Forming

2. Sintering 8. Salt Bath Descaling
3. TIronmaking 9. Acid Pickling

4. Steelmaking 10. Cold Forming

5. Vacuum Degassing l11. Alkaline Cleaning
6. Continuous Casting 12. Hot Coating

These twelve Iron and Steel Operations are briefly discussed below:

1. Cokemaking

Coke plants are operated at integrated facilicies to supply coke for
producing iron i{in blast €furnaces or at stand-alone facilities to
supply coke to other users. Nearly all active coke plants also
produce usable byproducts such as coke oven gas, coal tar, crude ot
refined light oils, ammonium sulfate or anhydrous ammonia, and
naphthalene. A byproduct coke plant consists of ovens in which
bituminous coal is heated without air to drive off volatile compo-
nents. The coke is suppled to blast furnaces, while the volatile
components are recovered and processed into byproduct materials.

The wmost significant wastewaters generated during byproduct coke-
making and byproduct recovery operations are excess ammonia liquor,
final cooler wastewater, light oil recovery wastewaters, barowmetric
condenser wastewvaters froam the crystallizer, desulfurizer waste-
waters, and contaminated wastewaters from air pollution emission
scrubbers for charging, pushing, preheating, and screening opera-
tions.

2-1
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Sintering

Sintering is an agglomeration process in which f{ron bearing mate-
rials (generally fines) are mixed with iron ore, limestone, and
finely divided fuel such as coke breeze. The fines consist of mill
scale from hot rolling operations and dust from basic oxygen
furnaces, open hearth furnaces, electric arc furnaces, and blast
furnaces. The raw materials are aixed before they are placed on the
traveling grate of the sinter machine. Near the head end of the
grate, the surface of the raw materials is ignited by a gas fired
ignition furnmace located over the bed. As the mixture moves along
the grate, air is drawn through the mixture at the wind boxes to
enhance combustion and sinter (fuse) the fine particles. As the bed
burns, carbon dioxide, cyanides, sulfur compounds, chlorides,
fluoridee and oil and grease are driven off with the gases.

The sinter drops off the grate at the discharge end and is cooled
(either by air or a water spray), crushed, and screened to maintain
uniforaity in the size of the sinter fed to blast furnaces.
Improperly sizéd sinter and fines from screening are returned for
reprocessing.

Ironmaking

Byproduct coke is supplied to blast furnace processes where molten
iron is produced for subsequent steelmaking. Iron ore, limestone
and coke are placed into the top of a blast furnace and hot air is
blown into the bottom. Combustion of the coke provides heat and a
reducing atmosphere that produce metallurgical reactions. The lime-
stone forms a fluid slag, which combines with unwanted impurities in
the ore. Molten iron and molten slag, which floats on top of the
{ron, are periodically withdrawn from the bottom of the furnace.
Blast furnace flue gas 1s cleaned and then used to preheat the
incoming air of the furnace.

Blast furnace operations use water for two purposes: (1) noncontact
cooling of the furnace, stoves, and ancillary facilities not
governed by these regulations, and (2) cleaning and cooling the
furnace top gases. Other waters, such as floor drains and drip
legs, are also part of the process wastewaters, but the volume from
these sources is relatively low.

Steelmaking

Steel is an alloy of iron containing less than 1.0 percent carbon.
Rav materials for steelmaking include hot metal, pig {iron, steel
scrap, limestone, burned lime, dolomite, fluorspar, iron ores, and
fron-bearing materisls such as pellets or mill scale. In steel-
aaking operations, the furnace charge i{s melted and refined by
oxidizing certain constituents, particularly carbon in the molten
bath, to specified low levels. Various alloying elements are added
to produce different grades of steel. Steelmaking processes in use
today are the open hearth furnace, the electric arc furnace, and the



basic oxygen furnace (BOF) which is the only one currently associ-
ated with discharges to POTWs.

Steelmaking processes generate fumes, smoke, and waste gases as
impurities are vaporized. Wastewaters are generated when semi-wet
or wet gas collection systems are used to condition and clean the
furnace off-gases. Particulates and toxic metals in the gases are
the wain source of pollutants and contaminants in process waste-
waters.

Pour main water systems are used in BOF steelmaking operations:

Oxygen lance noncontact cooling

Furnace trunnion ring and nose cone noncontact cooling
Hood noncontact cooling

Fume collection scrubber and gas cooling.

Most steelmaking operations recycle wastewaters to some degree.
Several plants recycle more than 90 percent of their process
effluents. Recycling is a good water conservation practice as {t
not only reduces the volume of fresh water needed by the gas
cleaning system, but also reduces the volume of wastewater dis-
charged.

Vacuum Degassing

In the vacuum degassing process, molten steel is subjected to a
vacuum to remove gases (principally hydrogen, oxygen, sulfur, and
nitrogen). The gases can impart detrimental qualities to finished
steel products if they are not removed.

Fumes and waste gases are generated by impurities in the steel. The
hydrogen, oxygen (reacted with carbon), and nitrogen dissolved in
the steel are drawn out by the reduced pressures in the vacuum
chamber. Wastewaters are generated in the vacuum degassing process
when exhaust steam, used to educt the fumes and gases, 1is condensed
in spray cooling (contact) chambers. Pollutants in the system
exhaust contaminate the cooling water, which is discharged into a
sump (hot well) through a stand-pipe.

Continuous Casting

The. continuous casting subcategory includes both ingot casting and
continuous casting processes. Ingot casting is the conventional
procedure of casting molten steel into ingots followed by reheating
and breakdown in primary hot rolling mills into semi-finished shapes
known as billets, blooms, or alabs.

In the continuous casting process, hot molten steel is poured from
the ladle into a refractory lined tundish. The tundish maintains a
constant head of molten metal and can distribute the molten steel to
more than one casting strand in multiple strand operations. The

2-3
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molten metal from the tundish pours through nozzles into an oscil-
lating, water-cooled copper mold, where partial solidification takes
place. Lubricants, such as rape seed oil, are sprayed into the
molds to aid steel movement through the mold. As the metal solidi-
fies in the mold, the cast product is withdrawn continuously. After
passing through the water-cooled molds, the partially solidified
product moves into a secondary cooling zone, where water sprays cool
and solidify it.

The continuous casting process has three masin water systems:

e Copper mold noncontact cooling water system
e Machinery noncontact cooling water system
e Cast product spray contact cooling water system.

Only the cast product spray contact cooling water is subject to this
regulation as the other two systems use noncontact cooling water
only. However, leaks of noncontact cooling water into the process
vater system would also be treated.

Hot Forming

Primary hot forming mills reduce ingots to slabs or blooms and
secondary hot forming mills reduce slabs or blooms to billets,
plates, shapes, strips, and other forms.

The basic operation in a primary mill is the gradual compression of
the steel ingot between two rotating rolls. Multiple passes through
the rolls, usually in a reversing mill, are required to reshape the
ingot into a slab, bdloom, or billet. As the ingot passes through
the rolls, high pressure water jets remove surface scale. The ingot
passes back and forth between the horizontal and vertical rolls
while msnipulstors turn it. When the desired shape i{s achieved in
the rolling operation, the end pieces (or crops) are sheared off.
The semi-finished pieces are stored or sent to reheating furnaces
for more shaping.

Scale, 01l and grease are the conventional pollutants discharged
from rolling mill operations. As the hot steel is rolled in the
mill stands, the steel surface oxidizes and scales or flakes off.
The scale particles, ranging in size from submicron to several
millimeters, are carried by water to scale pits where they settle
out. The particles are 70-75 percent iron as ferrous oxide (Fe0)
and ferric oxide (Pe.,0.). Overhead cranes equipped with clam
buckets are generally used to clean the scale pits. Scale pit
effluents are discharged to plént sewers or are partially recycled
back to the mills. The suspended solids in scale pit overflows can
be as high as 300 mg/l. These wastewaters can be further treated by
clarification, filtration, and recycling. Oils, generally in the
range of 15 to 45 mg/l, are found in rolling mill wastewaters
because of oil conditioning, oil spills, line ruptures, excessive
dripping of lubricants, and equipment wash—down. Wastewater con-
centrations as high as 150 mg/l may be reached during line ruptures.
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Oxidizing and reducing are the two processes within the salt bath
descaling subcategory. The oxidizing process uses highly oxidizing
salt baths maintained at temperatures of 700-900°P. These salts
react more aggressively with scale than with the base metal and, as
a result, produce a smoother surface than acid pickling.

During the oxidizing process the steel product {s placed in the
oxidizing bath after being tempered. After the product has been
exposed to thig chemical and thermal action, it ie coolad 1in &
"cold” water tank. Together, the chemical action and the sudden
cooling and steam formation csuse the gurface gcale to crack, so
that subsequent pickling operations can be more effective.

Reducing operations are similar except that they depend upon the
strong reducing properties of sodium hydride (1.5 to 2 percent by

weight) in a fused caustic soda bath at 700°F. Reducing operations,
like oxidizing operations, are operated as integral parts of the

pickling process.

Acid Pickling

Acid pickling is the process in which steel products are immersed in
heated acid solutions to remove surface scale.

Wastewaters are generated by three major sources in pickling
operations. The largest source is the rinse water used to clean the
product after it has been immersed in the pickling solution. The
second source is the spent pickling solution, or liquor, that has
become too weak to continue to treat the steel products. The spent
pickle liquor 13 a small volume, but is very acidic and contains
high concentrations of iron and toxic metal pollutants. It is dis-
charged intermittently. The third source is wastewater from wet

fume scrubbdbers.

Cold Rolling

Cold-reduced flat rolled products are made by cold rolling pickled
strip steel. The thickness of the steel i{s reduced by 25 to 99
percent in this operation to produce a smooth, dense surface.

The major process water use in cold rolling amills is for cooling and
lubricating the rolls and the steel product. This is done with
flooded lubrication systems, where a water-oil emulsion is sprayed
directly on the product and rolls. Each stand usually has separate
sprays and, if used, a separate recycle system. Past practice was
to discharge the water—oil wastes directly to the sewer. However,
the high cost of rolling oils and pollution control regulations have
changed this. Recycle and recovery systems are now in common use.
In fact, most of the newer cold rolling mills use recirculated ofil
solution systems to reduce oil use and pollutant discharges.
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Alkaline Cleaning

Alkaline cleaning is used where vegetable, mineral, and animal fats
and oi{ls must be removed from the steel surface prior to further
processing. Solutions of various compositions, concentrations, and
temperatures are often used for cleaning. Electrolytic cleaning may
be used for large scale production or where a cleaner product is
required. The alkaline cleaning bath is a water solution of
carbonates, alkaline silicates, phosphates, and sometimes wetting
agents to aid cleaning.

Wastewaters are discharged from two sources in alkaline cleaning
lines: the cleaning solution tank and the subsequent rinsing steps.
The cleaning solution tank contains a caustic solution with high
levels of sodium compounds and other components. At sowe lines, the
cleaning solution is reused continously. Fresh solution is added to
make up for dragout and evaporative losses. The baths are dis-
charged periodically to limit the buildup of contaminants (dissolved
solids and oils), or as soon as the cleaning ability of the solution
is weakened. A process being developed includes an ultrafiltration
system that continuously treats the alkaline cleaning solutions and
allows higher reuse rates.

Because most alkaline baths are used to clean large amounts of
steel, pollutants can build up to high levels. Typical levels of
pollutants found {n alkaline cleaning baths are shown below’

Pollutant or

Wastewater Characteristic Typical Values (mg/1)
Alkalinity 1,000

Iron, total 100

011 & Grease 1,500

pH (units) 12-13

Total Dissolved Solids 25,000

Total Suspended Solids 1,000
Temperature 70°=-200°F

The other source of wastewaters from the alkaline clesning process
is the rinse step, which follows the cleaning operation, and 1is
required to resove residual cleaning solution from the product.
Rinsing is done in spray chambers or one or several dip tanks
depending upon the degree of rinsing required. Although some lines
have standing rinse tanks (no continuous flow through the tanks),
many lines have rinse tanks with continuous water feed and overflow
to keep the rinse water cleaner and to cool the product.

Hot Coating

Hot coating processes involve dipping clean steel into baths of
molten metal to deposit a thin layer onto the steel surface. These
coatings provide desired qualities, such as resistance to corrosion,
safety from contamination, or a decorative bright appearance. The
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two major classes of metallic coating operations in the industry are
hot coating and cold coating. Zinc, terne, and aluminum coatings
are most often applied from molten metal baths, while tin and
chromium are usually applied electrolytically from plating solu-
tions. Nearly all hot coating operations discharging to POTWs use
the galvanizing process (zinc).

The major wastewater flows originating from hot coating operations
fall into three groups:

¢ Continuous dilute wastewaters from rinses following chemical
treatment or surface passivation steps and final product rinses
after hot dipping. These waters contain suspended and dissolved
solids, chlorides, sulfates, phosphates, silicates, oily matter,
and varying amounts of dissolved metals (iron, zinc, chromium,
lead, tin, aluminum, cadmium) depending on which coating metal is
used.

e Concentrated intermittent discharges (including fluxes), chemical
treatment solutions, and regenerant solutions from in-line {on
exchange gsystems. These discharges contain higher concentrations
of the pollutants noted above. Discharge volumes from these
sources can be minimized by close attention to maintenance and
operating conditions, and by using dragout recovery units. Hot
dipped coating baths themselves are never discharged. Instead,
they are recovered and continuously regenerated as part of the
coating operation, or by outside contractors.

e PFume scrubber wastewaters are produced by the continuous scrub-
bing of vapors and mists collected from the coating steps.
Scrubber wastewaters may be used as process rinses, since only
volatile components are present in the air to be scrubbed. Less
than 40 percent of all hot coating lines have wet fume scrubbers.
A few plants have dry fume absorbers.

Many of the subcategories were further divided to account for differences
in manufacturing processes and equipment. Separate limits were then developed

for each subdivision.

2.2 PRETREATMENT STANDARDS FOR THE IRON AND STEEL MANUFACTURING CATEGORY

The categorical pretreatment standards for the iron and steel industry
distinguish between existing sources and new sources. As a general rule, EPA
establishes pretreatment standards on the basis of concentration. However,
for the steel industry, the Agency believes the standards should be based upon
nass limitations (kg/kkg) to ensure that effective toxic pollutant control is

provided and to minimize the hydraulic {mpact of large volume discharges on
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product (except for acid pickling and hot coating operations with fume
scrubbers where mass limitations are expressed in kilograms per day for each

scrubber).

tion of cokemaking, are equivalent to best available technology (BAT) for
direct dischargers. BAT represents the wastewater treatment processes
necessary to achieve best available economic performance of wastewater

different ages, sizes, production rates, and other
________ for cokemaking facilities are based on treatment
technologies installed to pretreat cokemaking wastewater prior to on-site
blological treatment. These levels of treatment include technologles for
removing toxic pollutants, both by process modification and by end-~of-pipe
treatment, which could pass through or otherwise be incompatible with
operation of a POTW. Pretreatment standards have been developed by EPA for 10
of the 12 iron and steel subcategories. The two subcategories which do not
have pretreatment standards are Subpart G - Hot Forming and Subpart K -
Alkaline Cleaning. For these two subcategories, EPA has determined that there
s through
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POTW treatment plants or limit POTW sludge management alternatives. For the

10 regulated subcategories, the limits are presented in Tables 2.1, a-f.

The pretreatment standards for new sources

(P

manufacturing facilities for which construction began after January 7, 1981,
the date of the proposed regulation. New facilities are able to incorporate
process controls that reduce pollutant loadings, so in some cases the PSNS are
more stringent than PSES. The PSNS are based on the best available demon-
strated technologies and for most subcategories are identical to the PSES.

The exceptions are: Subpart I - Acid Pickling, Subpart J - Cold Forming, and
Subpart L - Hot Coating. The PSNS for these three subcategories are presented

in Tables 2.2, a-f.

N
)
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POLLUTANT LINITS (in kg/Kkg of product ualess otherwise noted)

TABLE 2.1s

PRETREATMENT STANDARDS POR EXISTING SOURCES (PSKS)

Phenol Naphths-  Tetrachloro- Cyanide Hexavaleat
Subpart Asmonis Chlorine (4AAP) lene sthyleone Chromiua (Total) Lead Nickel Zinc Chromtua
A. Cokemaking 1
l. Iroms aand Steel Ave. 0.0322 0.0215 0.00859
Han. ©.0045 0.043 0.06i72
1. Merchaat Ave. 0.0375 6.025 0.0100
Haz. 2.075% 20,0808 02,0200
3. Beehive*
. Stateriag’ Ave. 0.00501 0.0000501 0.00150  0.000150 0.000225
Max. 00,0150 0.000100 0.00300 0.000451 0.000676
C. Ironmsking
Iroa Ave. 0,00292 0.0000292 0.000876 0.0000876 0.000131
Max. 0.00876 0.0000584 0.00173 0.000263 0.000139%
Perro-
asaganese®
D. Steelmsking
i. Basic Oxygea
Turasce
{(307): semi-
wot®
2. B20F: Nei-cpes Ave. 0.0CC138 0.000207
Hax. 0. [} 0.000620
). MOF: Wetr- Ave. 0, 0000626 0, 0000919
suppressed Max. 0.000188 0.000282

A. Open Hearth
Purnsce: Wet®
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TABLE 2.1b
PRETREATMENT STANDARDS POR EXISTINC SOURCES (PSES) (Continued)

POLLUTANT LINITS (in kg/%kg of product unless othervise noted)

Phenaol ohthae- etra Cyanide Hexavelent
Subpart Ammonts Chlorine  (8AAP) lene ethylene Chromium (Totsl) Lead Nickel Ztac Chroslum
5. Klectric Arc
Purnace (EAF):
Seatl-wat*
6. BRAT: Vet Ave. 0.0001 38 0.000207
Max. 0.000413 0.000620
g. Vacwus Ave. 0.000031) 0.0000469
Degassing Nax. 0.0000939 0.000141
F. Coatisuwous Ave. 0.000011) 0.0000469
Casting Max. 0.00009)9% 0.000141
G. Wot Forming®®
N. Salt Bath
Desceling
s. Oxidiging -
i. ®sich, Sheet Ave. G.001i7 0.000876
and Plate Max. 0.00292 0.0026)
2. Batch, Bod  Ave. 0.000701 0.00052¢
and Wire Masx. 0.0017% 0.00158
3. Batch, Pipe Ave. 0.00284 0.00213
and Tube Max. 0.00709 0.00638
4. Coatinuocus Ave. 0.000551 0.000413
Max. 0.00138 0.00124
b. Reducing -
L. Betch Ave. 0.000542 0.0001139 Q.000407
Max. 0.001 3 0.00102 0.00122
2. Conttinuous Ave. 0.00304 0.0019%0 0.00228
Max. 0.00759 0.0056% 0.0068)

2-10



TABLE 2.ic
PRETREATMENT STANDARDS POR EXISTING SOURCES (PSE&S) {(Continued)

POLLUTANT LIMITS (1n kg/Kkg of product uanless otherwise noted)

vent scrubber)
(hg/day)

Phenol Naphthse- Tetrachloro- Cyanide Henavelent
Lesad 2inc Chroatus
Acid Pickling
Sulfuric
Acid Pickling -
1. BRod, Vire, Ave. 0.000175 0.000234
and Coil Mex. 0,000526 0.000701
2. Bar, Billet, Ave. 0.0000563 0.0000751
sad Bloom Max. 0.000169 0.000225
3. Strip, Ave. 0.000113 0.000150
Sheet, Max. 0.000338 0.000451
snd Plate
4. Plpe, Tubs, Ave. 0.000313 0.000417
and Other Max. 0.00093% 0.00125
5. Fume
Scrubber Ave. 0.0123 0.0164
(kg/day) Max. 0.0368 0.0491
Mydrochloric
Acid Pickling -
l. Rod, Wire, Ave. 0.000307 0. 000409
aad Cotl Max. 0.000920 0.00123
1. Strip,
Sheet , Ave. 0.000175 0.000234
and Plate Max. 0.000526 0.000701
3. Pipe, Tube, Ave 0. 000638 0, 00085)
ond Other Max. 0.00192 0.00255
4. Puse s Ave. 0.0123 0.0164
Scrubber Max. 0.0368 0.0491
5. Actid Re- Ave. 0.0819 0.109
generat ioa Mazx. 0.245 0.0327
(Absorber



TABLE 2.4
PRETREATMENT STANDARDS FOR EXISTING SOURCES (PSES) (Continued)

POLLUTANT LIMITS (1in kg/Kkg of prodect ualess otherwise noted)

Phenal kaphtha- Tetrachloro- Cyaatde Hexavalent
Subpart Asmonis Chlorine (4AAP) lene sthylens Chroatua (Total) Lead Nickel Ztac Chroatus
c. Combination
Acid Pickling
l. Rod, Vire, Ave. 0.000852 0.000638
and Cotl Max. 0.00213 0.00192
2. Ber, Bller, Ave. 0.000384 0.000288
snd Blooce Max. 0.000960 0.000864
3. Strip, Sheet, Ave. 0.0025%0 0.00188
snd Plate - NMax. 0.00626 0.003%6)
Coat iaucus
4. Strip, Sheet, Ave. 0.000768 0.000576
and Plste - Mex. 0.00192 0.0017)
Batch
5. Pipe, Tube, Ave. 0.00129 0.000%4
and Other Max. 0.00322 0.00289
6. Pume Ave. 0.0327 0.0245
Scrubber Max. 0.0819 0.07)%
(ng/day)
?
J. Cold Pomming
a. Cold Rolling
l. Reclrcula- Ave. 0.0000084 0.0000031  0.0000063 0,0000021
tios, Siagle Max. 0.000002! 0.0000031 0.0000209 0.00000% 0.0000188 0,000006)
Stand
2. Recircula- Ave. 0.0000104 0.00001 56 0.00004 18 0.000015%¢ 0.00003t) 0,0000i04
tioa, Multi~ Max. 0.000104 0.0000469 0.00009)% 0,0000313
ple Stands
). Couebdlination Ave. 0.0003%01 0.000188 0.000376 0.000125
Max. 0.00012% ©0.000188 0.00125 0.0005%61 G.00113 0.000376
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TABLR 2.ie
PRETREATMENT STANDARDS POR EXISTING SOURCES (PSES) (Contimued)

POLLUTANT LINITS (ia kg/Kkg of prodwct ualess otherwise noted)

Phenol Maphtha-  Tetrachloro- Cyantde oxavslent
Subpart Ammonila Chlorime  (4AAP) lene ethylene Chromiua (Total) Lead Wickel Zlac Chromiua
4. Direct
Applicsttion, Ave. 0.000150 0.0000563) 0.000113 0.0000376
singie Hax. G.0000378 G.00G05e3 0.56037e 0.000169 G.000338 0.000ii3
Stend
S. Direct Ave. 0.000448 6.0002%0 0.000565 0.000i67
Applicatioa, MNex. 0.000167 0.000250 0.00167 0.000751 0.00150 0.000501)
M lelala
Raltiple
Stand

b. Cold Norked
Pipe .-‘ Tube
Hillae

K. Alkalime

Cleaning®®

L. Mot Coating

a. Cslvanizing Ave. 0.000376 0.000%0 0,0000%01
and Othar Max. 0.00113 0.001%0 0.0001 5%
Coat lags -

Strip, Shest,
and Nisc.

b. Caiveniziang - Ave. 0.00i3% 0,00200 0.000200
Wire Producte Mex. 0.00451 0.00601 0.000601
and Pastensis

c. Pume Ave. 0.0123 0.0164 0.0016)
Scrubbers Max, 0.0368 0,049 0.00490

(kg/day)

Ave. = Aversge of dally values (or J0 comsecutive daye
Nax. = Maxiaun for say omes day

*This subpart is reserved.
*oo mmerical limits ware sstablished for this subcategory. However, they are sbject to the General
Pretrsatment Regulations in 40 CPR 40).
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TABLE 2.1f

PRETREATMENT STANDARDS POR EXISTINGC SOURCES (PSES) (Continued)
llncuuod loadings, not to exceed 24 perceat of these standards, are alliowed for by-product coke plents that have wet desulfurizatioa systems, but only to
the extent that such systems generate sa increased effluent volume. Increased loadings, nrot to exceed 58 percent of these standards, are allowed for
by—product coke plante that have indirect smmonia recovery systems, but oaly to the extent that such systems generate an increased effluent voluame.
zhcro.ood loadings, mot to exceed 2] percest of these standards are sllowed for by-product coke plaats that have wet desulfurization systems, but oaly to
the extent that euch systems generate sa tacreased efflueat volume. Increased losdinge, not to exceed 50 percent of these stendarde, are allowed for
by-product coke plants that have imdirect samonis recovery systems, but only to the extent that such systems gemerate sn laucreased effluent volume.
)'l'he standards for smmoalaz¥, cyaaide, aad phenols (4AAP) are applicedle oanly when stiatering wastewater is treated aiong with ironsaking wastewater.
"l'hou lialts apply to each fume scrubber sesociated with sulfuric scid pickling operstioas.
s'l'hou limits apply to each fume scrubber sssoclated with hydrochloric acid pickling operstions.

[
Thess limite spply to abeorbar veat scrubber wastewater sssociated with hydrochloric scid regeneration plants.

Ilor processes regulated by Subpsrt J, the limite oa chromium and nickel apply 1o lieu of the limits oo lesd and zinc whea cold rolling wastewaters sre
treated with descaliag or cosbination acid pickling waters.

8
Discharges from these operations to Publicly Owned Treatment Works are prohibited.



FRETREATHMENT STANDARDS FOR NEW SOURCES (PSNS)

POLLUTANT LIMITS (in wz/Kkg of pruduct unless otherwise noted)

Phenol Naphtha-  Tetrachloro- Cyanide Hexavalent
Subpart Ammonis Chlorine (sAAP) lene sthylene Chromiua (Total) Lead Nickel Zinc Chromfus
A. Cokemaking .
1. lrom sad Steel Ave. 0.0322 0.0215 0.00859
Max. 0.0645 0,043 0.0172
2. n‘rchcntz Ave. 0.0375 0.025% 0.0t00
Max. 0.0751 Q, 0501 G. 0200
3. Bechive*
Y S._-A_._-] Auva 0,.00801 0_ONN0%0) 0o SNl 0_Mu1k0 0000225
. lakering Avae. D.00501 0. 00002001 YO, A C.OU0LI5 LO00225
Max. 0.0150 0.000100 0.00100 0.000451 0. 000676
€. lrgnmaking
l. IlIron Ave. 0.00292 0.0000292 0,000292 0.00007 30 0.0000876
Max. 0.0087& 0.0000584 0.000584 0.000219 0.000263
2. Ferro-
ssunfsness®
D. Steslmaking
. Basic Oxygen
Furnece
(30F): Semi-
wet®
2. p0F: Mat-open Ave, 0.000138 0.000207
Hes. 0.0004i 3 0.000620
3. por: Wer- Ave. 0.0000626 0.0UVU9 19
suppressesd Max. g.oooted 0.000282

4. Open Hearth
Purnace: Met®




TABLE 2.1b
RETREATMENT STANDARDS POR NEW SOURCES (PSNS) (Contiaued)

POLLUTANT LIMITS (in kg/Xkg of product unless otherwise noted)

Phenol Naphtha-  Tetrachloro- Cyesnide Hexsvalent
Subpart Ammonis Chiorine (4AAF) lene ethyiene Chromiva (Total) Lead Nickel 2tnc Chromiua
5. EKlectric Arc
Furnace (EaF):
Seml -wet?®
6. EAP: Wet Ave. 0.000138 0.000207
Rax. 0.000413 0.000620
E. Vacuua Ave. 0.0000313 0. 0000469
Degassing Max. 0.0000939 0.000141
F. Coatiauous Ave. 0.0000313 0.0000469
Casting Max. 0.00009)9 0.000141
C. MNot Forsiag®**
H. Salt Bath
Descaling
a. Onidizing -
1. Batch, Sheet Ave. 0.00117 0.000876
snd Plate  Wax. 0.00292 0.00263
2. Batch, Rod Ave. ¢.00070) 0.000526
sad Uirs Moz, 0.0017% 0,00138
3. Batch, Pipe Ave. 0.00284 0.00213
and Tuba Maxm. 0.0070% 0.00638
4. Coatiswows Ave. 0.000551 0.00041)
Mex. 0.00138 0.00124
b. Reducing -
1. Batch Ave. 0.000542 0.000339 0.000407
Max. 0.00136 0.00102 0.00122
2. Coatinucus Ave. 0.00304 0.00190 0.00228
Rax. Q.0073% 0.00563 0.0068)




TaAMLE 2.2¢
PRETREATMENT STAMDARDS PFOR NEN SOURCES (PSNS) (Coatimued)

POLLUTANT LIMITS (1n kg/Xkg of product ualess othervise noted)

Fhenol Naphtha- Tetrachioro- Cysnide Hexavaient
Subpart Ammoais Chlortne  (4AAP) lene athylene Chromiue {Total) Lead Nickel Ztnc Chromiua
I. Aacid Pickling
8. Sulfurte

Acid Pickling -

I. Rod, Wire, Ave. 0.0000131) 0.0000417
and Coil Max, 0.0000%139 0.00012%

2. Bar, Bllet, Ave. 0.0000188 0. 0000250
and Blooa Max. 0.0000563 0.000075%

3. Strip, Ave. 0.000025%0 0. 0000334
Sheet, Max. 0.000073} 0.000100
and Plate

4. Pipe, Tube, Ava. 0.00004 38 0.0000584
and Other Max. 0.000131 0.000175

5. Fume
Scrubber Ave. 0.0i23 0.0104
(kg/day) Max. 0.0388 0.0491

b. Hydrochloric

Acid Pickliag -

L. =g4, Wirs,  Avs. 0.000037¢ 0.0000%0}
sad Coil Max. 0.000113 0.0000}

1. Sirip,
Sheet , Avae. 0.0000250 0.000033
and Place Max. 0.0000751 0.000100

3. Plpe, Tube, Ave 0.0000688 0.0000918
aad Other Max. 0.000206 0.000275%

4. Fuew Ave. 0.012) 0.0104
Scrubber Man. 0.0368 0.049¢
(ag/day)
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TABLE 2.24
PAETREATMENT STANDARDS FOR NEW SOURCES (PSNS) (Continued)

POLLUTANT LINITS (fa kg/Xkg of product unless otherwise noted)

Phenol Maphtha- Tetrachloro- Cyanide Hexavalent
lene ethylene Chroeiua Lead Nickel Iinc
Conbination
Acid Pickling
1. Red, Wire, Ave. 0.000117 0.0000876
and Cotl Max. 0.000292 0,000263
1. Bar, Blllet, Ave. 0.0000667 0.0000501
and Bloos Mex. 0.000167 0.000150
3. Strip, Sheet, Ave. 0.000284 0.000213
asnd Plate - Max. 0.000710 0.000638
Coat 1auone
A, Strip, Sheet, Awe. 0.000100 0.0000751
snd Plete - Max. 0.000250 0.000225%
Batch
5. Pipe, Tube, Ave. 0.000167 0.000125
and Other Max. 0.000418 0.000376
6. Pume Ave. 0.0327 0.0124%
Scrubber Nax. 0.0819 0.073s
(kg/day)
&
Cold Porming
Cold Bolling
1. Recircmla- Ave. 0.0000084 0.000003%  0.0000063 0.0000021
tioa, Simgle Max. 0.0000021 0.0000011 0.0000209 0.0000094 0.0000188 ©.000006)
Scand
1. Recirculs- Ave. 0.0000167 0.0000063 0.000012% 0.0000042
tion, meiti- Me=x. 0.0000042 0.0000063 0.0000418 0.0000188 0.0000376 0.0000125
ple Stands
3. Combinatios Ave. 0.000217 0.0000814 0.000163 0.00005k2
Max. 0.0000542 0.0000813 0.000%43 0.000244 0.000488 0.000163
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TABLE 2.2¢
PRETEEATMENT STANDARDS POR MEW SOURCES (PSNS) (Coatiaued)

POLLUTANT LINITS (18 kg/Kkg of product usless othervise moted)

Pheno! Naphtha- Tetrachloro- Cyaaide Hexsvalent
Subpart Ammonia Chlorime (48AP) lene ethylene Chrosiva (Total) Lead Nickel Zinc Chromium
4. Direct
Applicatiean, Ave. 0.0000418 0.00001 5¢ 0.0000313 0.0000104
Stegle Naz. 0.0000104 0.0000156 0.000104 0.000046% 0.000093% 0.000031)
5., Direct Ave. 0.000484 0.000182 0.000363 0.000521
Applicetion, Max. 0.000121 0.000182 0.00121 0.00054 5 0.00109 0.000363
Muitiple
Stond

. Cold Wertked
Pipe sed Tube
ll!llo’

K. Alkalime

Cleaning®®

L. Mot Ceating

8. GCalvsalszing Ave. 0.00009 )9 0.00012% 0.000012%
sad Othar Max. 0.000282 0.000376 0.0000376
Coatings -
strip, Sheet,
sad Misc.

b. GCalvamicsing - Ave. 0.000376 0.0005%0 0.000050}
Wire Predects Mesx. 0.00111) 0.00150 0,00015%0
asad Testensrs

c. Fume Ave. 0.012) 0.0164 0.0016)
Screbbere Nex. 0.0368 0.0491 0.004%0

(xg/day)

Ave. = Average of dally valuss for 30 comsecutive days
Max. = Mexlimus for eay eas day

*This subpart is reserved.

**No mmerical limits were established for this subcategory. However, they are subject to the General
Pretreatment Regulations in 40 CFR 403, ’ !
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TABLE 2.2f
PRETREATMENT STAMDARDS POR NEW SOURCES (PSNS) (Continued)

1

“Increased loadings, not to exceed 24 percent of these standards, are sllowed for by-product coke plants thst have wet desulfurization systems, but only to
the extent that such systema generste an incressed sffluent volume. Incressed loadiags, not to exceed 58 percent of these staadards, are allowed tor
by-product coke plants that have indirect smmoaia recovery systems, bul only to the extent that euch systeme generate an increased effluent volume.

2 JE o N s s L . . . . R N . R N PN . R R
“imncressed icadings, not to exceed Zi percent of theee etandarde are siiowed for by-product coke piants that have wet desuifurization systems, but oniy to
the extent that such systems generste sn increased effluent volume. Incressed losdinges, mot to exceed 30 percent of these standards, are allowed for
by-product coke piaats that have indirect ammoania recovery systems, but oniy to the exient thet such sysieme generate an increased eiiiuvent voiume.

l‘ﬁu standards for ammonia—N, cysaide, and phencis (44AF) are appiicable only wvhen siniering wastewater is trested siong with ironasking vastewater.
fums scrubbar associstsd with sulfuric scid plckling cpsrsticons.
fums scrubber ssscclated with hydrochloric acld pickling cpersticas.
at Subpart J, the limite on chromfua and nickel apply in lieu of the limits on lead and zinc when cold rolling wastewaters are
tk.c.llu or combinatlon acid pickling waters.

'Dhchngn trom these operatioas to Publicly Owned Trestment Works are prohibilted.



2.3 RELATIONSHIP TO ELECTROPLATING AND METAL FINISHING

In certain cases there may be same question regarding whether a
production process is covered by Iron and Steel Categorical pretreatment
standards or Metal Finishing pretreatment standards. For iron and steel
manufacturing operations also covered by metal finishing, the more specific
standards apply, i.e., iron and steel.

For example, if a plant perfomms pickling and electroplating at an
iron and steel then the metal finishing PSES apply only to the discharge
fran electroplating while the iron and steel PSES apply to the discharge
fram the surface preparation operation of pickling. Normally, the metal
preparation operation (pickling), would be subject to the metal finishing
requlation, however, because the iron and steel regulations specifically
include this operation perfommed in iron and steel mills, the iron and
steel regulation takes precedence for this wastestream.

2.4 POLLUTANTS EXCLUDED FROM REGULATION

The EPA excluded fram relation 81 of the 126 toxic pollutants that
are given priority consideration. These pollutants are found either in a
small number of sources and are uniquely related to those sources, or are
detected in the effluent in trace quantities, which are not likely to
cause toxic effects. These 81 pollutants are presented in Table 2.3.

2.5 COMPLIANCE DATES

In accordance with the settlement agreement, all existing industries
engaged in the manufacture of steel must comply with the Iron and Steel
Categorical pretreatment standards, by July 10, 1985 except for those
facilities identified in the regulations as being considered under separate
rulemaking for central waste treatment facilities. All new steel
manufacturing facilities must comply with pretreatment standards at the
time discharge commences.
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POLLUTANTS EXCLUDED FROM IRON AND STEEL REGULATION

TABLE 2.3

Pollutant

Unique
Occurrence

Trace
Quantities

-Dichloroethane
2-Trichloroethane
2,2-Tetrochloroethane

1,2

1,1

1,1
2=Chloronaphthalene
2

2

’
,4,6-Trichlorophenol
~Chlorophenol

1,2-Dichlorobenzene
1,4-Dichlorobenzene
1,1-Dichloroethylene
1,2-Transdichloroethylene
2,4=Dichlorophenol
1,2-Diphenythydrazene

Methylenechloride

Dichlorobromomethane

Isophorone

Nitrobenzene

2-Nitrophenol

2,4-Dinitrophenol
3,4-Benzofluoranthene

Benzo(K)fluoranthene

Benzo(ghi)perylene

Dibenzo(a,h)-anthracene

Indeno(1,2,3 cd)pyrene

Vinyl Chloride

Aldrin

Diedrin

Chlordane

4,4-DDT

4,4-DDE

4,4-DDD

a-endosulfan-Alpha

b-endosulfan-Beta

Endosulfan sulfate

Endrin

Endrin aldehyde

Heptachlor

Heptachlorepoxide

a=-BHC-Alpha

b-BHC-Beta
r-BHC-Gamma
g-BHC-Delta

PCB-1242

PCB-1254

PCB-1221
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TABLE 2.3

POLLUTANTS EXCLUDED FROM IRON AND STEEL REGULATION (Continued)

Pollutant

Unique
Occurrence

Trace
Quantities

PCB-1232
PCB-1248
PCB-1260
PCB-1016
Toxaphene
Beryllium
Mercury
Manganese
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3. TREATMENT TECHNOLOGIES

The treatment technologies described in this section are currently used
by iron and steel manufacturers to remove wastewater pollutants generated by
industrial processes. The technologies are grouped according to the subcate-
gories where they are used, and include oil skimming, metals precipitation,
sedimentation, steam distillation, solvent extraction, thickening and vacuum

dewatering.

3.1 TREATMENT OF COKEMAKING WASTES

Treatasent of wastewaters from this subcategory can be accomplished with a
system such as that illustrated below.

e t9 PFOTW

FETF

i

§
Hﬂ—@

CATSTALLIIIR
HLOWOoWN

With this system, process wastewaters are mixed with waste ammonia liquor
and enter a dephenolizer, which recovers phenolic compounds. The benzol plant
wastes and final cooler blowdown are initially treated in s gas flotation unit
where waste pickle liquor is used to break emulsions aud an inert gas mixture
is introduced to enhance the separation of oils and greases. The above two
waste streams are then combined, free ammonia i{s stripped and recovered and
lime or caustic soda is added to raise the pH to 1l or 12. Fixed ammonia
stripping is used to remove as much ammonia as possible prior to further
treatment. Wastes are then retained in an equalization/sedimentation basin
vith approximately one day's retention time. Unreacted lime particles and
other suspended matter separates out, and is periodically removed by clamshell
bucket or transferred to vacuum filters. The overflow from the bdasin is then

neutralized and aerated prior to discharge to the POTW.
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3.2 TREATMENT OF SINTERING WASTES

Sintering process wastewaters result from dust and gas scrubbing equip-
ment and from sinter cooling. The common practice is to coambine wastewater
streams for treatment. A treatment system suitable for meeting pretreatment

= =7

limitations for this subcategory is diagrammed below.

AECYCLE 98

PRTIA %o POTW

el

m ‘._"-*_j—‘
— 4

o0L109

With this system process wastewaters enter a thickener where oils and
gresse are resoved by skimming and solids are settled with the aid of a
polymer. Siudge removed from the thickener is dewatered on a vacuum fiiter.
Ninety-two percent of the thickener effluent is returned to the process.
Wastewater i{s discharged from the system after pressure filtration or metals

precipitation.

3.3 TREATMENT OF IRONMAKING WASTES

Prior to the mid-1970s, treatment of ironmaking wastewaters involved
removal of suspended solids by sedimentation, aided by flocculating agents to
fmprove removal rates. These clarified wastewaters were discharged without
further treatment. Today, about 50 percent of blast furnace wastevaier
treatment systems include recycling (after the thickener), and discharge only
a relatively small percentage (generally 5 to 10 percent) of the process flow.

Cooling towers are often used to lower the temperature of recycled waste. The
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thickener underflows are typically dewatered with the filtrate returned to the
thickener influent. The dewatered solide are either sent to sintering

operations or to off-site disposal. A typical wastewater treatment systea for

meeting pretreatment regulations is diagrammed below.
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In addition to the solids removal and recycle technologies, treatment
includes a two-stage chlorination process to destroy cyanide and to oxidize
phenols and ammonia. Following chlorination a reducing agent such as sulfur

dioxide i{s added to remove residual chlorine.

3.4 TREATMENT OF STEELMAKING WASTES

Wastewater treatment for discharges from this subcategory can be accom-

plished with a system such as that diagrammed below.
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L] A‘E‘ i | -ow
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(1) Recycle rates: 95% - Basic Oxygen Furnace - Suppressed

Combustion
90% - Basic Oxvaen Furnace - Open Combusti
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Wastevater initially enters a thickener, which reduces suspended solids
with the aid of a polymer or other coagulant aid. The solids are removed and
thickened on a vacuum filter. A major portion of the effluent from the
thickener i{s recycled to the process; the remainder flows to an inclined plate

separator after lime is added for removal of toxic metals.

3.5 TREATMENT OF VACUUM DEGASSING WASTES

A wastewater treatment system capable of meeting pretreatment regulations
for this subcategory is diagrammed below.

The first step in the pretreatment process involves gravity sedimentation
in a scale pit to remove suspended solids. The effluent from the scale pit
flows to a sump and is either recycled to the process through a cooling tower
or is treated with lime to precipitate metals. Wastewater is discharged after
solids and toxic metals are removed by lime precipitation and clarification in

anh inclined plate separator.

3.6 TREATMENT OF CONTINUOUS CASTING WASTES

The pretreatment standards for this subcategory can be met using the

treatment system diagrammed below.
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The process wastewaters first enter a scale pit where solide are removed
by sedimentation and oil is skimmed. A flat bed filter is then used for
additional solids removal (a pressure filter is recommended for meeting PSNS).
About 96 percent of the filter effluent is returned to the process; the rest

is treated with lime to precipitate metals in an inclined plate separator.

3.7 TREATMENT OF HOT FPORMING WASTES

About 20 hot forming operations discharge wastevaters to POTWs. In many
cases, these wastewaters are recycled to ainimize user fees to the industry
and to avoid hydraulically overloading POTWs. EPA believes that future
discharges to POTWs from hot forming operations, if any, will receive similar
treataent and will not contain high levels of toxic metals. The Agency
believes that the pass-through of toxic pollutants from hot forming operations
is not a problem. Thus, categorical pretrestment standards for hot forming

wastewaters were not promulgated.
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3.8 TREATMENT OF SALT BATH DESCALING WASTES

Wastewaters are generated at two points in oxidizing operations: in the
salt bath tank and in the rinse steps after it. The bath is a molten salt
solution that contains high levels of sodium compounds and other components.
The solution stays in the bath for a long time before being replaced. Because
of its highly contaminated nature and relatively small volume, this spent salt
solution waste is generally hauled off-site for disposal by private contrac-
tors. These salt solutions are treated at some plants by bleeding a small
volume of the waste solution into the pretreatment system over a period of

hours or days.

The other source of wastewater from oxidizing operations is the rinse
step that follows the descaling operation. This is the primary wastewater
source regulated by EPA. Wastewaters are produced in the same way for
reducing operations. Also, oxidizing operations are the main concern of POTWe
since they far ocutnumber reducing operations. The pretreatment of these

wastewvaters can be accomplished with the following systen.

ﬁf frjf —

Recycle
stream

il

Ay

Using this process, wastewater is treated with acid and sulfur dioxide to
reduce hexavalent chromium to trivalent chromium. The effluent from the
chromium reduction process first i{s treated by skimming to remove floating oil
and solids and then metals are precipitated in a clarifier using lime and a

polymer. Solids are dewatered with a vacuua filter.
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The aystem described below is capable of meeting PSES. A more complex

system would be needed to meet PSNS.

fuug
KaUse R
SLOWOOWN lar—y—~T1]

m o = \J L}
ot | i r EL I
msg T : =~ % —mm—— I Dtchem

weren | 4 = 1 = —
- [ l | l L CLARIP N

N ot

COuAL £ ATION g L |
i
(L1
[

Jeew| a0 | AsSOnaCH , vacm |
“;.:‘:“ e L1 ub . 'mm P ——
i e * Outy.

The several waste streams are combined in an equalization tank where olls
are skimmed. The wastewater is then treated with lime and a polymer and
aerated to oxidize iron from the ferrous to ferric state. Next, it enters a
.

clarifier to settla out solids and toxic metals, which are dewatsrsd on a

T
vacuum filter.

3.10 TREATMENT OF COLD ROLLING WASTES

Treatment of wastewaters from this subcategory can be met using the
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The treatment process includes o{l removal and solids removal. Floating
o1l is removed, then alum and acid are added to break emulsions. Solids and
0il are removed by air flotation following lime and polymer addition. A

vacuum filter is used to dewater solids.

3.11 TREATMENT OF ALKALINE CLEANING WASTES

Wastewaters from alkaline cleaning operations are relatively clean
compared to wastewaters from other steel induetry operations. Toxic pollu-
tants are present in untreated alkaline cleaning wastewater only at levels
below or near treatability levels. EPA has not promulgated numerical pre-

treatment standards for this subcategory.

3.12 TREATMENT OF HOT COATING WASTES

Pretreatment of galvanizing wastewaters can be achieved with a systea
similar to that discussed under waste treatment for the Salt Bath Descaling

subcategory.



4, RBQUIREMENTS OF THE GENERAL PRETREATMENT REGULATIONS

4.1 INTRODUCTION

The section provides a brief overview of the General Pretreatment
Regulations and identifies those provisions of the Regulations that have a
direct bearing on the application and enforcement of Categorical Pretreatment
Standards for the Iron and Steel Manufacturing category.

The General Pretreatment Regulations for Existing and New Sources
(40 CFR Part 403) establish the framework and responsibilities for
implamentation of the National Pretreatment Program. The effect of 40
CFR Part 403 is essentially three-fold. First, the General Pretreatment
Requlations establish general and specific discharge prohibitions as
required by Section 307(b) and (c) of the Clean Water Act. The general
and specific prohibitions are described in Section 403.5 of the Pretreatment
Regulations. they apply to all nondamestic sources introducing pollutants
into a POTW whether or not the source is subject to Categorical Pretreatment
Standards.

Second, the General Pretreatment Regulations establish an administrative
mechaniam to ensure that National Pretreatment Standards (Prohibited
Discharge Standards and Categorical Pretreatment Standards) are applied
to and enforced against industrial users. Approximately 1,500 POTWs are
required to develop a locally run pretreatment program to ensure that
nondamestic users camply with applicable pretreatment standards and
requirawents.

Third, and most importantly for the purpose of this guidance manual,
the General Pretreatment Regulations contain provisions relating directly
to the implementation and enforcement of the Categorical Pretreatment
Standards. They include the cambined wastestream formula, reporting
requirements, local limits, monitoring or sampling requirements, and
category determination provisions. POTW representatives should refer to
40 CFR Part 403 for specific language and requirements where appropriate.



4.2 CATEGORY DETERMINATION REQUEST

An existing industrial user (IU) or its POTW may request written certifi-
cation from EPA or the delegated State specifying whether the industrial user
falls within a particular industry category or subcategory and is subject to a
categorical pretreatment standard. The deadline for subamitting s category
determination request by existing industrial users subject to the Iron and
Steel Manufacturing categorical pretreatment standards has passed. A new
industrial user or its POTW may request this certification for a category
determination any time prior to commencing its discharge. The contents of a
category determination request and procedures for review are presented in

Section 403.6(a) of the General Pretreatment Regulations.

4.3 MONITORING AND REPORTING REQUIREMENTS OF THE GENERAL PRETREATMENT

REGULATIONS

In addition to the requirements contained in the Iron and Steel Manu-
facturing categorical pretreatment standards, industrial users subject to
these standards must fulfill the reporting requirements in Section 403.12 of
the General Pretreatment Regulations. These requirements include the sub-
mission of baseline monitoring reports, compliance schedules, compliance
reports (initial and periodic), notices of slug loading, and recordkeeping.

Each reporting requirement is summarized briefly below.

4.3.1 Baseline Monitoring Reports

All industrial users subject to categorical pretreatment standards must
submit a baseline monitoring report (BMR) to the Control Authority. The
purpose of the BMR is to provide information that the Control Authority needs
~to document the industrial user's current status of compliance with a cate-
gorical pretreatment standard. The Control Authority is defined as the POTW
{f it has an approved pretreatment program; otherwise the BMR will be sub-
mitted to the State (if the State has an approved State Pretreatment Program)
or to the EPA Region. Additional guidance on BMR reporting is available from

the EPA Regional Pretreatment Coordinator.
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BMR Due Dates

Section 403.12(b) requires that BMRs be submitted to the Control Author—

ity within 180 days after the effective date of a Categorical Pretreatment

Standard or 180 days after the final administrative decision made on a

category determination request ([403.6(a)(4)], whichever date i{s later. BMRs

for industries regulated by the Iron and Steel Manufacturing standards were

due January 6, 1983.

BMR Content

A BMR must contain the following information as required by Section
403.12(b):

1.

2.

3.

3.

6.

Name and address of the facility and names of operator(s) and
owner(s).

List of all environmental control permits held by or for the facil-
ity.

Brief description of the nature, average production rate, and SIC
code for each of the operation(as) conducted, including a schematic
process diagram that indicates points of discharge froa the regulated
processes to the POTW.

Flow measurement information for regulated process streams discharged
to the municipal system. Flow measurements of other wastestreams
will be necessary L{f application of the coambined wastestream formula
is necessary.

Identification of the pretreatsent standards applicable to each
regulated process and results of measurements of pollutant masses.
All samples must be representative of daily operations and results
reported must include values for daily maximum and average concen-
tration (or mass, where required). If the flow of the regulated
stream being sampled is less than or equal to 250,000 gallons per
day, the industrial user must take three samples within a two week
period. If the flow of the stream is greater than 250,000 gallons
per day, the i{industrial user must take six saamples within a two week
period. If samples cannot be taken immediately downstream froa the
regulated process and other wastewaters are aixed with the regulated
process, the industrial user should measure flows and concentrations
of the other wastestreanms sufficiently to allow use of the coabined
wastestresm formula.

Statement of certification concerning compliance or noncompliance
with the Pretreatment Standards.



7. If not in campliance, a schedule must be submitted with the BMR that
describes the actions the user will take and a timetable for campleting
those actions to achieve cawpliance. This campliance schedule must
contain specific increments of progress in the form of dates for the
canmencement and campletion of major events. However, no increment of
the schedule shall exceed 9 months. Within 14 days of each campletion
date in the schedule, the industrial user shall submit a progress
report to the Control Authority indicating whether it camplied with
the increment of progress to be met on such date, or, if not, the
date on which it expects to camply and the steps being taken to return
to the schedule.

4.3.2 Report on Campliance

Within 90 days after the cawpliance date for the Iron and Steel
Manufacturing pretreatment standards or, in the case of a new source,
following cammenceament of the introduction of wastewater into the POIW,
any industrial user subject to the standards must submit to the Control
Authority a report on campliance that states whether applicable pretreatment
standards are being consistently met. The report must alsc indicate the
nature and mass of all regulated pollutants in the facility's regulated
proceas wastestreams. If the facility is not in campliance, the report
must explain the additional operation and maintenance and/or pretreatment
that will be necessary to achieve compliance (see 40 CFR 403.12(d)).

4.3.3 Periodic Reports on Continued Campliance

Unless required more frequently by the Control Authority, all
industrial users subject to the Iron and Steel Manufacturing categorical
pretreatment standards must submit a semiannual periodic campliance report
in the months of June and December (or other months specified by the
Control Authority). The report shall indicate the nature and masses of
the regulated pollutants in the IU's discharge to the POIW, the average
and maximum daily flow rates of the facility, the methods used to sample
and analyze the wastewater, and a certification that the sampling and
analytical methods conform to those methods outlined in the regulations
(see 40 CFR 403.12(e)).
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4.3.4 Notice of Slug Loading

Section 403.12(f) requires industrial users to immediately notify the
POTW of a slug load of any pollutant released to the POTW, including oxygen
demanding pollutants (BOD, etc.) that may cause interference at the POTW.

4,3.5 Monitoring and Analysis to Demonstrate Continued Compliance

Section 403.12(g) states that the frequency of monitoring to demonstrate
continued compliance shall be prescribed in the applicable pretreataent stan-
dard. The Iron and Steel Manufacturing pretreatment standards do not estab-
lish any monitoring frequency. Therefore, the appropriate Control Authority
must establish monitoring frequency to adequately demonstrate that indirect
dischargers subject to the pretreatment standards comply with theama. Unless
otherwise noted in the appropriate paragraph of Section 403.12, the monitoring
frequency established by the Control Authority shall be used in the baseline
monitoring report (403.12(b)(5)), the report on compliance with categorical
pretreatment standard deadline (403.12(d)), and the periodic reports on con-~
tinued compliance (403.12(e)).

Sampling and analysis shall be conducted in accordance with the proce-
dures established in 40 CFR Part 136 and any amendments to it or shall be
approved by EPA. When Part 136 techniques are not available or are inappro-
priate for any pollutant, then sampling and analysis shall be conducted in
accordance with procedures established by the POTW or other validated proce-
dure. All procedures for sampling and analysis not {ncluded 1in Part 136 wmust

be approved by EPA.

4.3.6 Signatory Requirements for Industrial User Reports

All reports submitted by industrial users (BMRs, initial reports on
compliance, periodic reports, etc.) must be signed by an authorized represen-

tative of the company in accordance with Section 403.12(k).

4.3.7 Recordkeeping Requirements

Any industrial user subject to the reporting requirements of the General
Pretreatment Regulations shall maintain records of all information that
results from any monitoring activities required by 403.12 for a ainimua of
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three years [403.12(n)]. These records shall be available for inspection
and copying by the Control Authority.

4.4

APPLICATION OF COMBINED WASTESTREAM FORMULA

One provision of the General Pretreatment Regulations that will
of ten be used by POIWs and industries to properly monitor and report on
campliance with categorical pretreatment standards is the Cambined
Wastestream Formula (CWF) (40 CFR 403.6(e)]. The CWF is a mechaniam for
calculating appropriate limits specified in applicable regulations for
wastewater in which process wastestreams are mixed with effluent. The
CWF is applied to the mixed effluent to account for the presence of the
additional wastestreanms.

As part of the Settlaement reflected in the May 17, 1984 amendment,
the preamble (49 FR 21027) states that mass-based limits (mass/day) should
be applied to integrated facilities covered by production-based standards
only and a canbination of production-based and concentration—based
standards.

The following definitions and conditions are important to the proper
use of CWF,

Definitions

Requlated Process Wastestream - industrial process wastestream
regulated by National Categorical Pretreatment Standards.

Unregulated Process Wastestream - industrial process wastestream
that is not regulated by a categorical standard.

Dilute Wastestream - boiler blowdown, sanitary wastewater,
noncontact tnolxm water blowdown, and Paragraph 8 excluded

wastestreams containirg none or only a trace amount of the
ragulated pollutant.

Note: These definitions apply to individual pollutants. A wastestream
fram a process may be “regulated” for one pollutant and
"unregulated for another. In addition, the May 17, 1984

streams,
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of a pollutant in a wastestream. usually expressed in mg/l
{lb/gal).
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® Mass-based Limit - Limit based on the actual quantity of a
pollutant in a wastestream and the wastestream volume, usually
expressed in kg/day (lb/day).

4.4.1 (WP Conditions

To ensure propoer application of the CWP, the following conditions
must be met by a municipality and its industries [40 CFR 403.6(e)):

° Alternative discharge limits that are calculated in place of a
categorical pretreatment standard must be enforceable as categorical
standards.

° Calculation of alternative limits must be perfommed by the Control
Authority (POTW) or by the industrial user with written permission
fram the POIW.

° Alternative limits must be established for all regulated pollutants
in each of the regulated processes.

® Both daily maximum and long-temm average (usually monthly)
altermative limits must be calculated for each regulated pollutant.

° Alternative limits must be established for all regulated pollutant
in each of the regulated processes.

° If process changes at an industry warrant, the Control Authority
may recalculate the alternative limits at its discretion or at
the request of the industrial user. The new alternative limits
must be calculated and became effective within 30 days of the
process change.

° The Control Authority may impose stricter alternative limits, but
may not impose altermative limits that are less stringent than
the calculated limits.

° A calculated alternative limit cannot be used if it is below the
analytical detection limit, the IU must either: 1) not cambine
samne of the dilute streams before they reach the cambined treatment
facility, or 2) segregate all wastestreams entirely.

4.4.2 Monitoring Requirements for Industrial Users Using the CWP

Requirements for self-monitoring by an industrial user are necessary
to ensure campliance with the alternative categorical limit. Because the
Iron and Steel Manufacturing pretreatment standards do no include self-
monitoring requirements, the Control Authority will establish appropriate
self-monitoring requirements.

4.4.3 Application of the CWFP

The cambined formula for mags-based limits is in Table 4.1. Table
4.2 presents an example of how the CWF is used to calculate alternative
limits for specific iron and steel mamufacturing operations. Before
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Mass Limit Formula

N \
M = } 5 Hi) X l N
t - -
V=i \L /
1=l l’i
Ht ~ alternative mass limit for the pollutant

Mj; - Categorical Pretreatment Standard mass limit for the pollutant in
requlated stream i {the Categorical Pretreatment productionbased
standard limit multiplied by the appropriate mesasure of production)

F{ - average daily flow (at least 30 day average) of regulated stream i
Fq - average daily flow (at least 30 day average) of dilute wastestream(s)
Fy - average daily flow (at least 30 day average) through the cambi ned

treatmant facility (including regulated, unregulated, and dilute

(24 «252a2% allla agmam e g . Wl “Casuw

vastestreams)

<
[

total number of regulated streams



TABLE 4.2
OOMBINED WASTESTREAM FORMULA EXAMPLE CALCULATION

EXAMPLE

This example demonstrates for one of the regulated pollutants (lead)

how production-based pretreatment standards fram an acid pickling operation
(limited under 40 CFR Part 420 (Iron and Steel Point Source Category),
campliance date of July 10, 1985) are cambined with concentration-based
pretreatment standards from a metal finishing (electroplating) operation
(limited under 40 CFR Part 433 campliance date of February 15, 1986) to
arrive at cambined mass-based limit. The calculations below are made

with the assumption that both cawpliance dates have passed. (Note:

For calculations prior to the metal finishing campliance date, the electro-
plating wastestrean would be considered unregulated and the flow value

(P{) fram the iron and steel opsrations would be necessary to use the

CWF.)

Acid Pickling Production:

Hydrochloric Acid Pickling-Strip Products -- 2150 tons/day
Number of fume Scrubbers === 3 units
Electroplating Wastewater flow (plating ———— 403,200 gpd
bath and final rinses only)
HYDROCHLORIC
ACID PICKLING
METAL FINISHING OF STRIP PRODUCTS
(ELECTROPLATING) 2150 tons/day
403,200 3 fume scrubber
Cateqorical PSES ___Categorical PSES 40 CFR 420
40 CFR 433 (mg/1) Subpart I, Section 420.95(b)(2)
Monthly Daily and (b)(4)
Ave. Max. 30 Day Daily
ave. max imum
Lead 0.45 0.69 PICKLING [FAD 0,000175 0.000526
(#/1000 ¢
Product)
\ B
Fume IEAD 0.0123 0.0368
Scrubber
(kg/day ea.)
Applicable
Pretreatment
Standards

Lead



Example Calculations

For the Lead Calculation:

Iron and Steel Lead Daily Maximum Limit = Limits for (Pickling) +3(Fume Scubber)

= Categorical Standard for Pickling x Production Rate
for Pickling +3 x (Categorical Standard for each fume
scrubber)
= {(0.000526 $/1000 # product) x (2150 tons/day x 2000 #/ton x
1 $#/1000 # product)) + 3 (0.0368 kg/day ea. x 2.2 1lbs/kg)
Lead (Iron and Steel) = 2.2618 + 0.2429 = 2,50 #/day Daily Max.

Metals Finishing Lead Daily Maximum Limit = Categorical Standard x flow

= 0.69 mg/1 x (403,200 gpd x 8.34/106 Conversion Factor)
Lead (Metal Finishing) = 2.32 #/day Daily Max.

Since there is no dilution flow the applicable
maximum limit €for the facility is:

retreatment lead daily

"

Lead Daily Maximum = 2.50 #/day + 2.32 #/day
= 4.82 §/day

The 30-day limitation, calculated in a similar manner, {s 2.28 $#/day.
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using the CWF, remember that when two or more regulated wastestreams are
mixed prior to treatment, it is necessary to determine which pretreatment
regulation applies to each regulated wastestream before they are mixed.
For additional information on categorical pretreatment standards and the
canbined wastestream formula, refer to the marual entitled "Guidance
Manual for the Use of Production-based Pretreatment Standards and the
Cambined Wastestream Pormula®™ (September 1985). For calculation of the
total toxic organics {(TTO) limit, refer to the manual entitled, “"Guidance
Manual for Implamenting Total Toxic Organics (TTO) Pretreatment Standards
(Septeamber 1985).

4.5 REMOVAL CREDITS

A rawoval credit allows a POIW to provide its categorical industrial
users with a credit (in the formm of adjusted categorical pretreatment
standards) for ramoval of pollutants by the POIW. Industrial users
receiving such a credit are allowed to discharge to the POIW greater
quantities of regulated pollutants than otherwise permitted by applicable
categorical standards. Whether or not to seek authority to grant removal
credits is at the discretion of the POIW. Section 403.7 of the General
Pretreatment Regulations establishes the conditions under which a POIW
can obtain approval to grant removal credits and specifies the means by
which these removal credits are to be determined.

In 1977, Congress amended section 307(b) of the Clean Water Act to
provide for removal credits. EPA originally implemented that provision
and established the conditions under which POIWs could obtain authorization
to grant removal credits in the June 26, 1978, General Pretreatment
Regulations. On Jarmuary 28, 1981, the ramoval credits provision was
agained amended. On August 3, 1984 (49 Fed. Req. 31212) the removal
credits provision was again amended. Under the current provision, any
POTW seeking removal credit authority is required to demonstrate its
removal performance by sampling its influent and effluent and calculating
its removal rates based on these data. Removal capability of each POIW,
therefore, is to be detemmined on a case-by-case basis. In addition to
the sampling requirements, the provision specified the other prerequisites
for obtaining ramoval credit authority. Only the Approval Authority
(either EPA or the State) can grant removal credit authority to a POTW.

For more information on removal credits, refer to the marnual entitled
"Guidance Marual for Preparation and Review of Removal Credit Applications”
(September 1985).

As part of the amendments to the iron and steel categorical standards
(40 CFR 420.06) EPA acknowledged that biological treatment systams amployed
at POIW's will, in large measure, remove those pollutants for which
phenols (4AAP) is used as an indicator pollutant to the same degree as
they remove phenols (4AAP). Thus, removal allowances pursuant to 40 CFR
403.7(a)(1) may be granted for phenols (4AAP) limited in the iron and
steel industry whether or not it is used as an indicator or surrogate
pollutant.
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' FACTORS VARIANCE

A request for a fundamentally different factors (FDF) variance is a
mechaniam by which a categorical pretreatment standard may be adjusted on
a case-by-case basis. If an indirect discharger, a POIW, or any interested
person believes that the factors relating to a specific indirect discharger
are fundamentally different from those factors considered during development
of the relevant categorical pretreatment standard and that the existence
of those factors justifies a different discharge limit from that specified
in the Categorical Standard, then they may submit a request to EPA for
such a variance (See 40 CFR 403.13).

4.7 LOCAL LIMITS

Local limits are mnumerical pollutant concentration or mass-based
values that are developed by a POIW for controlling the discharge of
conventional, non—corwentional, or toxic pollutants fram indirect saurces.
They differ fram national categorical pretreatment standards in that
categorical pretreatment standards are developed by EPA and are based on
the damonstrated performance of available pollutant control technologies
for specific categorical industries. These technology-based categorical
standards do not consider local envirommental criteria or conditions, but
are developed to assure that each industry within a specified category
meets a minimum discharge standard that is consistent for all POTWs across
the United States. Local limits, on the other hand, are developed to
address specific localized impacts on POTWs and their receiving waters.
Local limits are typically designed to protect the POIW fram:

6 Introduction of pollutants into the POTW that could interfere
with the operation

Pags-thraugh of inadequately treated pollutants that cauld violate

a POTW's NPIES permit or appllcable water quality standards

o]

o Contamination of a POIW's sludge, which would limit sludge uses

or d4i qnﬁna] practices.
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factors that are unique to a FOTW, whereas categorical pretreatment
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programe and the relationship between local limits and categorical standards
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"local Limit Requirements for POIW Pretreatment Programs”.

To assist rmmcipahties in develq:ing defensible and technically
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limit development in its document "Guidance Marual for POTW Pretreatment

Program Development.® Appendix L of the manual lists the general
methodology, required formulas, and typical emvirommental criteria used
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to develop local limits. The manual is available fram EPA Regional
offices and delegated States and should be carefully followed when
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developing local limits. A more detailed guidance manual for local limit
development is currently under development. The general methodology
includes the following four steps:

Step 1 - Determine the maximum headworks loading (for each specific
pollutant) that will assure that the objectives of the
pretreatment program are met,

Step 2 - Calculate the allowable loading to the POTW by subtracting
the uncontrollable portion of pollutant discharge to the
POIW (fram damestic, cammercial, and infiltration/inflow
sources) fram the total headworks loading value.

Step 3 - Distribute the controllable loading to industrial users
through an allocation process.

Step 4 ~ Derive specific local limits from the allocation results.

This four-step process must be followed for each pollutant that the
POIW determines may need a specific local limit. As a general rule, the
limit setting analysis should be performed for all pollutants that are
discharged to the POTW in significant quantities. The POTW can identify
pollutants of concern through its industrial waste survey. A procedure
for evaluating industrial waste survey results is included in the EPA
guidance marnual mentioned above.

To assist POIWs with the development of local limits, EPA has also
developed a camputer program that incorporates the general methodology
required to develop local limits and perfooms a substantial rnumber of the
calculations required to develop these limits. This camputer program has
the following capabilities.

0 Performms the four-step limit setting analysis on microcamputer or
mainframe

o Screens input data provided by the POIW

0 Supplements POTW data with built-in files containing data on
industrial and municipal wastewater characteristics, POIW removal
rates and POTW inhibition values

o Allocates controllable pollutant loads using several different
methodologies

o Caompares calculated local limits to EPA categorical standards.
POTWs may obtain information on this computer program by contacting the
EPA Regional office. Instructions are available on how to obtain and

use the camputer program as well as how to gain access to a camputer
systam that supports it.
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Local Limits Requirements for POIW Pretreatment Programs, memorandum
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Copies of the technical and econamnic documents may be obtained fram the
National Technical Information Services, Springfield, VA. 22161 (703/487-
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Permits Division (EN-336), Washington, DC 20460.
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