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Steel Grit Blasting Operation 

After fabrication, some steel tanks and some structural steel shapes are steel grit blasted with a fine material. Grit 

blasting at the facility occurs five hours per day on average. 

The Grit Blast Building is completely enclosed and has an exhaust system utilizing a venturi and cyclonic 

separator scrubber to reduce dust emissions. Emissions from the exhaust and filter system are vented through a 

vertical stack located in the top of the building. 

Coating Operation 

For most tanks and some structural steel, the final step in the manufacturing process consists of painting the 

structural steel or tanks using primers, enamels, epoxies, or other types of coatings. A maximum of 14,512 gal/yr 

of paints, epoxies, primers, solvents, and other types of coatings are used in this building. Paint spraying can be 

conducted for a maximum of 8,760 hours per year. The maximum spray rate is possible for only a limited period 

because of the time required to process the steel being painted; most of the processing consists of moving the steel 

in and out of the paint building, turning the steel over to expose the uncoated areas, and waiting for the coating to 

dry. 

Painting takes place in a large, enclosed, free-standing paint building provided with exhaust fans that maintain the 

building at a negative pressure. The exhaust system includes two identical and independent large open-face filter 

inlets that collect paint overspray. These exhaust to two identical and independent stacks. Air from the paint 

building is exhausted through two vertical stacks, each with an estimated air flow of 10,000 acfm. Air inside the 

paint building is heated using one natural gas-fired space heater with a heat input of 1.375 MMBtu/hr. 

Tank asphalt coating may be conducted inside or outside of the paint building. A small number of tanks are 

coated with black asphalt using a roller. A maximum of 200 gallons of this black asphalt coating is used annually. 

Permitting History 

The following information was derived from a review of the permit files available to DEQ. Permit status is noted 

as active and in effect (A) or superseded (S). 

November 15, 2012 P-2008.0191, Project 61061, Modified permit to construct to incorporate changes 

requested by the facility to allow more operating flexibility, Permit status (A, but will 

become S upon issuance of this permit) 

May 29, 2009 P-2008.0191, Initial permit for an existing rebar fabrication, structural steel fabrication, 

and steel tank manufacturing facility, Permit status (S) 

Application Scope 

This is a modification of an existing PTC. 

The applicant has proposed to: 

 Permit the previously installed plasma cutting operation. 

 Modify the emissions controls on the steel grit blasting operation to increase the control efficiency (from 

80.0% to 98.0%) and correspondingly increase the annual amount of new steel grit usage (from 32,500 lb/yr 

to 219,000 lb/yr) in the steel grit blasting operation. 

 Decrease the control efficiency of the filters used in the coating operation (from 99.6% to 98.0%) and 

correspondingly decrease the hourly and annual coating usage. 
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TECHNICAL ANALYSIS 

Emissions Units and Control Equipment 

Table 1 EMISSIONS UNIT AND CONTROL EQUIPMENT INFORMATION 

Source ID No. Sources Control Equipment Emission Point ID No. 

Manufacturing Shop 

Building/Structural 

Steel Fabrication, 

and Steel Tank 

Fabrication 

Structural Steel Welding: 

Welding Wire Consumption: 50,000 lb/yr 

 

Space Heaters: 

Quantity: 15 

Heat Input Rating: 0.040 MMBtu/hr 

Fuel: natural gas only 

Particulate filters on ceiling fans 

Modeled as a Volume Source 

Release Height: 10 ft 

Exit Velocity: 0.001 m/sec 

Plasma Cutting 

Operations 

Plasma Cutter: 

Manufacturer: Hypertherm 

Hyperperformance 

Model: HPR260XD 

Manufacture Date: 2014 

Max. Capacity: 575 in3/hr 

Plasma Cutter Baghouse: 

Manufacturer: Camfil Air Pollution Control 

Model: Farr GS12SQ 

Manufacture Date: 2014 

PM10 C.E.: 99.995% 

PCBG: 

Steel Grit Blast 

Building/Steel Grit 

Blasting Operations 

Steel Grit Blasting: 

Manufacturer: Super Titan Blasting 

Nozzle 

Model: Part # VNPL-7 

Manufacture Date: April 2002 

Blast media: non-silica steel grit 

Operation: 8,760 hrs/yr 

Max. New Media Use: 219,000 lb/yr 

Venturi and Cyclonic Separator Scrubber: 

Installed: 2014 

Manufacturer: Sly Inc. 

Model: No. 7 

Pressure Drop: 11 to 15 in H2O 

Scrubber flow rate: 158 to 162 gpm 

PM10 C.E.: 98.0% 

PM/PM10 Efficiency used for 

calculations: 98.0% 

Steel Grit Blast Building Stack #1: 

Stack Orientation: Vertical 

Stack Release Height: 32.34 ft 

Exhaust Flow Rate: 15,000 acfm 

Modeled Flow Rate: 10,000 acfm 

Exit Velocity: 0.001 m/sec 

Exhaust Temperature: 68 °F 

 

Modeled as a Volume Source: 

σy = 3.8 ft, σz = 5.8 ft 

Paint 

Building/Coating 

Operations 

Paint Building: 

Manufacturer: Custom 

Building Dimensions: Not given 

Maximum Materials Use: 14,512 gal/yr  

Operations: 8,760 hrs/yr 

 

Paint Spray Gun: 

Manufacturer: Wagner Paint Gun 

Model: G-10 

Manufacture Date: 2000 

Maximum Spray Rate: 12.4 gal/hr 

Transfer Efficiency: 65% 

Ratio of PM10/PM: 66% 

Graco G40 with RAC tip HVLP 

 

Paint Building Heater: 

Quantity: 1 

Rating: 1.375 MMBtu/hr 

Fuel: natural gas only 

Negative Pressure Exhaust/Filter Systems 

(two independent, identical systems): 

Open face filter inlet: 114 in x 76 in 

Filter Manufacturer: ATI 

Model: CS Media 

Particulate C.E: 98.0% 

Efficiency used in application: 98.0% 

 

Paint Building Stack #1: 

Stack Orientation: Vertical, no cap 

Stack Release Height: 37.17 ft 

Stack Diameter: 2.5 ft 

Exhaust Flow Rate: 10,000 acfm 

Exhaust Temperature: 68 °F 

 

Paint Building Stack #2: 

Stack Orientation: Vertical, no cap 

Stack Release Height: 37.17 ft 

Stack Diameter: 2.5 ft 

Exhaust Flow Rate: 10,000 acfm 

Exhaust Temperature: 68 °F 

Paint Building Stack #1: 

Stack Orientation: Vertical, no cap 

Stack Release Height: 37.17 ft 

Stack Diameter: 2.5 ft 

Exhaust Flow Rate: 10,000 – 12,000 acfm 

Modeled Flow Rate: 10,000 acfm 

Exit Velocity: 39.8 ft/sec 

Exhaust Temperature: 68 °F 

 

Paint Building Stack #2: 

Stack Orientation: Vertical, no cap 

Stack Release Height: 37.17 ft 

Stack Diameter: 2.5 ft 

Exhaust Flow Rate: 10,000 – 12,000 acfm 

Modeled Flow Rate: 10,000 acfm 

Exit Velocity: 39.8 ft/sec 

Exhaust Temperature: 68 °F 

Tank Asphalt 

Coating (outdoors) 

Roller Applied Coating: 

Max Materials Use: 

200 gal of asphalt coating per year 

Application method: Roller 

N/A N/A 

 






































