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4, GUIDANCE FOR THE PREPARATION OF A TOXIC ORGANIC MANAGEMENT PLAN

As previously discussed, one alternative to routine TTO
monitoring is the preparation of a toxic organic management plan
(TOMP). This option is available to regulated industrial users 1in
the Electroplating, Metal Finishing, and Electrical and Electronic
Components (both Phase I and Phase I1) categories,

A TOMP must specify the toxic organic compounds used, the
method of disposal used (instead of discharge into wastestreams),
and procedures for assuring that toxic organics do not routinely
spill or leak into wastewater discharged to the POTW. Guidelines
for preparation of a TOMP are presented below as four basic steps:

Step 1 - Process engineering analysis

A process engineering analysis should be conducted to
determine the source and type of toxic organic compounds found in
a facility's wastewater discharge, including sources and compounds
that could reasonably be expected to enter the wastewater in the
event of spills, leaks, etc.,, based on the type of operations
conducted at a particular plant. Such an analysis should be
based on the results of one or more analyses of the plant's
wastewater for the toxic organic pollutants which are included in
the definition of TTO for that industrial category and which can
reasonably be expected to be present (see TTO monitoring guidance),.
The process engineering analysis should include:

a. An examination of published reports on the specific
industry;

b. A water flow diagram to identify all possible wastewater
sources;

c. A list of raw materials used in the industrial processes,
including chemical additives, water treatment chemicals
and cleaning agents, and the wastewater stream that each
regulated toxic organic could potentially enter;

d. Comparison of the toxics found in the effluent with the
list of raw materials and selection of the most probable
wastewater source;

e. Evaluation of the toxics found in the effluent, but not
on the raw materials list and determination of those
formed as reaction products or by-products;

f. Examination of sources such as equipment corrosion or
raw materials' impurities that could result in release
to wastewaters of toxic organic pollutants,



Step 2 - Pollutant control evaluation

An evaluation should be made of the control options that
could be implemented to eliminate the toxic compound(s) or the
source or potential source of toxi:c organic compound introduction
to the treatment system, This may include in-plant modifications,
solvent or chemical substitution, partial or complete recycle,
reuse, neutralization, and operational changes. The analysis
should be conducted on a case-by-case basis and will often result
in one or more feasible options to control each soure or potential
source of toxic pollutant discharge. Finally, evaluation of the
available control options, including the advantages and disadvan-
tages of each, may lead to a decision of whether a TOMP is a
feasible alternative to TTO monitoring,

Step 3 - Preparation of Toxic Organic Management Plan

A toxic organic management plan should include the following
items at a minimum:

a. A complete inventory of all toxic organic chemicals in
use or identified through sampling and analysis of the
wastewater from regulated process operations (organic
constituents of trade-name products should be obtained
from the appropriate suppliers as necessary);

b. Descriptions of the methcds of disposal other than
dumping used for the inventoried compounds, such as
reclamation, contract hauling, or incineration;

c. The procedures for ensuring that the regulated toxic
organic pollutants do not spill or routinely leak into
process wastewaters, floor drains, non-contact cooling
water, groundwater, surface waters (i.e.,, Spill Preven-
tion, Control, and Countermeasures (SPCC) Plan) or any
other location which allows discharge of the compounds;
and

d., Determinations or best estimates of the identities and
approximate gquantities of toxic organic pollutants used
as well as discharged from the regulated manufacturing
processes, Compounds present in wastestreams that are
discharged to sanitary sewers may be a result of
regulated processes or disposal, spills, leaks, rinse
water carryover, air pollution control, and other sources,



Step 4 - Submission of Toxic Organic Management Plan and Certifi-
cation Statement

The TOMP should be submitted to the Control Authority at the
time the baseline monitoring report is required if the IU's initial
election is to choose this option, Alternatively, an IU may submit
a TOMP at any later time and request that TTO monitoring require-
ments be discontinued upon approval and implementation of the TOMP,
A prerequisite for use of this certification approach is a fully
approved, implemented, and ongoing toxic organic management plan.
In addition, a certification statement must be included at the time
of submission of the TOMP and with each subsequent IU report (i.e.,
semi-annual compliance report). It must be signed by an officer
of the company or manager responsible for overall plant operations.
A statement such as the following should be required.

"Based on my inquiry of the person or persons directly
responsible for managing compliance with the TTO limita-
tions, I certify that, to the best of my knowledge and
belief, no dumping of concentrated toxic organics into
the wastewaters has occurred since filing of the last
report. I further certify that this facility is imple-
menting the toxic organic pollutant management plan
submitted to the Control Authority on (date to be
specified).

(date) (Officer)

If the user is unable to make the above certification
statement, the user should notify the Control Authority sixty
days (60) prior to the due date for filing the compliance reports,
At that time, the Control Authority should determine the appro-
priateness of requiring sampling and analysis for specific
toxicants and notify the user accordingly.

A sample Toxic Organic Management Plan and certification
statement are included as Appendix D,
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APPENDIX D

TOXIC ORGANIC MANAGEMENT PLAN
ABC REFRIGERATION CORPORATION
HIGH POINT PLANT

I. Description of Facilities and Solvent Use
A. Process Description

The ABC Refrigeration Corporation, High Point Plant,
manufactures automotive radiators, condensers, and compressors
from metal coils and metal castings manufactured by other
suppliers. The forming and assembly processes include metal
forming, degreasing, chromating, and brazing in preparation for

painting and final assembly. The metal castings are machined,
washed, assembled,; and degreased nrior to final asspmh]v‘

hed, assembled, and degreased prior
Wastewater types and volumes and the current wastewater
treatment system are depicted in Figure 1. The primary sources
cf process wastewater are the degreasing, chromating, fluxing,
and parts washing operations, Other sources of wastewater are
cooling tower blowdown and boiler blowdown. Wastewater from the
degreasing operations is treated by dispersed air floatation for
0il and grease removal and then discharged to a combined waste-
stream containing the wastewater from all other sources. The
combined wastestream is then treated by coagulation/flocculation
with chemical and polymer addition for solids and metals reduction,
The treated effluent is discharged to the city sewer system,.
B. Identification of Toxic Organic Chemicals Entering the
Plant Wastewaters

1. Chemical Analysis of Treated Wastewaters

Samples were taken of the plant's treated wastewaters for
analysis for the 110 toxic organics regulated under the metal
finishing categorical pretreatment standards. Samples collected
were zq hour ILOW proportloneu CompOS‘ite Sampieb for a(.l(] extrac-
tible and base/neutral compounds. Grab samples for volatile
organics were taken every four hours and were composited before
analysis., Samples were taken over a period when all production
lines were operating at peak production rates., Samples were
analyzed by gas chromatography with compound identification and
quantification by mass spectrophotometer (GC/MS). EPA procedures
624 and 625 were followed for GC/MS analysis. Toxic organic
compounds detected at concentrations greater than 0.01 mg/l are

listed in Table 1,
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Table 1

Compound Concentration (mg/1)
1,1,1-Trichloroethane 1.320
Napthalene 0.210
Chloroethane 0,131
Benzene 0.532
Phenol 0.681

2. Identification of Solvents Used in Manufacturing Operations

a. Greasefree is a degreasing solvent used in the forming
process. Greasefree's principle ingredient is 1,1,1-
trichloroethane. We have contacted the manufacturer of
Greasefree, Doubt Chemical Corporation, who informs us that
their analysis of Greasefree indicates that no other priority
toxic pollutants are contained in Greasefree. Doubt's letter
confirming its analysis is enclosed as Attachment 1.

b. Rinsewash is a d~greasing solvent used in the metal
castings process. Rinsewash is a multicomponent solvent we
purchase from Pound Chemical Corporation. At our request
Pound has analyzed Rinsewash and found it contains napthalene,
benzene, and phenol. Pound represents that no other toxic
organic pollutants were identified in its analysis of
Rinsewash, Pound's letter documnenting its analysis is
enclosed as Attachment 2,

c. Rustaway is a corrosion inhibitor used during the metal
castings washing process to prevent rust formation. We buy
Rustaway from the Exit Chemicals Corporation., The primary
ingredient of Rustaway is carbon disulfide, Exit refused
our request for a chemical analysis of Rustaway. We, there-
fore, submitted an aliquot of Rustaway to Whatsinit
Laboratories, Inc, for analysis., Whatsinit's report is
enclosed as Attachment 3 and documents that Rustaway con-
tains chloroethane, No other toxic organics were detected.

3. Identification of Other Potential Sources of Toxic Organic
Pollutant Introduction to the Wastewater Treatment System

a., Durable Paints are used to finish the forming process
items., Although not detected in the wastewater analysis,
Durable Paints are known to contain toluene., The floor
drains in the forming process painting area discharge to
the wastewater treatment system, Therefore, any spilled
paint would enter the process wastewater treatment system.



b. Degreasing Areas - Floor drains in both degreasing areas
similarly are connected to the main wastewater system, Therefore,
spills nf degreasing agents could enter the treatment system,

c. Solvent Storage Areas - Solvents, paints, and corrosion
inhibitors are stored in bulk guantities in four different
areas of the plant--the two degreasing areas, the washing
area, and the painting area., Spills could occur by accidental
dumping, spillage during routine transfer, etc. Such spills
would enter the wastewater treatmert systen through the floor
drains.

II. Description of Control Options Explored
A, Solvent Substitution

For the degreasing, corrosion inhibitor, and painting sources
of toxic organics, ABC explored the feasibility of substituting
another product that does not contain toxic organic materials,
Obviously, this would be the most effective manner of eliminating
toxic vrganic discharges both fron process operations and from
potential spillage into floor drairs. ABC obtained samples of
degreasing agents, corrosion inhibitors, and paints that do not
contain toxic organics from vendors and conducted pilot tests of
their effectiveness., ABC concluded after these tests that the
alternative degreasing agents and paints could not bhe used without
adversely affecting the process and final products, The alterna-
tive degreasing agents were not nearly as effective as the ones
currently used and, therefore, would impair the effectiveness of
subsequent operations. Alternative paints could not be applied
evenly to our products. One alternative corrosion inhibitor,
Chromisorb, appears to be an acceptable alternative to the
Rustaway and contains the toxic metals zinc and chromium. Thus,
the option of eliminating chloroethane discharges by substituting
Chromasorb for Rustaway as a corrosion inhibitor was considered,

B. Process Modifications

The major alternative to the substitution of degreasing
agents is to institute changes in the degreasing process that do
not result in wastewater discharge. This would be accomplished
by wiping parts rather than rinsing them, After a thorough
wipedown, parts would be air dried in an area under a vacuum hood.
The vacuum hood is integrated with the facility's air pollution
control devices, Any material used for wiping would, of course,
be treated as a hazardous material. It would be transferred to
drums and disposed of to a licensed disposer or reclaimer,

Thus, process changes could be made that would eliminate discharge
of process wastewaters containing 1l,1,l1-trichloroethane, napthalene,
benzene, and phenol. Solid waste (eneration would, of course,
increase,



C. Segregated Drain System

Spills of toxic organics could be eliminated from the process
wastewater stream if a segregated fioor drain system were
constructed, ABC investigated this option and found that, because
of the location of some existing drain pipes, such modification
would require a major disruption of the plant and would cost far
more than routine TTO monitoring. Moreover, such an option would
create a significant additional wastewater treatment problem for
those cases in which drained water is not contaminated by spilled
material,

D. Sealing Floor Drains

Introduction of toxic organics to wastewaters through floor

drains could be eliminated if floor drains were sealed. In the
process areas this option is not feasible because of State safety
requ1remenua. In storage areas, huwech, such an OpthP may be

practical,

E. Installing Sumps in the Floor Drains

Under this option sumps would be installed such that prior
tc entering the drain, floor waters would pass through a sump or
holding tank. The sump would be as large as the largest spill of
cen)luand roacrnanahly avrmant-ad rmlive a 'lﬂ narrande ‘raahf\:rﬂ allAwan—~o
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Thus, if a solvent spilled, the discharge to the drain would be
Farnoad ~FF Thoe enluant ~AnlA than ~rnllact in tha evmn and he
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recovered,

III. Toxic Organic Management Plan

As a result of the above analyses, ABC believes that all

of its toxic organic pollutant discharges can be controlled by a
toxic organic management plan in lieu of routine toxic organic
monitoring

wonitoring,

A, Solvent Substitution

substitute rust inhibitor. ABC will discontinue use of Rustaway
as a rust inhibitor. 1Instead, ABC will use Chromasorb to
prevent rust formation in its metal casting line. Chromasorb is
a zinc-chromate rust inhibitor that can be used to prevent rust
formation in place of Rustaway. Chromasorb contains the toxic
metals chromium and zinc. The existing wastewater treatment
system, however, is designed to remove metallic pollutants, By
adjustment of the chemical and polymer feed, ABC anticipates
that it can maintain current levels of metals discharge while
eliminating chloroethane discharges.

Discharge of chloroethane will be eliminated by use of a
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B. Process Changes

ABC will eliminate discharge of process wastewaters
containing 1,1,1-trichloroethane, napthalene, bhenzene, and phenol
by instituting changes in the degreasing process, Solvent cleaning
will be accomplished by immersion and manual wipedown, Parts
will he allowed to air dry in an ar=za covered by a vacuum hood
prior to any water washing. Materials used for wipedown will be
collected in drums, sealed, stored in a secure area and transferred
to Usitagin Reclamation Company. Usitagin is a licensed hazardous
waste disposer,

C. Solvent Storage Procedures

Storage procedures for all solvents containing toxic organic
compounds will be changed. Storage will be in a central location
for all such materials, including paints. The storage area will
be diked to contain a volume equal to the largest container
stored, 55 gallons, plus 50 percent. There will be no floor
drains in this area,

All incoming containers of solvents or paints will be labeled
upon receipt with the following information:

I E S S BB E R R EEE R RS R R R R R R R RSN E R RRRR R AR REER R RS RRRRRRRRRRRES N
Material Contains Regulated Orgaric Solvents

1. Use only in designated areas

x *
* x
* *
* *
* 2. Do not permit this material to enter plant wastewater *
* stream *
* x
* 3, Dispose of only in designated and identified containers *
* *
* *

I E R R R RS R EER RS R R ER R R R R RS R SR RE R R SRR RRRRR SRR ERRERRERRREE R

All in-plant usage containers will also be marked with the above
information,

D. Installation of Sumps in Process Areas

In all process areas where materials containing toxic
organic compounds are used, sumps will be installed prior to any
floor drains. The sumps will be designed to allow rapid shut-off
of flow to the drain and to hold a volume equal to the largest
container of solvent used in that area plus ten percent,

E. Spent Solvent Disposal Practices
Spent solvents are collected in 55 gallon drums, sealed, and
stored in an existing, secured stcrage area. The storage area

contains no floor drains. ABC sells spent solvent to the Usitagin
Reclamation Company.
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All personnel involved in degreasing, chromati
and clean-up activities will receive instruction in
handling and disposal of solvents and clean-up materials in order
to keep regulated toxic organics out of industrial wastewater,
New employees will be trained in these procedures immediately,
All personnel working in these activities are familiar with this
toxic organic management plan and will follow the procedure
established in that standard to eliminate regulated organics from

entering the water wash system,

Training consists of classroom instruction which reviews
the following:

1. The organic solvents and cleaners known to be in use
at the plant and the areas in which they are used.

2. The location of lift stations and drains with emphasis
upon the location of pretreatment sewer systems for each
area in the plant,

3. The Toxic Organic Management Plan and the proper proce-
dures for handling and disposing of the respective
solvents,

G. Inspections

1. Degreasers, spray booths, and cleaning operations will
be inspected routinely by the area supervisor to verify
cleaning procedures and adherence to this Toxic Organic
Management Plan to insure that TTO does not spill or
leak into plant sewers.

2. Centrally located cleaning and solvent handling, reuse,
and collection areas, as well as raw material and waste
solvent storage areas, will be inspected weekly by a
designated environmental representative to verify proper
solvent storage, handling, and collection. A log of
inspections and sign-off will be maintained by the
designated environmental representative,

H. Implementation

All provisions of this plan will be fully implemented by
April 1, 1984,



1V, Certification

"Based on my inquiry of the person or persons directly
responsible for managing compliance with the TTO limitations, I
certify that, to the best of my knowledge and belief, no dumping
of concentrated toxic organics into the wastewaters has occurred
since filing of the last report, 1 further certify that this
facility is implementing this toxic organic pollutant management
plan submitted to the Control Authority on January 2, 1984."

John Smith

Plant Manager

High Point Plant
Telephone: (617) 617-6176





