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Executive Summary

The need to achieve environmentally acceptable and economically feasible options for the
management of dredged material is necessary in order to retain and enhance the viability of
America’s waterways, ports and harbors. In recent times, the ability to dispose of dredged
material in various open water options has been significantly curtailed due to concerns
surrounding the potential impacts of contaminates in the dredged material on the environment.

The Port of New York and New Jersey serves as a prime example of this problem. The
worldwide trend for shipping is for increased containerization in larger vessels requiring not only
maintenance of the current channel depths, but more importantly, deepening of them. Due to the
concern over contamination of the sediment from years of industrial activity in the Port coupled
with discharges from municipal, storm sewer sources, marina and boating operations, and
atmospheric deposition, the criteria for ocean disposal of dredged material were revised and
made much more stringent. The result of these revisions is the lack of environmentally
acceptable and cost-effective reliable options for disposing of the millions of cubic yards of
material that must be removed to both maintain current water depth and provide the additional
depth needed for this next generation of container ships. :

In March 1998, the State of New Jersey under RFP/Bid No. 98-X-9999 requested contractors to
provide proposals that would demonstrate innovative strategies for the management of dredged
materials from the NY/NJ Harbor. This RFP sought reliable technologies for decontaminating
dredged materials coincident with the beneficial use of the decontaminated sediment by
producing marketable end products at a commercial scale of 500,000 cubic yards per year of
dredged material. The scope of the RFP defined the two principal components of the Sediment
Decontamination Project. The first component being a Pilot Study encompassing the processing
and treatment of approximately 200 gallons of sediment and based upon the success of the Pilot
Study, a subsequent larger scale Demonstration Project utilizing between 30,000 to 150,000
cubic yards of dredged material.

JCI/UPCYCLE Associates, LLC was selected to demonstrate its technology for the production
of lightweight aggregate from dredged material and commenced a Pilot Project in July 2000
under Contract Number AO #9350203 issued and funded by the New Jersey Department of
Transportation, Office of Maritime Resources.  The Pilot Project consisted of two distinct
phases, the pre-kiln or dewatering phase and the rotary kiln processing phase. The dewatering
phase was conducted at Stratus Petroleum in Newark, NJ and was completed in early September
2000. The rotary kiln processing phase was conducted at the R&D facility of FFE Minerals in
Catasauqua, PA and conducted in March 2001 with final results received in June 2001. USEPA
under its WRDA authority and contracting agreement with Brookhaven National Laboratory,
Contract Number 48172, funded a comprehensive Environmental Testing and Characterization
Program attendant with the rotary kiln processing phase of the Pilot Project.

The main objectives of the pilot work were: (1) to demonstrate that dredged material could be

used as a feedstock and converted into quality lightweight aggregate; (2) to demonstrate that the

resulting lightweight aggregate produced from dredged material met environmental criteria for

decontamination; and (3) to demonstrate the adequacy of the equipment used in the process and
- to quantify data needed for commercial facility design and operation.
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Approximately 4 cubic yards of dewatered dredged material filter cake from the Stratus
Petroleum site produced during the pre-kiln phase of the pilot program was subjected to the
rotary kiln processing phase. The pre-kiln steps included initial sizing, debris removal, and
dewatering via a proprietary solids/liquid separation technology. This phase also included a
complete analytical testing program for the as-dredged sediment, dewatered dredged material
filter cake and effluent dewatering liquid. The rotary kiln processing phase included the
hammermill drying and grinding of the dewatered dredged material filter cake, the pug milling,
and extrusion and kiln manufacture of the extruded pellets into lightweight aggregate. As part of
this phase, an emissions testing program and full characterization (both chemical and physical)
of the lightweight aggregate produced from the extruded dredged material feed pellets was
performed. Additionally, comprehensive geotechnical evaluation and testing of the lightweight
aggregate produced was completed.

The results obtained from the Pilot Project successfully demonstrated the technical viability of
the process to produce a quality, marketable lightweight aggregate from dredged material
satisfying ASTM applicable requirements. The use of an extruded pellet feed mix of 70%
dredged material/30% raw shale without the need for a bloating enhancing agent, yielded a pellet
with acceptable green strength for kiln processing. From a potential contaminant and
environmental assessment of the process, sediment decontamination occurred. Analytical results
for the LWA product produced during the Pilot Project were below detection limits for
herbicides, pesticides, PCB aroclors, VOCs and TCLP volatiles, and SVOCs and TCLP
semivolatiles. TCLP metals analyses for those metals with established regulatory limits were all
below the established limits. FFE Minerals testing confirmed JCI/UPCYCLE’s assessment on
the technical feasibility of the process and concluded that “this process could be commercialized
from a process and aggregate quality standpoint.” Additionally, the Port Authority of NY/NJ in
their evaluation of the LWA product concluded that it “exhibited physical properties desired for
a construction grade lightweight aggregate and that from an exposure standpoint, the LWA
product may be viewed as non-toxic.”

A Draft Final Report Summary was issued for review in August 2001 with written comments
received in January and February 2002. To respond to these comments, a Comment and
Response Document was prepared and submitted to the reviewers in March 2002 addressing the
technical issues raised resulting from the Pilot Project. The responses contained in the Comment
and Response Document are incorporated herein. Comments and questions relating to the
economic analysis of the process raised during the review of the Draft Final Summary Report not
addressed in the Comment and Response Document are also addressed herein.

The ability to successfully perform large-scale solid/liquid separation and dewatering of the as-
dredged sediment via the technology employed was demonstrated. The pilot information
provided baseline data and scale-up information and confirmed the bench-scale laboratory
assessment. The optimization of the solids concentration of the feed slurry to the dewatering
system is key in achieving the requisite filter cake quality. At commercial operation, polymer
dosing will be stable and contribute to steady-state operation. Overall, the pilot operating results
suggested no scale-up problems at the primary dewatering, secondary dewatering or conveyance
steps of the process.

The ability to off-load the as-dredged material to the dewatering system via pumping in an
enclosed system was also demonstrated. Collected pressate water and wash water from the
- primary- and secondary dewatering steps can be used as dilution water for the as-dredged
sediment to create a readily pumpable slurry feed for the dewatering system.
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The extreme plastic nature and rheology of the dredged material precluded the ability of the
- mechanically dewatered filter cake to be a suitable feed for the briquette press. The
“briquetting” concept was included in the pilot evaluation as a potential material handling
enhancement and not as a process necessity. Given the later use of the hammermill dryer system
to provide material homogeneity prior to pellet extrusion, the elimination of the briquetting step
does not have any deleterious effect on the overall process or technology.

The preponderance of analytical results were as expected with many analytes being at or below
method detection limits. While being higher than anticipated, the mercury levels found in the as-
dredged sediment (4.6 to 5.2 mg/kg) were consistent with mercury levels found in other port
sediments. Trace quantities of organic compounds were also detected.

The analytical results for the collected dewatering liquid exceeded NJ Surface Water Quality
Standards for arsenic, manganese and mercury with minute quantities of organic compounds also
detected. Toxicity results on the effluent dewatenng liquid confirmed that the effluent liquid
was not toxic based on the 48-hour acute screening tests.

A complete battery of analytic testing was performed on the dewatered filter cake solids and in
general, these results were similar to the results for the as-dredged material. TCLP metals
analyses were done on the filter cake with no contravention or exceedance of established limits.

The Phase 1 Laboratory Study suggested the optimal feed mix based on an evaluation of
technical, operational and economic factors. The proposed mix design of 70% dredged
material/30% raw shale without an organic bloating agent enhancer produced feed pellets with
acceptable green strength suitable for thermal processing within the kiln. Further, the study
concluded that acceptable LWA could be made from feedstock containing varying ratios of
dredged material to raw shale. On a commercial scale, as-dredged material quality and
composition will dictate the need for the addition of a bloating agent, while market and economic
factors in conjunction with end-use requirements will dictate acceptable LWA product
specifications and therefore, the final mix design.

The heated air-swept hammermill dryer/grinder system was effective for both moisture removal
and sizing of the dredged material filter cake and providing a homogenous feed mixture. The
recycling of dried dredged material filter cake eliminated sticking and plugging problems within
the hammermill and is proposed for the commercial operation. Further, the use of waste heat
from the kiln and its afterburner circuit to heat the hammermill will not contribute to final NOx
emissions from the overall rotary kiln process.

The air pollution control system attached to the pilot rotary kiln was effective at reducing
pollutant emissions to atmosphere. This system, comprised of a high temperature afterburner,
ceramic particulate collector and recirculating caustic scrubber, provided generally greater than
90% reductions in pollutant emissions when measured between the exit of the kiln and the
exhaust of the recirculating scrubber. The exceptions to this reduction achievement were in
NOx, VOC and mercury emission levels. On a commercial scale, emission levels of these
pollutants are expected to be comparable to or lower than emission levels from conventional
LWA kiln systems given the lower specific fuel consumption when using dredged material as the
feedstock coupled with better performance of specifically designed and sized full scale air
. pollution control equipment.
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From contaminant and environmental assessment viewpoints, sediment decontamination
_ occurred. Analytical results for the LWA produced from the dredged material were below
' detection limits for herbicides, pesticides, PCB aroclors, VOCs and TCLP volatiles, and SVOC
and TCLP semivolatiles. TCLP metals analyses for those metals with established regulatory
limits ‘were all below the established limits. In the case of mercury, analytical results ranged
from below analytical detection to 0.034 to 0.054 mg/kg. Given an inability to fully characterize |
and quantify the fate of mercury from all processing steps, it is proposed that a more rigorous
sampling and analysis program be developed in conjunction with NJDEP and EPA/BNL
personnel and that this program be implemented during the Demonstration Project.

The analytical testing results from both phases of the Pilot Project were subjected to independent
data validation conducted by the New Jersey Institute of Technology’s Center for Environmental
Engineering and Science (“NJIT”). In their summary evaluations, the NJIT reviewers found the
data to have been generated in an acceptable manner. In addition to the data, the Laboratory
Case Narratives and Internal Data were also reviewed and evaluated. The NJIT independent
validations were in general concurrence with the Laboratory Case Narratives and Internal Data
based on the selection of methods, the quality control/quality assurance protocols and the general
professional practices that were employed.

From a product quality assessment viewpoint, the LWA product met all applicable ASTM
standards (ASTM C330) with one minor exception, the specification for gradation. The failure
of the aggregate to meet ASTM specifications was a function of how the aggregate sample was
prepared by FFE Minerals. A properly specified and designed commercial cone crusher willm
ensure compliance with the ASTM gradation specifications. Additionally, crushing strengths for

' the LWA produced exceeded many commercial lightweight aggregates currently available. The
moisture absorption levels, approximately 10.5%, were also below the generally accepted
maximum range of 15-20%.

Utilizing the results from the Pilot Project, an estimate of commercial processing cost has been
made assuming a minimum of 500,000 cu yd (in-situ) throughput per year. The estimate is
based on the development and operation of a dewatering facility located proximate to the NY/NJ
Harbor with subsequent transportation of the dewatered filter cake to an existing LWA plant
outside of the region but readily accessible via rail and/or truck. Using the Pilot Study data, the
total estimated cost is $42.32/cu yd.(in-situ). The estimate includes both fixed and operating cost
components with the fixed cost component providing for a 10-acre land-based solids/liquid
separation, dewatering and storage facility. Operational costs include material characterization,
material handling, dewatering, and transportation expenses as well as kiln related handling and
processing costs.

The cost estimate is predicated on the receipt of this minimum 500,000 cu yd quantity annually.
This minimum quantity is in turn used to size equipment and determine facility requirements,
define efficient operating scenarios and resource allocations, and to insure on-going product
quality. The requisite investments and economies of scale mandated to make the technology
economical viable can only be achieved through dedicated and continuing sourcing mechanisms.

It is important to note that the LWA manufacturing plant and more directly, the rotary kiln(s)
. need to function and produce on a “24/7” schedule at steady-state conditions. Frequent starts and
stops of the kiln are inherently detrimental to this type of equipment due to the tremendous
thermal stresses placed on the kiln shell and the refractory lining that result from the cooling and

iv JCI/UPCYCLE Associates, LLC



heating cycles.  Operating at steady-state conditions with a minimum of process parameter
variations is the best way to maximize dredged material usage and LWA product quality.

The inability to provide a continuous supply of dredged material may also be reflected in subtle
differences in the LWA produced. While the aggregate will meet the applicable ASTM
standards, frequent changes in the mix design ratio of the feed may cause some color variation in
the LWA product and subsequently in the end use that may not be acceptable to the LWA
specifier or owner.

This pilot test has provided a great deal of baseline technical process information and results that
are readily applicable to full-scale commercial operation. The economic projections for
commercial scale remain reliant on the supply assumptions and coincident steady-state operating
scenario outlined above as well as the benefits to be realized from economies of scale and require
confirmation that can be obtained from undertaking a larger-scale Demonstration Project.

It is recommended that a Demonstration Sediment Decontamination and Beneficial Use Project
be conducted using a substantial quantity of dredged material (30000+ cubic yards). The pre-
kiln dewatering phase will be performed at a site proximate to the dredging location in the -
NY/NJ Harbor region. The kiln processing phase will be performed at an existing, operating
lightweight aggregate facility. The Demonstration Project will include an effort to more
adequately and fully characterize and quantify the fate of mercury and PCBs from the process.
The LWA produced during the Demonstration Project will be used in an actual application or
applications and therefore provide “real world” results to evaluate LWA produced from dredged
material. The undertaking and completion of a Demonstration Project will allow the
confirmation of pilot study data, provide an opportunity to optimize operating parameters,
finalize commercial plant modifications and layout requirements, and most importantly, offer the
opportunity to refine operating costs.
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1.0 Project Introduction

1.1 Project Backeground

The need to achieve an environmentally acceptable and economically beneficial use option for
the management of dredged material is self-evident in order to retain and enhance the viability of
America’s waterways and harbors.

The port facilities, harbors and waterways of the United States require periodic dredging to
provide adequate draft for large ocean going vessels. Further, dredging is often required in order
that draft can be maintained for barge movement. Historically, the disposal of dredged material
has not posed a significant problem. Routinely, dredged material was hauled offshore and
deposited in various open water options, €.g., open dumping at sea, in borrow pits or confined
disposal facilities (“CDFs”) near shore or at sea. Alternately, dredged material was placed in
upland CDFs near the site of the dredging activity. In recent times, the ability to utilize these
management options has been significantly limited due to concerns surrounding the potential
impact of contaminants, both organic and inorganic, on the environment.

The Port of New York and New Jersey (“NY/NJ”) serves as a prime example of this problem.
While the Port would appear to be prosperous and growing, its rate of growth is substantially
behind its major US and international competitors. The worldwide trend for shipping is for
increased containerization in larger ships. As other ports deepen their harbors to accommodate
these new generation vessels, the Port of NY/NJ is faced with serious challenges to maintain the
current depth of its channels and berthing areas, let alone to increase them. The disposal options
for dredged material were changed when the requirements for ocean placement became more
stringent. Due to the concern over the contamination of sediment from many years of industrial
activity in the Port and its long-term potential degradation, the criteria for ocean disposal of
dredged material were revised in 1992. These revisions include increased sensitivity in detection
limits and more stringent criteria for assessing chronic impacts. Under the revised criteria, about
75% of the dredged material fails the ocean disposal test. Therefore, a major obstacle facing the
Port and potentially impacting its future viability is the lack of acceptable and reliable means of -
disposing of the millions of cubic yards of material that must be dredged to both maintain the
current depth and provide the additional depth for the new generation of container vessels,

In March, 1998, the State of New Jersey, Office of Maritime Resources (“NJIMR”) issued
RFP/Bid No. 98-X-9999 requesting contractors to provide proposals that would demonstrate
innovative strategies for the dredging and management of dredged materials from the NY/NJ
Harbor. This RFP sought reliable sediment decontamination technologies capable of producing
marketable end products, i.e., those providing beneficial use(s) at a commercial scale of 500,000
cubic yards per annum.

The RFP issued by NIMR provided that the scope of the work involve two principal tasks, a
Pilot Study and a Demonstration Project. The Pilot Study encompassed the processing of
approximately 200 gallons of sediment with the subsequent Demonstration Project processing
somewhere between 30,000 to 150,000 cubic yards of sediment. As stated by NIMR, “the
purpose of this multi-stage approach is to prove that the selected technology meets all applicable
objectives on a small scale before moving to the full-scale demonstration.”
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JCI/UPCYCLE Associates, LLC (“JCVUPCYCLE”) was chosen by NJIMR to demonstrate its
technology for the production of lightweight aggregate from dredged material and commenced
the Pilot Study in June 2000 under Contract Number AO #9350203. In further support of the
Pilot Study, USEPA under its WRDA authority and contracting agreement with Brookhaven
National Laboratory, Contract Number 48172, provided additional funding for a comprehensive
environmental testing and characterization program.

JCVUPCYCLE’s technological and commercial approach focuses on the utilization of dredged
material as a feedstock in the manufacture of a value-added building material, lightweight
aggregate ("LWA”). The technology involves the processing of the dredged material in two
distinct steps, the first being the pre-kiln processing/dewatering step and the second being the
kiln processing step. The pre-kiln step includes debris removal, initial material sizing, and
solids-liquid separation/dewatering of the dredged material resulting in the formation of a filter
cake. The kiln processing step includes the hammermill drying and grinding of the dewatered
dredged material filter cake, the pug milling and extrusion of the material into pellets, and
finally, the rotary kiln manufacture of the extruded pellets into LWA.

The JCI/UPCYCLE approach contemplates the construction and operation of a pre-kiln
processing facility proximate to the Port of NY/NJ Harbor region, with the subsequent kiln
processing being conducted at existing LWA facilities located outside of the region, but readily
accessible via rail and/or truck.

1.2 Project Organization

JCVUPCYCLE assembled the following team to provide services for the Pilot Project. The
primary organizations and their responsibilities are outlined below.

JCI/UPCYCLE Associates, LLC Prime Contractor and Pilot Study Project
' Manager

UPCYCLE Aggregates, LLC Pilot Study Project Engineer

Jay Cashman, Inc.
GZA GeoEnvironmental, Inc.

Operations Services Corporation
(Solomon Technologies, Inc.)

- FFE Minerals USA, Inc.
(Fuller Corporation)
Fuller Air Compliance

SOR Testing Laboratories, Inc.
STS Consultants, Ltd.

New Jersey Institute of Technology

Pilot Study Site Manager
Dewatering Phase Sampling and Analysis

Contractor
Dewatering Contractor

Kiln Processing Phase Contractor/Consultant

Kiln Processing Phase Environmental
Testing and Analysis Contractor

LWA Physical Product Testing Contractor
LWA Product Geotechnical Testing
Contractor

Data Validation Contractor
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The following agencies provided independent evaluations of the lightweight aggregate product
manufactured during the Pilot Project.

Port Authority of NY/NJ
New Jersey Department of Transportation
New York State Department of Transportation

2.0 Project Description and Objectives

2.1 Project Description

The pilot sediment decontamination and beneficial use pilot study (“Pilot Project”) was
conducted by JCUUPCYCLE Associates, LLC for the New J ersey Department of Transportation,
Office of Maritime Resources, Contract Number AO #9350203, and for USEPA under its
WRDA authority and contracting agreement with Brookhaven National Laboratory (“BNL”),
Contract Number 48172.

The Pilot Project encompassed the pre-kiln processing/dewatering related activities conducted
on-site at the Stratus Petroleum facility in Newark, NJ, and the initial laboratory testing and
rotary kiln processing conducted at the FFE Minerals R&D facility in Catasauqua, PA.

Approximately 2,500 cubic yards measured in-situ of as-dredged material from the Stratus
Petroleum facility were scheduled to be processed and dewatered under the Pilot Project. The
disposition of the resulting dewatered filter cake was to be 2,000 cubic yards for JC/UPCYCLE
and 500 cubic yards for IGT/ENDESCO.

Due to unforeseen circumstances described later in this report, it was not possible to process and
dewater the entire 2,500 cubic yards as planned. JCI/UPCYCLE subjected approximately 4
cubic yards of dewatered dredged material filter cake to the rotary kiln processing phase while
approximately 350 cubic yards of dewatered filter cake were provided to IGT/ENDESCO.

- The pre-kiln or solid-liquid separation/dewatering phase provided debris removal, initial sizing
and dewatering of the as-dredged material utilizing proprietary technology in conjunction with
established belt filter press processing. Figure 1 is a Process Flow Diagram for the pre-
kiln/dewatering phase. Bulk sediment chemistry results from the as-dredged material, dewatered
filter cake and effluent dewatering liquid are presented, as is the toxicity analysis for the effluent
dewatering liquid.

The rotary kiln processing phase included the hammermill drying and grinding of the dewatered
dredged material filter cake, the pug milling, and extrusion and kiln manufacture of the extruded
pellets into lightweight aggregate. Figure 2 is a Process Flow Diagram for the rotary kiln
processing phase. As part of this phase, an emissions testing program and full characterization
(both chemical and physical) of the lightweight aggregate produced from the extruded dredged
material feed pellets was performed.  The emissions testing program also included
characterization of all input and output streams associated with the kiln process. Additionally,
comprehensive physical and geotechnical evaluations and testing of the lightweight aggregate
. produced were completed. The results of this extensive testing program are presented in this
report. '
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This report provides the conclusions on the technical feasibility of the process based on the work
performed during the Pilot Project. It also provides a projection of its economic viability on a
commercial scale, i.e., 500,000 cubic yards per year of dredged material (in-situ), and finally
makes recommendations on changes and/or improvements suggested from the Pilot Project to be
incorporated into the Demonstration Project.

2.2 Project Objectives

The general objectives of the Pilot Project were as follows:

* To demonstrate at pilot scale that dredged material can be converted to a quality lightweight
aggregate product meeting technical and environmental criteria.

* To provide test data upon which to base the engineering design for commercial scale
dewatering and lightweight aggregate production facilities.

* To serve as a key component of an R&D program being undertaken by JCI/UPCYCLE to
support Alternate Use and/or Beneficial Use Determinations for LWA manufactured from
dredged material.

The specific technical objectives for the Pilot Project were as follows:

* To demonstrate the adequacy of the equipment planned for dewatering, drying, extruding and
rotary kiln processing,

* To quantify air emissions for the design of air pollution control (APC) equipment and systems

to satisfy regulatory requirements.
* To determine production and energy consumption rates for the full-scale facilities.

3.0 Project Discussion and Results

Solid

3.1 Pre-Kiln Processin -Liquid Separation/Dewaterin

3.1.1 Dredged Material Condition and Project Mobilization

The Stratus Petroleum site sediments were initially dredged over a two-day period, November 16
and 17, 1999, and placed in barges for the dewatering phase of the project. However, due to the
time delay that occurred between the actual dredging operations and the Notice to Proceed (June
2000), the material within the barges was not in an “as-dredged” condition. With time, the
sediment had developed a desiccated crust estimated to be between 1.5 to 2.0 feet thick and
hence was non-homogenous in nature. Since the material was not in accordance with the design
conditions, further processing of the barged material was judged necessary.

Given the material condition and concerns with regard to modeling of the actual dredged
material, the assistance of the USEPA and USACE was enlisted. In order to proceed, it was
agreed to return the sediment to its “as-dredged” condition and thus to be representative of
typical as-dredged material to be routinely processed.
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Mobilization and preparation of the Stratus site for the handling and dewatering operations was
commenced by JC/UPCYCLE on July 5, 2000. On July 12th, the USACE vessel, Hayward
moved the two barges to the Stratus dock and began a process to “re-water” and mix the material
in the barges. Coincident with this work and in accordance with the approved Work Plan,
USEPA and USACE provided JCI/UPCYCLE with “as-dredged” material samples for complete
chemical analyses. These samples were given to JCI/UPCYCLE’s subcontractor, GZA
GeoEnvironmental, Inc. who was responsible for packaging and shipment via overnight delivery
to the specified analytical laboratory.

The results of the Hayward’s efforts were insufficient to properly mix and achieve the necessary
degree of homogeneity for processing. After consultation and agreement with NJMR, a deck
scow with excavator was provided to properly re-water and mix the sediment. The deck scow
and excavator arrived on-site and began work on July 20, 2000.

Coincidently, all mobilization efforts were completed on July 20, 2000, and initial
commissioning runs commenced thereafter.

3.1.2 Commissioning Trials - Dredged Material Dewatering System

The initial dewatering testing was designed solely to allow Operation Services Corporation
(“OSC”), the dewatering contractor, to define the slurry pulp density, flow rate and polymer
dosage required to achieve optimal dewatering. The first runs, lasting no more than a few
minutes in duration, indicated that the as-received slurry from the barge was too thick, causing
poor floccule formation. Laboratory screening had indicated that a pulp density between 10-15%
solids by weight would be most ideal to effect optimal dewatering. The preliminary results of
the first runs, based on coriollis meter readings, indicated that pulp density was greater than 20%
solids by weight with some readings greater than 25% solids by weight. To correct this situation
and to lower pulp density to the preferred range, Passaic River water was added to the slurry feed
tank. Further piping modifications were performed by OSC to allow pressate water to be mixed
with the slurry in the slurry feed line to, in effect, utilize pressate water in a recycle mode as the
necessary dilution water. This modified piping arrangement allowed the slurry to be diluted by
trimming the slurry feed valve and the pressate water recycle valve. These changes allowed
slurry pulp density to be readily adjusted via a combination of transfer pumps and recycle lines.

As originally envisioned and proposed in the Work Plan, a briquette press was to be used to mold
the dewatered dredged material into a discernable shape to permit easier handling of the resulting
filter cake product. A few short tests of the briquetter were attempted during these initial
commissioning runs. While filter press operations had not been optimized, some small quantity
of dewatered filter cake provided an opportunity to operate the briquetter and to evaluate its
performance. These early tests indicated that the filter cake was not free flowing, but rather was
“plastic” in nature. This plasticity of the dewatered filter cake can be attributed to its
mineralogy, i.e., fine silts and clays. The feed screw that gathered and delivered the filter cake
from the doctor blade on the filter press to the feed system on the briqueiter turned the filter cake
into a paste like mass that seemed to further exacerbate the “stickiness” problem. The rheology
of the dewatered material is believed to have prevented it from freely flowing through the gravity
feed hopper above the briquetter down into the briquetter rolls. The material formed a bridge
condition above the rolls and would not feed down into the nip region (narrow gap between the
rolls). It is surmised that the rheology and condition of the dewatered filter cake material
-allowed the briquetter rolls to spin on the material thus inhibiting the development of the
necessary frictional force to draw the filter cake into the nip region and thereby forming the
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briquettes. Some briquettes were produced but would lose their shape upon being transferred
onto the adjoining conveying system. Several briquettes were manually removed prior to the
transfer point and set aside. These briquettes that were allowed to cure in the sun did achieve the
desired shape and hardness after approximately 5 hours of elapsed time.

3.1.3 Commissioning Trials - Initial Chemical Analysis

During the commissioning trials of the dredged material dewatering system, preliminary
analytical results for the mercury (“Hg”) concentration of the as-dredged sediment were
received. Given the primacy focus attached by NIDEP to Hg and the fact that NJDEP had
included specific Hg limitations in the Air Pollution Control Operating Permit issued to
JCI/UPCYCLE for the pre-kiln processing steps to be completed at Stratus Petroleum, expedited
analysis was specified for Hg.

The Hg results from the three composite samples of the as-dredged material provided by USEPA
and USACE referenced above, ranged from 4.6 to 5.2 ppm on a dry weight basis, in excess of the
3 ppm limit imposed within the permit by NJDEP.. The permit conditions precluded the
processing or dewatering of as-dredged material having a mercury concentration in excess of 3
ppm on a dry weight basis.

Upon receipt of these results and transfer of these data to NJDEP and NJMR, discussions were
immediately initiated with representatives of both NJDEP and NJMR. NIMR advised that it was
permissible to continue commissioning and debugging tests while the agencies reviewed and
determined the appropriate actions to allow the pilot test to be conducted.

3.1.4 Commissioning Trials — Continuing Actions

Based upon the guidance and directive from NJMR, commissioning runs for the dredged
dewatering operation were continued on July 21, 2000. The filter press produced a thin filter
cake, approximately 3/8” thick that broke apart under its own weight as it flowed into the
receiving screw conveyor. No free moisture was observed nor could free moisture be squeezed
from the filter cake. These additional tests essentially yielded the same results as the initial
round of tests, namely, that the highly plastic nature of the dewatered material prohibited feeding
the briquetter by gravity alone. Even under conditions when the filter cake was forced into the
nip region of the briquetter, the cake failed to release from the rolls and to form briquettes. The
dewatered material made during these processing runs was placed into two stockpiles, one that
was covered and one that was uncovered. The purpose of this segregation was to evaluate any
differences in surface moisture with time.

On July 24, 2000, (after approximately 72 hours of elapsed time), the two stockpiles of filter
cake were visually examined. The pile that had been covered was still moist and did not display
any apparent surface drying. The uncovered pile also did not display any visual change nor did it
show any amount of free moisture. Commissioning trials continued to quantify key operating
parameter information, i.e., pulp density, filter cake solid content and effluent liquid (total
suspended solids) quality.

A site meeting was held on July 26, 2000 between JCI/UPCYCLE personnel and Mr. Scott
Douglas, NJMR’s Project Manager to review progress and issues encountered to date. At that
- meeting, it was agreed that due to the mineralogy, rheology and plasticity of the dredged
material, that briquetting of the dewatered filter cake was not feasible without additional
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treatment unit operations. Given the perceived necessity to obtain NJDEP approval for any
process changes and subsequent permit modification, it was further agreed to eliminate the
briquetting step from the Work Plan. Also, given permit operating conditions, it was decided to
“stand down” and wait NJDEP’s decision regarding the concentration of Hg levels within the as-
dredged material as discussed above.

Project report summaries and evaluations from OSC and from Lewis Corporation, the briquette
press manufacturer, are included in the Appendix. -

3.1.5 Lightweight Aggregate Processing Facility Issues

During this commissioning period, JCVUPCYCLE was informed that the NYSDEC had
rethought their previously stated position with respect to Norlite Corporation and Norlite’s
involvement with this Pilot Project. Norlite Corporation is an expanded shale, rotary kiln
lightweight aggregate manufacturing facility located in Cohoes, NY.  An integral part of
Norlite’s operation is the use of hazardous wastes as fuel for the manufacturing process.
NYSDEC had previously stated that Norlite’s existing operations vis--vis the use of dredged
material as a substitute feedstock for the process were not linked and that decisions relating to
the use of dredged material would be made independently.

However, due to results Norlite received from its most recent Risk Burn coupled with the
anticipated outcome from the concomitant Risk Assessment and other associated operational
issues, NYSDEC reversed its prior position thus linking the Pilot Project with RCRA regulatory
requirements. On August 11, 2000, Norlite informed the NYSDEC that it “can no longer be
involved or considered a potential processor of harbor dredge material until these issues are
resolved to our satisfaction and that of the NYSDEC.”

Coincidently, and in anticipation of the outcome of the these events, an alternate plan was
developed to permit the objectives of the Pilot Project to be achieved, namely, the demonstration
of decontamination of the dredged sediment and its subsequent beneficial use.

The alternate plan conceived expanded on the scope of work of FFE Minerals (Fuller Company)
already contemplated and included in the Work Plan. Specifically, the expanded scope of work
extended the pilot rotary kiln testing at Fuller’s R&D facility to produce 4 tons of LWA and to
allow for the completion of a comprehensive emissions testing program. It should be noted that
the emissions testing program component of the Pilot Project was planned for completion at
Norlite. The alternate emissions testing and analysis plan involving the Fuller facilities are
equivalent to that prescribed for Norlite in its level of testing, its thoroughness and its QA/QC
objectives.

On August 21, 2000, a meeting was held in the offices of NJMR with representatives of NIMR,
NIDEP, USEPA and JCI/UPCYCLE to review all issues to date and expressly to obtain
agreement to proceed with the expanded program at Fuller. Pursuant to that meeting and to a
subsequent telephone conversation on August 23, 2000, agreement was reached and NJMR so
directed JCI/UPCYCLE to proceed.

On August 22, 2000, revised permit conditions were received from NJDEP with respect to the
Hg concentration limits of the as-dredged material rescinding the prior Hg permit limitation.
- With resolution of the Hg question from NJDEP, JC/UPCYCLE resumed processing and
dewatering operations on August 28, 2000. Approximately four cubic yards of as-dredged
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material were dewatered and placed into drums for further analysis, testing and processing at
Fuller. Additionally, 20 rolloff containers (350+ cubic yards) of dewatered filter cake were filled
for IGT/ENDESCO as part of the original Work Plan.

Dewatering operations were completed on September 2, 2000. The dewatered filter cake
collected for the kiln processing phase at Fuller, was shipped to Fuller during the week of
September 4, 2000. As directed by NJMR, the remainder of the as-dredged material on the
barges, estimated to be in the range of 2,000 cubic yards, including collected pressate and wash
waters from the completed dewatering operation, was disposed into the NJ Confined Disposal
Facility in Newark Bay. Demobilization efforts at the Stratus site were completed on or about
September 18, 2000.

3.1.6 Dredged Material Dewatering Processing Issues

3.1.6.1 Physical Handling Issues

One key issue that surfaced during the dewatering of the as-dredged material is related to the
problems associated with the physical handling of the sediment. Prior attempts (by others) of
off-loading of the barges centered on the use of excavators with clam-shell buckets. That
method, while accomplishing the task, posed spillage and containment concerns as well as
logistical concerns pertaining to conveyor placement, distance, transfer points and possible air
emissions. It was demonstrated that by properly preparing the sediment, it could be readily
transferred by pump without the concerns associated with a conveyor system. Critical to this
determination was the use of the correct pumping system, i.e, pump specification including
volume and total head required, pump driver selection, and line sizing. The experience gained
during this pilot project indicated that there are commercially available pumps to handle dredged
sediments and that the preferred pump driver is one that provides the operating variability
associated with a hydraulic power pack.

3.1.6.2 Debris Removal Issues

A second issue is related to the type and quantity of debris that may be encountered in the as-
dredged material. While the sediment taken from the Stratus Petroleum site was essentially
“clean” with an absolute minimal amount of debris, the potential problem of debris and adequate
and proper debris removal and disposal remains. To resolve this issue, debris removal and
scalping steps need to be included as the material is initially dredged and again prior to the
material being placed into the holding system feeding the dewatering process. Proper debris
removal is directly related to the ability to off-load the barges via pump and thereafter, to
providing continued uninterrupted operation of the dewatering processing equipment.

Commercial considerations further dictate the need to off-load the barges holding the as-dredged
material as expeditiously as possible to minimize barge demurrage. Under this scenario, it will
be prudent to provide interim storage capability that will not only act to provide buffer capacity,
but as importantly, to smooth processing operations by optimizing equipment size and material
throughput.
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3.1.7 Phase 1 Laboratory Study at FFE Minerals (Fuller Company)

The Fuller scope of work entailed two distinct phases with Phase 1 being the Laboratory Study
and Phase 2 being the expanded pilot rotary kiln program complete with emissions testing and
analysis.

The Phase 1 Laboratory Study was undertaken during the period from October 4 through 12,
2000. The general purpose of Phase 1 was to evaluate the feasibility of producing a quality
LWA from dewatered dredged filter cake. Specific objectives of the Phase 1 Laboratory Study
included: »

o Assessment of the suitability of the chemical composition of dredged material (dewatered
filter cake) for the production of LWA.

e Determination of the bloating (expansion) potential of the dewatered filter cake.
Evaluation of the benefits associated with the addition of raw shale fines to the dewatered
dredged material in terms of bloating and aggregate strength.

e Evaluation of the need to add an organic bloating enhancing agent to enable the
production of a LWA with a bulk density < 40 Ib/cf.

The chemistry of the dewatered dredged material filter cake was found to be acceptable for the
production of LWA in terms of its complete oxide composition. Subsequent analyses of dredge
material/raw shale fines mixes containing 0 to 100% raw shale also indicated that the chemical
composition of all mixes were acceptable for LWA production. Figure 3A is a Composition
Diagram that provides this data. Therefore, any level of shale addition is acceptable for the
purpose of optimizing the quality of LWA produced.

A series of laboratory furnace burns were performed to evaluate the bloating properties of
dredged material and dredged material/shale fine mixes extruded to form '2” diameter pellets
containing about 15% free moisture. Given the organic content in the dredged material, bloating
was achieved when the pellets were subjected to the proper firing conditions precluding the need
to add a bloating enhancing agent. However, while expansion was accomplished, the higher
content of organic material in the dredged material filter cake (2.45% total organic carbon)
promoted uneven pore formation and pellet sticking. Several mix designs were prepared
containing the dewatered dredged material and 10-30% raw shale. The addition of raw shale
fines to the mix (ground to minus 100 mesh) led to improvements in the level of bloating and in
aggregate pore structure in conjunction with the reduction or elimination of sticking.

All aggregate samples produced in the laboratory furnace burns were subjected to crushing tests

* to obtain a relative measure of strength. In general, the aggregate samples exhibited crushing

strength levels greater than 150 pounds. Based on Fuller’s extensive experience, aggregates
demonstrating a crushing strength >100-125 pounds will support the production of lightweight
concrete exceeding applicable ASTM specifications.

Laboratory emission tests were also performed to provide a preliminary indication of the
potential emissions of SO, CO and total hydrocarbons from the feedstock during
pyroprocessing. While the results from these laboratory tests suggested that some form of air
pollution control equipment might be required as part of commercial processing, the Phase 2
pilot rotary kiln test program and emission evaluation would yield the comprehensive data
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needed to project emission levels for the commercial LWA production process and for the design
of appropriate pollution control equipment. '

The laboratory study demonstrated the capability of producing LWA from a feedstock containing
70-100% dredged material without the need for the addition of organic bloating enhancing
agents. Upon considering the current process, technical, economic and market factors, a feed
mix containing 70% dredged material and 30% raw shale (dry basis) was recommended for the
follow-on Phase 2 pilot rotary kiln study to confirm the manufacture of a LWA characterized by
a bulk density of +/-35 Ib/cf and acceptable strength.

The final component of the Phase 1 Laboratory Study was a brief, preliminary pilot rotary kiln
run to confirm the observations made during the laboratory furnace burns. This run utilized
approximately 300 pounds of the preferred design mix of 70% dredged material/30% raw shale.
Basic operating conditions employed were: 1050-1100°C kiln hot zone temperature, 50 lb/hr
pellet feed rate and 45-60 minute material residence time. An aggregate with a bulk density <35
Ib/cf was successfully produced in the pilot rotary kiln. A number of equipment and process
improvements were noted during this preliminary test for incorporation into the Phase 2 test
program to optimize process control and stability. A

FFE Minerals Phase 1 Study Report is a part of their final project report titled “Pilot Project —
Production of Lightweight Aggregate from Dredged Material, June 2001” (“FFEM Final
Report”) dated June 2001. The entire FFEM Final Report is cited as a Reference Document.

3.2 Rotary Kiln Processing

The procedures that were followed during the pilot rotary kiln test program carried out at the
Fuller Company R&D facility in Catasauqua, PA are fully described in the report titled “Test
Program for the Sediment Decontamination Pilot Project” prepared by FFE Minerals Research &
Development Department, March 28, 2001, Revision 004 (“Test Report”). The Test Report
document is a part of FFE Minerals Final Report that is cited as a Reference Document. This
latest version of the Test Report, Revision 004, also addressed comments made by Dr. Huan
Feng as a member of the WRDA/Brookhaven National Laboratory team.

The dewatered filter cake collected and processed for the rotary kiln phase of the Pilot Project
was shipped to Fuller during the week of September 4, 2000.

The Phase 2 rotary kiln test program was conducted in three separate operations. The first
operation involved the use of a pilot hammermill dryer/grinder system to further dry the filter
cake. This drying/grinding operation was required to produce a fine, free-flowing material that
could then be homogenized with ground shale and extruded.  Also included in this first
operation was sampling and analysis by Fuller Air Compliance (“FAC”) of hammermill system
emissions measured at the baghouse outlet for dioxins/furans, particulate, mercury, total
hydrocarbons, as well as for SOz, NOx and CO. The data collected by FAC was used to predict
emission rates from the hammermill dryer/grinder circuit. Simultaneously, Fuller personnel also
performed continuous analysis at the baghouse outlet of this gas stream to determine
concentrations of NOx, 80O,, CO, CO; and O; for the sole purpose of developing an emission
profile for the duration of the hammermill operation.

- The second operation involved the pug-milling and extrusion of the dried and ground filter cake

with the raw shale to produce the feed pellets for the rotary kiln. Material was fed to the open
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section of the pug-type mixing assembly where mixing paddles moved the material to the
compression zone during the mixing process. Material was collected by screw flights in the
compression zone and then compressed with the material being forced through holes in the die
plate to produce %2 inch diameter by 1-2 inch long extrusions. A total of 4,119 pounds of
extruded feed pellets were produced. o

The third and final operational step was the rotary kiln processing of the extruded feed pellets
coincident with environmental monitoring and testing of the kiln off-gas and scrubber off-gas
streams by FAC and subsequent analyses of these gaseous emissions and process related samples
collected during the kiln operation. The Fuller pilot rotary kiln was 1’ inside diameter by 15’
long and was lined with a high alumina (70% Al,0O;) refractory brick. The pilot rotary kiln
system was comprised of a hopper and bucket elevator to feed the kiln, the kiln itself with an
integrated product cooler, an induced draft fan, and an air pollution control system consisting of
an afterburner, ceramic filter collector and recirculating wet scrubber. Emission measurements
for the kiln and scrubber off-gas streams included: SO;; NOx; CO; THC; particulate;
dioxins/furans, semivolatile organics and PCBs; metals; volatile organics; HCI, HBr; HF; Cly;
NHj; and hexavalent chromium. Process related samples include: fuel oil; shale; feed pellets;
ceramic filter catch; LWA product; and scrubber makeup water and scrubber liquor. A total of
3,084 pounds of LWA were produced with an average bulk density of 37.6 Ib/cf using a
maximum kiln load temperature of 1077°C and 39 minute total material residence time within
the kiln.

3.2.1 Pilot Hammermill Dryer/Grinder System

The dewatered dredged material filter cake and shale fines were dried separately and- ground to
minus 100 mesh using the air-swept pilot hammermill system with an exit gas temperature of 80-
90°C. This drying/sizing operation was necessary to produce fine, free-flowing materials that
could then be homogenized and extruded to form the feed pellets for the rotary kiln.

The target hammermill system operating conditions for drying the dewatered dredged material
filter cake were as follows: 1000 scfm air input, 500 Ib/hr filter cake feed rate and 80-90°C mill
outlet gas temperature. Previous work had shown that operation of the hammermill system
within this outlet gas temperature range minimized the potential for CO and hydrocarbon
emissions from the dredged material.

. The dewatered dredged material filter cake (6,504 pounds) with a free moisture level of 57% (by
weight) was dried to yield 2,497 pounds of free-flowing material with a moisture level of 4.43%
(by weight). Due to the plastic like nature of the filter cake, substantial sticking was encountered
with coincident product buildup both in the hammermill inlet chute and in the hammermill To
overcome this issue, dried product from the baghouse collector was mixed into the filter cake to
obtain a material with proper consistency for hammermill operation. A recycle rate for the dried
material equivalent to approximately 100% of the dewatered dredged material filter cake feed
rate provided a free flowing mix that did not clog or blind the mill. The intermediate product
produced from this step had a particle size distribution of 98.1% passing 100 mesh.

A total of 4,587 pounds of raw shale containing 8.05% (by weight) free moisture were dried and

ground in the pilot hammermill system producing 3,986 pounds of shale fines with a moisture
content of 0.51% (by weight). The fines resulting from this step had a particle size distribution
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of 97.5 passing 100 mesh. The Lehigh Portland Cement Company lightweight aggregate plant
located in Woodsboro, MD provided the shale used for the pilot rotary kiln test program.

Both FAC and FFE Minerals analyzed the off-gas stream from the hammermill dryer/grinder
system at the baghouse collector exit. FAC was responsible for measuring and reporting the
emissions of SO,, NOx, CO, CO,, O,, and THC. FFE Minerals sampled and analyzed the same
off-gas stream for the same compounds (except for THC) for the express purpose of developing
an emission profile for the duration of the hammermill system operation. Only the data collected
by FAC has been used to determine emission rates from the hammermill dryer circuit. Emission
data is presented in a later section of this report.

The primary components of the pilot hammermill dryer/grinder system are shown on Figure 3
and include the air heater, hammermill, feed circuit and baghouse collector. A detailed
discussion of the pilot hammermill dryer/grinder system is provided in the FFEM Final Report.

3.2.2 Pilot Extruder System

A pelletized feed was produced for the pilot rotary kiln system using an extrusion process. The
feed pellet preparation involved a four-step operation: 1) blending dried and ground dredged
material filter cake with dried and ground shale fines; 2) adding water to increase the moisture
content of the blend to approximately 15% (by weight); 3) extruding the blend mixture to
produce 4” diameter by 1”-2” long pellets, and 4) subjecting the pellets to a second extrusion to
maximize their green strength.

The dried and ground materials and water were hand fed to the open mixing section of the
extruder containing a pug-type mixing assembly. The orientation of the mixing paddles moved
the material to the compression zone of the extruder during this mixing process. The now
blended and mixed material was collected by the screw flights in the compression zone and then
was compressed due to the reduction in the diameter of this chamber. A die plate was attached
to the discharge side of the compression zone. The material was forced though holes in the die
plate with the emerging extrusions breaking off against a stop plate.

Using the process outlined above and the 70% dredged material/30% shale mix design
(calculated on a “dry basis™), 1,070 pounds of the 3,986 pounds of the total shale ground was
mixed with all of the 2,497 pounds of the dried and ground dredged material filter cake and 552
pounds of water to produce 4,119 pounds of pellets with a moisture content of 14% and with
acceptable green strength for subsequent conversion to LWA in the pilot rotary kiln.

A complete discussion of the pilot extruder system and its operation is included in the FFEM
Final Report.

'3.2.3 Pilot Rotary Kiln System

The operation of the pilot rotary kiln commenced on March 13, 2001 and continued until all of
the extruded feed pellets had been processed on March 17, 2001. Concurrent with the operation
of the kiln to produce LWA, FAC performed emission testing at the kiln scrubber inlet (gas
outlet of the kiln) and at the kiln scrubber outlet. Exclusive of start-up time involving the pre-
heating of the kiln and brief operational interruptions due to failure of the kiln feed bucket
_elevator belt and a brief electrical power outage to the kiln’s 110 volt power supply circuit, stable
operating and flow conditions were maintained throughout the three (3) day sampling program.

12 JCYUPCYCLE Associates, LLC
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A cc?mplete discuss-ion of the rotary kiln operation is provided in the FFEM Final Report.
Petalls of the emission testing and characterization program and analytical results are provided
in a later section of this report.

The primary components of the pilot rotary kiln system include: feed mechanism; rotary kiln
with integrated product cooler; induced draft fan; and air pollution control system comprised of
afterburner, ceramic filter collector and recirculating wet scrubber. A schematic flow diagram of
this system is provided in Figure 4.

Average kiln operating conditions utilized during the period of gas sampling performed by FAC
(0800 March 14 through 0545 March 16) were as follows: a) kiln feed rate of 42.8 Ib/hr; b) kiln
speed of 1.7 rpm; c) material residence time within the kiln of 40 minutes; and d) kiln burning
zone temperature of 1075°C.  These conditions supported the production of an LWA product
~ with an average bulk density of 37.95 Ib/cf well within the ASTM C330 Lightweight Aggregates

for Structural Concrete specification of 55 Ib/cf (maximum). Attempts were made to reduce the
bulk density of the LWA product via process changes, i.e., alteration of the temperature within
the burning zone and kiln speed to adjust the material residence time. However, ringing on the
interior kiln refractory and agglomeration of the LWA product resulted. Given the more than
acceptable LWA product bulk density achieved, further adjustments were abandoned in favor of
stable and consistent operation of the kiln.

Upon completion of the gas sampling by FAC, kiln capacity was increased until all of the feed
pellets were processed. Average kiln operating conditions during this portion of the program
(0600 March 16 through 0300 March 17) were as follows: a) kiln feed rate of 79 Ib/hr; b) kiln
speed of 1.7 rpm; c¢) material residence time within the kiln of 37 minutes; and d) kiln burning

zone temperature of 1049°C.

Total production from the entire rotary kiln program was 3,084 pounds of LWA with an overall
product bulk density of 37.59 Ib/cf. Crushing strengths for the LWA averaged >214 Ib
considered to be very good and exceeding the crushing strengths of many commercially
available lightweight aggregates currently on the market. Moisture absorption levels of the
LWA product averaged 10.51% and are well below the generally accepted maximum level of 15-
20%.

Based on the rotary kiln system material balance for this program and the feed pellet mix design
of 70% dredgedmaterial/30% shale, one short ton (2000 pounds) of dredged material filter cake
containing 57% moisture yielded 0.546 short tons (1092 pounds) of LWA product. The
variables in this calculation, i.e., the mix design ratio of dredged material to shale fines and the
moisture content of the dredged material filter cake, will ultimately determine the actual yield of
LWA from dredged material.

FFE Minerals concluded that the pilot rotary kiln program successfully demonstrated the
production of a quality, marketable lightweight aggregate from dredged material.
Commercialization of the process is deemed technically feasible from both process and
aggregate quality requirements and standards.

The rotary kiln testing also provided data on the efficacy of the process to achieve sediment
decontamination. Table A provides a summary of the overall removal percentages for certain
- specified metals and organics between the as-dredged sediment and the LWA product. Removal

13 JCI/UPCYCLE Associates, LLC
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Metal - mg/kg (dry)

Arsenic
Barium
Cadmium
Chromium
Lead ‘
“Mercury

Organics - pg/g

2,3,7,8-TCDD
Total TCDD
2,3,7,8-TCDF

Total TCDF

Total PeCDD

Total PeCDF

Total Hx/Hp OCDD
Total Hx/Hp OCDF

Table A

Comparison of Overall Removal Between As-Dregded Sediment and LWA Product Samples

As-Dredged
Sediment

13.6
114
233
148
144
493

188
235
29
395
23
295
5065
2825

Notes: ND = Non-detect.
< Indicates below analytical detection limit or a non-detect in an average.
Results presented are average of all samples.

1. Analysis of As-Dredged Sediment Samples - Table 1A Interim Summary Report

LWA Product

9.3
38.5

ND (<0.5)
11

9

<0.147

<0.46
<0.59
0.49
1.7
<0.15
2.0
31.1
1.1

2. Analysis of LWA Product Samples - Table 14 Final Summary Report

Overall Removal

32%
. 66%
>79%
93%
94%
>97%

>99.99
>99.99
98.31
99.57
>89.99
99.32
99.39
99.61

JCIWUPCYCLE Associates,LLC



and/or destruction efficiency is related to the volatility of the compound as well as to process
operating conditions, i.e., time, temperature and turbulence. The measure of the success of the
process to achieve decontamination is further seen in the evaluation of the LWA product by the
Port Authority of NY/NJ and their conclusion that the LWA product passes environmental
testing and is considered non-toxic.

4.0 Analytical Testing Discussion and Results

4.1 Analytical Testing Discussion — Pre-Kiln Processing (Dewatering)

The procedures that were followed during material sampling and laboratory analyses of the as-
dredged material, dewatered filter cake and effluent dewatering liquid are described in the report
titled “Material Sampling and Analysis Report, Sediment Decontamination Demonstration
Project, Stratus Petroleum Facility, Newark, New Jersey” prepared by GZA GeoEnvironmental,
Inc., October 2000.

The basis for the material sampling and analytical plan used to characterize the dredged sediment
was the “Sampling and Analysis Plan, Sediment Decontamination Demonstration Project” dated
November 3, 1999, approved with minor clarification by NJMR on December 8, 1999. The
means, methods and techniques employed and applied were in conformance with those specified
in the SAP except as discussed below. Quality Assurance/Quality Control (QA/QC) samples,
Le., duplicates, field/equipment rinsate blanks, trip blanks and matrix spike/matrix spike
duplicate (MS/MSD) samples were collected and analyzed throughout the sampling program.
One sample of as-dredged material, dewatered filter cake and effluent dewatering liquid are
being archived by the laboratory for one year.

Severn Trent Laboratories, Inc. (STL), Pittsburgh, PA performed the bulk sediment chemistry
analyses. STL is certified by New Jersey (Certification No. 60418) and by New York
(Certification No. 10692). Dioxin analyses were performed by STL in West Sacramento, CA.
Geotechnics of Pittsburgh, PA performed geotechnical analyses on a subcontract basis. Aqua
Survey, Inc., Flemington, NJ performed the toxicity testing on the effluent dewatering liquid.

Representatives of the USEPA and the USACE sampled the as-dredged material and provided
the as-dredged samples to GZA personnel for compositing and shipment to the laboratory. The
as-dredged samples are identified as AD-01, AD-02 and AD-03. A duplicate sample of the as-
dredged material is identified as AD-04. GZA personnel collected the dewatering liquid and
solid dewatered filter cake samples. The dewatered effluent liquid samples are identified as DL-
01 and DI-02 with the duplicate sample being DL-04. Similarly, the dewatered filter cake
samples are identified as FC-1 and FC-2. '

The SAP envisioned that the USACE vessel Gelberman would be used to randomly collect the
grab samples of as-dredged material for bulk sediment analyses. Due to scheduling conflicts and
equipment requirements, the USACE vessel, Hayward was substituted and used for this purpose.

In reviewing the procedures related to Volatile Organic Compound (VOC) analysis of the as-
dredged material, a question was raised about the applicability of the “methanol preservation”
. requirement to as-dredged material. After consultation with NJDEP personnel, NJMR advised
that the methanol preservation technique was applicable to sediment samples. GZA collected all

14 JCI/UPCYCLE Associates, LLC



VOC samples using the NJDEP methanol preservation procedure. Ultimately the VOC analysis
was performed on as-dredged sediment not preserved with methanol in order to maintain and
obtain appropriate method detection limits. Further explanation for the actual method and
technique utilized for the VOC analysis is included in GZA’s Material Sampling and Analysis
Report.

The issues previously cited relating to the inability to briquette the dewatered filter cake and to
Norlite Corporation resulted in the following changes to the SAP. The SAP specified one grab
sample to be collected per 500 tons of dewatered filter cake solid generated. Approximately 500
tons of filter cake solid was produced, and therefore, in accordance with the SAP, GZA collected
one grab sample plus one duplicate sample of filter cake material versus the three samples
originally planned.

The SAP, after modifications requested by NJMR and NJDEP, called for the sampling and
analysis of the initial batch of effluent dewatering liquid for contaminants and total suspended
solids (TSS). The effluent liquid was to be monitored for TSS periodically during settling until
the 30 mg/L TSS target level was achieved. At that time, a sample was to be collected and
shipped via expedited delivery, for analysis. This same effluent liquid was to settle for an
additional 24-hour period and again sampled and monitored for TSS using a field measuring
instrument, a Hach meter. This second sample was to be stored at 4°C pending the results from
the first sample. If required, this second sample would be analyzed or if not required, disposed.

In an attempt to recoup lost time that occurred due to the need to resolve the mercury content of
the as-dredged material, it was proposed and agreed with NJDEP that the collected dewatering
effluent liquid from the initial batch of as-dredged material processed, could be used as dilution
water as long as there was no discharge to surface water prior to receipt of the analytical results.
Utilizing the effluent liquid storage tanks allowed the SAP to be followed and also allowed a
resumption of processing operations. Given the reduced quantity of as-dredged sediment
handled, collected effluent liquid from dewatering operations was utilized for dilution and
subsequently pumped back onto the barges and disposed with the balance of the as-dredged
material at the Newark Bay Confined Disposal Facility (“CDEF”).

4.2 Analytical Results — Pre-Kiln Processing
4.2.1 As-Dredged Sediment Results

Summaries of the physical and chemical analytical results of the as-dredged material (AD-01 —
AD-04) are presented in the following format. Table 1 presents the physical data including:
moisture content and percent solids; sieve analysis; USDA classification; total organic carbon
(TOC) and total cyanide results. Tables 1A through 1D present the chemical data summaries
including: metals; dioxins/furans; organochlorine pesticides, PCB aroclors, herbicides, and PCB
congeners; GC/MS volatile organics; and GC/MS semivolatile organics. Only compounds that
were detected are listed. The complete data results including analytical narratives are provided
in JCI/UPCYCLE’s “Interim Summary Report” cited as a Reference Document.

The physical analytical results were generally in conformance with data corresponding to as-
dredged material found in the port region. The as-dredged material is classified as silty clay
loam and is very fine in nature, e.g., greater than 94% passing through a #200 sieve. One
- particular finding, most likely attributable to the specific acquisition site for this sediment, i.e.,
Stratus Petroleum, is the high TOC content, greater than 48000 mg/kg on a dry basis.
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Moisture Content (%)

Percent Solids (%)

Sieve Sizes '(mm)
Greater Than #4 (Percentage)
#4 To # 200 (Percentage)
Finer Than # 200 (Percentage)
USDA Classification
Total Organic Carbon (mg/kg) (Dry)

Cyanide, total (mg/kg)

AD-01
51.3

48.7

0.00
2.65
97.35
Silty Clay Loam
48400

ND

Table 1

As-Dredged Sediment Samples-

Soils Testing and Miscellaneous Results

AD-02 AD-03
51.8 53.1
48.2 46.9

USCS Summary

0.18 1.66
2.18 3.83
97.64  94.51

Silty Clay Loam Silty Clay Loam
50100 54100

ND ND

AD-04
51.2

48.8

0.00
2.77
97.23
Siity Clay Loam
51800

ND

JCYUPCYCLE Associates, LLC



Metal (mg/kg)

Aluminum
Antimony
Arsenic
Barium
Beryllium

- Cadmium
Calcium
Chromium
Cobalt
Copper
Iron

Lead
Magnesium
Manganese
Nickel
Potassium
Selenium
Silver
Sodium
Thallium
Vanadium
Zinc

Mercury

MDL

1.3
0.15
0.26

0.042
0.0072
0.050

3.9

0.1
0.33
0.22
0.90
0.19
2.00

0.089
0.62
50.4
0.21

0.095

1.5
0.39
0.18
0.31

0.080

AD-01

12300
0.50
13.7
114
08
2.2
7520
149
13.3
149
32300
144
8000
582
36.7
2480
0.77
3.3
7690
1.8
35.5
307

46

Table 1A

As-Dredged Sediment Samples
Chemical Data Summary - Metals

' AD-02

13000
0.6
13.6
118
0.8
2.2
7410
149
13.4
149
32400
146
8470
589
36.7
2680
0.74
3.3
9620
14
36.9
272

52

AD-03

12000
0.6
13.5
113
0.8
2.8
7400
149
12.7
148
31000
144
7830
580
371
2430
0.62
3.4
7730
1.4
34.8
267

5.1

AD-04

11700
0.5
13.6
110
0.8
2.1
7030
144
12.9
144
30900
142
7630
558
36.7
2370
0.80
3.1
7340
1.4
34.6
264

4.8

JCI/UPCYCLE Associates, LLC



Notes:

Table 1A (continued)

As-Dredged Sediment Samples
Chemical Data Summary - Metals

1. MDL denotes Method Detection Limit

2. The matrix spike and matrix spike duplicate exceed the 75-125% control limits for antimony, calcium
and lead.

3. The serial dilution percent difference exceeded the control limits for beryllium and iron.

4. The duplicate relative percent difference exceeded the control limits for calcium.

5. For matrix spike and matrix spike duplicate aluminum, chromium, copper, iron, magnanese and zinc
recoveries were not calculated due to the concentration of analyte in the sample being >4 times the
concentration of spike added. ’

6. All samples analyzed for mercury were over the instrument'’s calibration range and required dilutions.

JCIVUPCYCLE Associates, LLC



Dioxin/Furan (pg/q)

2,3,7,8-TCDD
Total TCDD
1,2,3,7,8-PeCDD
Total PeCDD
1,2,3,4,7,8-HxCDD
1,2,3,6,7,8-HxCDD

1,2,3,7,8,9-HxCDD
Total HxCDD
1,2,3,4,6,7,8-HpCDD
Total HpCDD
OCDD

2,3,7,8-TCDF

Total TCDF
1,2,3,7,8-PeCDF
2,3,4,7,8-PeCDF
Total PeCDF
1,2,3,4,7,8-HXCDF
1,2,3,6,7,8-HxCDF
2,3,4,6,7,8-HxCDF
1,2,3,7,8,9-HxCDF
Total HxCDF
1,2,3,4,6,7,8-HpCDF
1,2,3,47,8,9-HpCDF
Total HpCDF
OCDF

AD-01

290
350
5.7
31
5.6J
27
260
420
1100
3800

29 CON
450
18
29
330
- 210
438
20
ND
530
860
24
1100
1200

Table 1B

AD-02

160
230
5.7J
37
5.5J
26
19
250
420
1100
3900

29 CON
610
18
31
420
220
46
20
ND
570
790
25
1100
1200

As-Dredged Sediment Samples
Chemical Data Summary -Trace Level Organic Compounds

AD-03

160
190
6.4
12
7.2
30
43
290
440
1100
4100

29 CON
230
19
31
190
220
50
25
ND
430
830
28
1100
1300

AD-04

140
170
6.0J
11
6.2J
27
31
260
440
1000
4100

29 CON
290
19
30
240
220
44
19
ND
470
810
25
1100
1200

JCI/UPCYCLE Associates, LLC



Table 1B (continued)

Notes: 1. J Estimated Result. Result is less than the reporting limit.
2. CON Confirmation analysis.

JCIVUPCYCLE Associates, LLC



Organochlorine Pesticides (ug/kg)

alpha-BHC
beta-BHC
gamma-BHC (Lindane)
Heptachlor

Aldrin ‘

~ Heptachlor epoxide
- Dieldrin

4,4-DDE

Endrin

Endrin ketone
4,4'-DDD

4,4-DDT
gamma-Chlordane

PCB Congeners {(ug/kg)

BZ-28
BZ-52
BZ-49
BZ-44
BZ-66
BZ-101
BZ-87
BZ-118
BZ-153
BZ-184

AD-01

0.47J
1.7U
2.2P
1.7U
1.7U
0.23J
0.40J
1.2J
1.7U
0.21JP
0.55J P
0.51JP
0.78J

19P
7.8P
2.0U

7.5
2.0U
2.0U
2.0U

7.6
10.0P
7.3P

Table 1C

As-Dredged Sediment Samples
Chemical Data Summary - Organochlorine Pesticides, PCBs and Herbicides

AD-02

0.36J
1.7U
0.214P
0.63JP
158JP
1.7U
0.29J P
0.85JP
1.7U
1.7U
1.7U
0.67J
0.48JP

14P
6.3P
2.2P
7.8
10
5.8
3.2P
6.7
10.0P
8.2P

AD-03

0.23JP
1.7V
0.31JP
0.69J P
11JP
0.13J
0.50J P
1.7P
1.7V
1.7U
2.0P
1.7U
0.32J P

24EP
7.5P
2.9P
9.0P
2.0U
9.2
6.0P
9.6
13.7P
10.0P

AD-04

1.1JP
1.3JP
1.7V
1.0JP
3.4P
0.16J P
0.524 P
1.8P
0.21J
1.7U
0.92J P
1.7U
0.81JP -

28EP
2.1V
2.1U
21U
21U
21U
21U
7.8
16.4P
8.7

JCI/UPCYCLE Associates, LLC



BZ-105
BZ-138
BZ-187
BZ-183
BZ-128
BZ-156
BZ-180
BZ-170

Notes:

AD-01

3.5P
9
2.3P
2.0U
2.2P
2.3P
5.7
3.6

Table 1C (continued)
AD-02

1.9U
1.9U
2.4P
1.9V
2.0P
2.0P
5.5
2.8

AD-03

2.0V
2.0V
2.8P
2.0V
2.8P
2.6P
6.6P
3.5

AD-04

3.8P

2.1U
3.8
23

2.5P

2.1U
7.2

4

1. Only compounds detected are listed. PCB Aroclor and Herbicide compounds were analyzed for but not

detected.

2. U Compound analyzed for but not detected.

3. J Estimated results. Result is less than the reporting limit.

4. E Compound whose concentration exceeded the calibration range of the instrument for this specific

analysis.

5. P Indicates a reported value from a GC analysis where there is greater than 25% difference for
detected concentrations between GC columns.

JCIVUPCYCLE Associates, LLC



Volatiles (ug/kg)

Acetone
Methylene chloride

Semivolatiles (ug/kg)
Dilution Factor

Acenaphthylene
Anthracene

Benzo (a) anthracene
Benzo (a) pyrene
Benzo (b) fluoranthene
Benzo (k) fluoranthene
Benzo (ghi) perylene

bis (2-Ethylhexyl) phthalate

Butyl benzyl phthalate
Chrysene

Dibenz (a,h) anthracene
Diethy! phthalate
Di-n-butyl phthalate
Fluoranthene

Indeno (1,2,3-cd) pyrene
Naphthalene
Phenanthrene

Pyrene

Table 1D

As-Dredged Sediment Samples
Chemical Data Summary - GC/MS Volatiles and GC/MS Semivolatiles

AD-01 AD-02 AD-03 AD-04
41U 41U 8.5J 9.2J
10U 10U 14 18

1 1 5 1
340U 340U 1700U 51J
43J 49J . 1700U 47J
120J 130J 110J 150J
110J 110J 100J 150J
100J 1204 - 100J 140J
110J 120J 110J 160J
70J 40J - 66J 47J
1100 1500 910J 1200
340U 69J 1700V - 25
140J 150J 120J 170J
32J 16J 1700V 330U
160J 260J 200J 190J
28000E 11000E 21000E 43000E
230J 250J 240J 310J
87J 57J ' 73J 64J
52J 74J 1700V 61J
88J 100J 1700V 98J
180J 180J 180J 210J

JCI/UPCYCLE Associates, LLC



Dilution Factor

Acenaphthylene
Anthracene

Benzo (a) anthracene
Benzo (a) pyrene

Benzo (b) fluoranthene
Benzo (k) fluoranthene
Benzo (ghi) perylene

bis (2-Ethylhexyl) phthalate
Chrysene

- Dibenz (a,h) anthracene
Diethy! phthalate
Di-n-butyl phthalate
Fluoranthene

Indeno (1,2,3-cd) pyrene
Naphthalene
Phenanthrene

Pyrene

Notes:

A WN -

AD-01

15

5100U
5100U
5100V
5100V
5100U
5100U
5100U

-980J

5100U
5100U
5100U
36000

.5100U

5100U
5100V
5100U
5100U

. Only compounds detected are listed.

. Due to the concentration of target compounds detected, samples were reanalyzed at higher dilution factors.
. J Estimated result. Result is less than the reporting limit.
. U Compound analyzed for but not detected.

. E Compound concentration exceeded the calibration range of the instrument for the specific analysis.

Table 1D (continued)
AD-02
6

2100U
2100U
1304
99J
100J
140J
78J
1400J
150J
2100V
270J
12000
240J
81J
2100V
2100V
190J

AD-03

10

3400V
3400U
3400U
3400U
3400V
3400U
3400U
700J
3400U
3400U
3400U
16000
160J
3400U
3400U
3400U
140J

AD-04
30

10000V
10000V
10000V
10000V
10000U
10000V
10000V
1200J
10000V
10000V
10000U
58000
10000V
10000U
10000U
10000U
10000V

JCI/UPCYCLE Associates, LLC



Most metal concentrations were typical of that found in the region’s sediment. However, while
being higher than expected, the mercury levels found within the as-dredged sediment, 4.6 to 5.2
mg/kg, were consistent with existing levels previously found, i.e., non-detect to 13 mg/kg. As
experienced in other sediment samples from the port, trace levels of organic compounds
(dioxins/furans) were detected, albeit in minute concentrations. Similar results were found for
some pesticides and PCB congeners, while the PCB aroclor compounds and herbicides analyzed
for were not detected. :

All GC/MS volatile organic analyses with the exception of acetone and methylene chloride in
one sample (AD-03) and the duplicate sample (AD-04) were non-detect. The acetone results
were estimated and less than the reporting limit, while the methylene chloride concentrations
were slightly above detection. With respect to the GC/MS semivolatile analyses, due to the
concentrations of target compounds detected in the as-dredged material, it was decided to
reanalyze the samples at higher dilution factors. With the exception of di-n-butyl phthalate that
appears to be ubiquitous and a common semivolatile contaminant, regardless of the dilution
factor used, any compounds detected had results below their respective reporting limits.

4.2 2 Dewatering Effluent Liquid Results

Two sets of samples of dewatering effluent liquid were collected. The first set of samples (DL-
01 and DL-02) was from the initial processing run, having been taken when it was thought that
the TSS target had been reached with the second sample (DL-04) being taken after an additional
24-hours allowing the liquid to reach quiescence. While the SAP required the second sample to
be analyzed under certain conditions, due to potential conflicts with prescribed methodology
holding times, it was decided to proceed with its analyses. The dewatering liquid analytical
results are presented and compared to New Jersey Surface Water Quality Standards (SWQS) for
Class SE-3 waters in Table 2 — Dewatering Liquid Analytical Results, prepared by GZA
GeoEnvironmental, Inc. Table 2 includes the following analytical results: general chemistry,
TSS and TOC; GC/MS volatiles; GC/MS semivolatiles; pesticides; and metals. Table 2 reports
only those compounds that were detected in the samples. The SE-3 (saline waters in .estuaries)
classification for Newark Bay was confirmed by NJDEP. The laboratory reported that all
coolers containing the dewatering effluent liquid samples were received with their temperatures
outside of the proper temperature range.

The effluent dewatering liquid samples collected and tested contained four volatile organic
compounds. Acetone, bromodichloromethane, 2-butanone and chloroform were detected at trace
levels all below New Jersey SWQS limits.  Bis(2-Ethylhexyl) phthalate, the only semivolatile
compound found, was detected below the method detection limit and also below its applicable
SWQS. :

The pesticides dieldrin and 4,4’-DDE were at concentrations above the applicable SWQS values.
Dieldrin was detected above the SWQS in the sample collected after the 24-hour waiting period,
while 4-4” DDE was detected above the SWQS in all of the samples.

Arsenic, manganese and mercury were detected above the SWQS in all of the samples. Given

the discussion previously attributed to mercury in the as-dredged material, the mercury results
could be expected.
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: Table 2
Dewatermg Liquid Analytical Results

. L ' JC/Upeycle
SampleD T ) . | EPA DL-01 DL-02* (DUP) ‘DL-04 - | B
Lab Sample ID. T Method C0I010216-001 } COI010216-002 | CO1020124-001 { COI010216-004.
Sampling Date . 8/30/00 | 8/30/00 -+ 8/31/00 ’
Dilution Factor - . 1 N 1 A 1
Total Organic Carbon (mg/L) .| 9060 8.8 8.6 6.5 NA
Total Suspended Solids (mg/L) ) 1602 146 - 143 ] 242 - | ND.
Volatile Organic Compounds (ug/L) , 8260 : .
Acetone : 7.1 Il 1 J 9.6 J 46 I
" |Bromodichloromethane 15 - T | 15 -J 1.6 J < 5.0 u
2-Butanone 6.4 J 8.9 J 9.4 J © 35 I
Chioroform” - ' 9.4 94 | o8 ] 50° U
Semi-Volatile Organic Compounds-(ug/L) 8270 S & N ‘
bis(2-Ethymexyl) phtlialate . . N 1000 U 48 T | 41 B A 52, J
Pesﬁcldes (ug/L) " 8081A . _ i B .
Dieldrin _ o o 0050 U J|-0050 U 0021 JP| NA-
44-DDE 0.0082 . JP | 0.0039 JP | 0.015 J NA
Inorganic Metals (ug/L) . 601017470134 : :
Aluminum C 4,380 - - 5150 . 19,100 NA
Antimony L 15. Ul 5. ul- 3 B.|. NA
‘Arsenic . 10.3 | 114 345 B| NA
Barium ‘ ' 824 - 86.8 " 186 NA
Beryllium ' - 025 028 1.1 B NA
Cadmium 058 . 0.71 34. B NA-
Calcium 119,000 . -| 122,000 123,000 B NA -
Chromjum 46.8 -1 559 1920 ‘NA
Cobalt 32 . U .32 ‘U 153 ‘B’ NA
Copper _ 112 -] 89 1 168 . CNA
Lron 5810 7650 - |- 3480 B | NA
Lead 48 . |. 508 . . 209 " NA
Magnesium 206,000 208,000 281,000 - NA
Manganese 1,460° 1,520 1 1,470 o NA-
Mercury . 0.64. 085 -~ - | 27 ' ‘NA ~
Nickel 13 T - 525 ) NA
. |Potassium - 88,900 ) 8,350 109,000 NA
Selenium 22 2.1 U 4 .- NA-
Silver 1.6 ' 21 5- - NA
Sodium 111,870,000 1,880,000 . . " | 2,450,000 - NA
(Thallium H 55 . | 65 . 5.9 NA .
Vanadium . 12.4 13.5 522 ] . NA
Zine 281 . 158 | 359 NA
Note: Only compounds detected are listed. Bolded values indicate an exceedance above the SWQS
SWQS = Surface Water Quality Standards for a SE-3 Waterbody
B= Analyte quantified in blank sample as well as matrix sample °
] = Indicates an estimated value below the Method Detection Limit. ) :
P = Greater than 25% difference for detected concentrations between two GC columns (lower value reported)
U = Undetected (number in column is the MDL) . :
NA = Not applicable or not analyzed.
.\‘;'D = Not Detected .
S/Reserved = No standard
" None = none which would render-the waters unsmtable for the designated uses
l-\g/L = chrogmm per litér
" Dewalter-resuits ’ . ’ . . o o ’ GZA GeoEnvironmental, Inc.

Project No. 75251 o _ o . : S toaTmo



Analyses for PCB aroclor compounds, PCB congeners and herbicide compounds were all non-
detect. However, trace levels of organic compounds (dioxins/furans) were detected, albeit in
minute concentrations. These results are presented in Table 2A.

Comprehensive analyses of the dewatering liquid including laboratory analytical case narratives
are provided in the “Interim Summary Report” cited as a Reference Document.

The use of the Hach meter to field determine TSS proved ineffective. Laboratory reported TSS
values ranged from 143 to 242 mg/L, (reference Table 2) while the Hach values reported
exceeded the instrument limit of 883 mg/L. Visually, the field sample was turbid, but did not
evidence a high degree of solids. Given the turbidity of the sample subjected to the field test, it
is surmised that the instrument could not accurately distinguish between turbidity and TSS.

4.2.3 Toxicity Results — Dewatering Effluent Liquid

At the request of Scott Douglas, NJMR’s Project Manager, a sample of effluent dewatering
liquid was collected for toxicity analysis. Sample collection is described in the above referenced
report prepared by GZA, and analytical results as determined by Aqua Survey, Inc. are described
in their document titled “Biomonitoring Report (Screening Tests), GZA Company” dated
October 2, 2000, and appended hereto. Table 3, ASI Biomonitoring Report Test Summary of the
48-hour acute screening tests for M. bahia and Table 3A, Summary of Acute Test Results,
confirm that the effluent liquid is not toxic.

4 2 4 Dewatered Filter Cake Resulfs

The summary analytical results for the dewatered filter cake (FC-1 and FC-2) are presented in
Tables 4 through 4D in similar fashion as above with only those compounds being detected

listed. Included are results for: analytical results for moisture content and percent solids, sieve

analysis, USDA classification and Total Organic Carbon (Table 4); metals and TCLP metals

(Table 4A); trace level organic compounds, i.e., dioxins/furans (Table 4B); pesticides and PCB

congeners (Table 4C) and GC/MS semivolatiles (Table 4D). The laboratory reported that all

coolers containing the dewatering effluent liquid samples were received with their temperatures

outside of the proper temperature range. The complete data results for the dewatered filter cake

including analytical narratives are provided in the “Interim Summary Report” cited as a

Reference Document.

GC/MS volatiles, PCB aroclors, and herbicides were analyzed but not detected. Analyses for
TCLP volatiles were all non-detect and TCLP metals results indicate no contravention or
exceedance of established limits.

The physical nature of the dewatered filter cake is of a silt loam classification and very fine in
size with greater than 98% passing through a #200 sieve. The total organic carbon content of the
filter cake, greater than 82000 mg/kg on a dry basis, is higher than that detected in the as-
dredged sediment. This increase in value could be attributable to a concentration effect that
occured during the mechanical filter press phase of the dewatering process.

Most metal concentrations are within the range encountered in this region’s sediment. The
mercury concentration of 3.8 mg/kg is less than that found in the as-dredged material, higher
than expected, but still within the range of mercury seen in the port’s sediment. Trace levels of
organic compounds (dioxins/furans) were detected but at extremely minute levels. Similar
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Table 2A

Dewatering Effluent Liquid Samples
Chemical Data Summary - Trace Level Organic Compounds

DL-01 DL-02 DL-04
Dioxin/Furan (pg/L)
2,3,7,8-TCDD 58 58 130
Total TCDD 110 120 150
1,2,3,7,8-PeCDD ND ND ND
Total PeCDD ND ND ND
1,2,3,4,7,8-HxCDD ND ND ND
1,2,3,6,7,8-HxCDD ND ND ND
-1,2,3,7,8,9-HxCDD ND ND "ND
Total HxCDD 100 : 220 192
1,2,3,4,6,7,8-HpCDD 370 330 320
Total HpCDD 830 1300 710
ocDD 4200 3300 3400
2,3,7,8-TCDF ND 15 CON 15 CON
Total TCDF 300 300 290
1,2,3,7,8-PeCDF ND ND ND
2,3,4,7,8-PeCDF ND ND ND
Total PeCDF 190 170 190
1,2,3,4,7,8-HxCDF 160 120 130
1,2,3,6,7,8-HxCDF 43J 26J 37J
2,3,4,6,7,8-HxCDF ND ND ND
1,2,3,7,8,9-HxCDF ND ND ND
Total HXCDF 370 300 330
1,2,3,4,6,7,8-HpCDF 780 530 650 .
1,2,3,47,8,9-HpCDF ND ND ND
Total HpCDF 930 640 770
OCDF 920 620 : 620

JCI/UPCYCLE Associates, LLC



Table 2A (continued)

Notes: 1. ND Non-detect
2. J Estimated Result. Result is less than the reporting limit.
3. CON Confirmation analysis.

JCIUPCYCLE Associates, LLC



Aqua Survey, Inc.
- - ’ - Tablie 3 , ' .
! . | o .
. CLENT:  GZAGeo Edviromental
IR ' - 65 Willowbrook Road
o _ . Wayne, NJ 07470 _
TYPE OF TESTS: . 48-hour Acute Screening Tests
DATESOFTESTS: . Quench Water - September 5-7, 2000

. RESULTS: : Percent Survival
. - Cete '?ercent
o ' s :CQH:tI'O]: e S .- : 100%
. S 100% Quench Water 95%

Certiﬁc_:atidn: o - | R
- Accurady of report certified by: - T B :
; j«:vvwa > o R . o S Ib / Z / 09
Thomas J. Dolce/ - LT - . Date -
Laboratory Manager :

@ recycieg paper .

" Pagel : S o " GZA:20-368
’ 499 Point Breeze Road / Flemington, NJ 08822 . . .
Phone 908/788 8700 - Fax: 908/788 9165 E-mail: aquasurvcy@aol com - Web Site: wwwaquasurvcy com




GZA GeoEnvironmental

9732569339

109/20 '00 10:05 No.246 02/02

Table 3A

- AQUA SURVEY, INC.

~ MEMORANDUM BY FAX -

SUMMARY OF ACUTE TEST RESULTS

TO: FROM:
Mr. Brian Dagostine/ Ms. Mindy Sayres | Thomas J. Dolce
CLIENT: GZA Geo Environmental LOCATION:
'OUTFALL: | FAX #:(973) 256-9339
BEPORT #: 2368 JOB #: 20-368
TEST DATES (S): 9/5-7/00 TEST TYPE: 96 Hour SDR

_M

— — - ——
: CONTROL  MORTALITY IN
. SPECIES MORTALITY 100% EFFLUENT 1LC.,
FRESHWATER C. dubla | _
o ~ P. promelas e — —
SALTWATER C varlggalus _ —_——
' ' M. bahia Loro 5% >100%

QQMMENIS:

C

To discuss your data package pleass call Thomas J. Dolce at (808) 788-8700.

This service is provided free of charge as part ot ASI's continuing commitment to provide high quaiity

sorvice oriented bioassay testing.

>~



Moisture Content (%)

Percent Solids (%)

Sieve Sizes (mm)
Greater Than #4 (Percentage)
#4 To # 200 (Percentage)

Finer Than # 200 (Perc'entage)v :

USDA Classification

Total Organic Carbon (mg/kg) (Dry)

Table 4

Dewatered Filter Cake Samples
Soils Testing and Miscellaneous Results

FC-1 FC-2
61.1 63.7
38.9 36.3
USCS Summary
0.00 0.04
1.04 1.12
08.96 08.84
Silt Loam Silt Loam
83000 82600

JCI/UPCYCLE Associates, LLC



Dioxin/Furan (pg/g)

2,3,7,8-TCDD
Total TCDD
1,2,3,7,8-PeCDD
Total PeCDD
1,2,3,4,7,8-HXxCDD
1,2,3,6,7,8-HxCDD
-1,2,3,7,8,9-HxCDD
Total HXCDD
1,2,3,4,6,7,8-HpCDD
Total HpCDD
OCDD

2,3,7,8-TCDF

Total TCDF
1,2,3,7,8-PeCDF
2,3,4,7,8-PeCDF
Total PeCDF
1,2,3,4,7,8-HxCDF
1,2,3,6,7,8-HxCDF
2,3,4,6,7,8-HxCDF
1,2,3,7,8,9-HxCDF
Total HxCDF
1,2,3,4,6,7,8-HpCDF
1,2,3,47,8,9-HpCDF
Total HpCDF
OCDF

Dewatered Filter Cake Samples
Chemical Data Summary -Trace Level Organic Compounds

FC-1

170
280
ND
15
ND
29
16 J
260
800
1700
5900

22 CON
790
21J

36
540
210

54
184
ND
630
810

52
1200
1700

Table 4A

FC-2

160
250
ND
15
ND
28
154
250
480
1200
4800

23 CON
670
22J

37
520
220

55
20J
ND
630
880
274
1200
1400
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Table 4A (continued)

Notes: 1. ND Not detected.
2. J Estimated Result. Result is less than the reporting limit.
3. CON Confirmation analysis.

JCIY/UPCYCLE Associates, LLC



Metal (mg/kg)

Aluminum
Antimony
Arsenic
Barium

- Beryllium
Cadmium
Calcium
Chromium
Cobalt
Copper
Iron

Lead
Magnesium
Manganese
Nickel
Potassium
Selenium
Silver
Sodium
Thallium
Vanadium
Zinc

Mercury

‘MDL

1.7
0.20
0.35

0.057
0.0097
0.067

5.2

0.14

0.44

0.30
1.2
0.26
2.7
0.12
0.84
67.8
0.29
0.13
2.0
0.53
0.24
0.42

0.021

Table 4B

Dewatered Filter Cake Samples
Chemical Data Summary - Metals and TCLP Metals

FC-1

15700
13BN
18.2
122
1.0
3.2
6950
183
15.4
177
40900
190 N
9230
701
435
2970 N
0.36B
4.2
7940
0.91B
42.2
321

3.8

MDL

1.8
0.20
0.35

0.057
0.0098
0.068

5.2
0.14
0.44
0.30

1.2
0.26

2.7
0.12
0.84
68.2
0.29
0.13

20
0.53
0.25
0.42

0.021

FC-2

16000
11BN
17.6
124
1.0
3.2
3800
176
15.0
178
40400
180N
9200
691
421
3040 N
1.0
4.0
7820
061B
42.1
315

3.8

JCI/UPCYCLE Asscciates, LLC



Table 4B (continued)

Reporting Limit FC-1 Reporting Limit FC-2
TCLP Metal (mg/L)
Arsenic 0.50 0.19B 0.50 0.17B
Barium 10.0 0.11B 10.0 0.12B
Cadmium 0.10 0.013B 0.10 0.013B
Chromium 0.50 0.0038 U 0.50 0.0044 B
Lead 0.50 0.028 B 0.50 0.025 U
Selenium 0.25 0.067 U . 0.25 0.067 U
Silver 0.50 0.0031 U 0.50 0.0031 U
“Mercury 0.00020 0.000059 B 0.00020 0.000045 B

. MDL Method Detection Limit

B Result is between MDL and reporting limit

U Result is tess than the MDL .

. N Matrix spike and matrix spike duplicate were outside of the control limits.

Notes:

PON=

JCI/UPCYCLE Associates, LLC



Table 4C

Dewatered Filter Cake Samples
Chemical Data Summary - Organochlorine Pesticides and PCB Congeners

FC-1 FC-2
Organochiorine Pesticides (ug/kg)
gamma-BHC (Lindane) 0.19JP 0254P
4,4-DDE 086JP 1.1JP
4,4'-DDD 23U 0.71JP
4,4-DDT 23U 096JP
PCB Congeriers (ug/kg)
BZ-8 3.6 4.7
Bz-18 40P 41P
BZ-28 15 18
BZ-52 12P 14 P
BZ-49 8.5 9.2
BZ-44 70P 89P
BZ-66 11P 14 P
BZ-101 11 11
BZ-87 40P 35P
BZ-77 27U 25
BZ-118 6.9 8.1
BZ-153 10 11P
BZ-184 74P 9.1P
BZ-105 3.0P 40P
BZ-138 27U 9.1
BZ-128 27U 27P
BZ-156 2.8 3.1
BZ-180 5.3 5.8

BZ-170 33P 33P

JCI/UPCYCLE Associates, LLC




Table 4C (continued)

Notes: 1. Only compounds detected are listed. PCB Aroclor and Herbicide compounds were analyzed for but not

detected.

2. U Compound analyzed for but not detected.

3. J Estimated results. Result is less than the reporting limit.

4. P Indicates a reported value from a GC analysis where there is greater than 25% difference for

detected concentrations between GC columns

JCI/UPCYCLE Associates, LLC



Table 4D

Dewatered Filter Cake Samples
Chemical Data Summary - CG/MS Semivolatiles

FC-1 FC-2
Dilution Factor 1 1
Compound (ug/kg)
Anthracene 34J 40J
Benzo (a) anthracene 130J 130J
" Benzo (a) pyrene ~ ' 96 J . : 100J
Benzo (b) fluoranthene 75J 95 J
Benzo (k) fluoranthene 63J 72 J
Benzo (ghi) perylene 40J 35J
bis (2-Ethylhexyl) phthalate 310J 340 J
Chrysene 120 J 150J
Di-n-butyl phthalate 3004 290 J
Fluoranthene 180 J 230J
Indeno (1,2,3-cd) pyrene , 41J 354
Naphthalene 460 U 57J
Phenanthrene . 574 40J
Pyrene 150 J 150 J
Notes: 1. Only compounds detected are listed.

2. J Estimated result. Result is less than the reporting limit.
3. U Compound analyzed for but not detected.

JCI/UPCYCLE Associates, LLC



results were found for four organochlorine pesticides (Lindane, 4,4’-DDE, 4,4’-DDD and 4,4’-
DDT) as well as for the PCB congeners.

With respect to GC/MS semivolatile analyses, several compounds were detected with the results
being estimated and below applicable reporting limits.

4.3 Data Validation Assessment — Pre-Kiln Processing

An integral part of the approved Sampling and Analysis Plan (“SAP”) component of the overall
Work Plan is the assurance of representative analytical data. As part of the SAP, the New Jersey
Institute of Technology’s Center for Environmental Engineering and Science provided
independent data validation services.  Gerard McKenna of NJIT-CEES served as principal
reviewer with expert consulting assistance from William E. Sherman. The scope of the data
validation services undertaken by NJIT-CEES included: 1) review of background documents
including sampling work plans, QA/QC plans, analytical methodologies used, and federal/state
data quality evaluation guidelines; 2) review of analytical results and all supportive
documentation provided by the sub-contractor analytical laboratories; 3) data assessment; and 4)
summary evaluation report. NIJIT-CEES received data and accompanying documentation
associated with the dewatering and processing operations performed at Stratus Petroleum.
Specifically, sample results from the as-dredged material, the dewatered filter cake and the
effluent liquid from these operations.

Mr. McKenna, writing for NJIT-CEES, concluded, that based on their reviews, the analytical
data was found to have been generated in an acceptable manner. NJIT-CEES found that the
laboratories used appropriate methodologies and analyzed the samples under acceptable
conditions as shown by the laboratories Internal Quality Control Case Narratives.

With respect to the effluent liquid and dewatered filter cake samples, it was noted that these
samples were received in coolers by the laboratory, however, these samples were “outside the
proper temperature range, i.e, 4°C.” Without further explanation for this deviation, Mr.
McKenna concluded that if these samples were not exposed to any unusual conditions between
sample collection and laboratory receipt, it would then seem likely that they represented the
actual condition of the dewatered effluent liquid and dewatered filter cake.

NJIT’s complete report is included in the Appendix attached hereto.

4.4 Analytical Testing Discussion — Rotary Kiln Processing Emission Measurements

The general basis for the emissions testing, process sampling and analytical plan used in the pilot
rotary kiln program was established in a document titled “Sampling and Analysis Plan, Sediment
Decontamination Demonstration Project” dated November 3, 1999, approved with minor
clarification by NJMR on December 8, 1999.

The emission sampling, analyses and characterization test program was designed to provide
information to assess potential environmental impacts from the use of dredged materials in the
manufacture of lightweight aggregate. Emissions testing was performed for the hammermill
dryer/grinder system at the outlet to the baghouse collector and for the pilot rotary kiln system at
the inlet and outlet of the emissions control equipment serving the rotary kiln. An overview of
. the test program is provided in Tables 5 and 6.
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Table 5

Test Program Overview for Air Emissions Sampling

(Sourcé: FAC)



Test Program Overview for Air Emissions Sampling: JCl/Upcycle
:;:::r:s(s) Sampling Method(s) Pollutant(s) Sampled Analytical Method gﬁ: : Run Duration
EPA Method 6Ct" Sulfur Dioxide (SO,) EPA Method 6C™ 2 167.4and
Hammermill . 180 minutes™
Grinder Dryer EPA Method 7E® Nitrogen Oxides (NO,) EPA Method 7E® 2
EPA Method 109 - Carbon Monoxide (CO) EPA Method 10t 2
EPA Method 25AM Total Hydrocarbons (THC) | EPA Method 25A®™ 2
EPA Method 23" Dioxins/Furans EPA Method 8290 2
EPA Method 5@ Particulate EPA Method 5 2 118 and 120
EPA Method 101A®® Mercury EPA Method 101A® minutes®
Rotary Kiin Exit EPA Methed 6C" Sulfur Dioxide (SO.) EPA Method 6C1" ‘ 3 60 minutes
APC Inlet and "
Outlet® EPA Method 7E® Nitrogen Oxides (NO,) EPA Method 7E 3 60 minutes
EPA Method 107" Carbon Monoxide (CQ) EPA Method 10" 3 60 minutes
EPA Method 25A1 Total Hydrocarbons (THC) | EPA Method 25A® . 3 60 minutes
EPA Method 5 Particulate EPA Method 5 3 60 minutes
(New Jersey Method 1) (New Jersey Method 1)
EPA Methed 202 Condensible Particulate EPA Method 202
EPA Methad 23 Dioxins/Furans EPA Method 2311 3 180 minutes
Semivolatile Organics EPA Methed 8270
PCB's EPA Method 8082®
Madified EPA Method Total Chromatographable EPA Method 3 180 minutes
23 Semivolatile Organics 600/R36/036™
EPA Method 29¢ Muitiple Metals EPA Method 29 3 120 minutes
EPA Method 0030 Volatile Organics EPA Method 8260® 3 40 minutes
EPA Method 0040® Volatile Organics EPA Methed 18" 3 60 minutes
EPA Method 0050® Hydrogen Chiloride (HCI) EPA Method 0050 3' 120 minutes
Hydrogen Bromide (HBr)
Hydrogen Fluoride (HF)
Chlorine (Cly)
Ammonia (NH,)
EPA Method 0061 Hexavalent Chromium EPA Method 0061 3 120 minutes
Notes: '
1) From 40 CFR 60, Appendix A.
(2) From 40 CFR 61, Appendix B.
3 EPA Methods 5 was performed in conjunction with EPA Method 101A using a combined sampling train (see discussion
Sectlon 4.1.6) i ) .
(4) With the exception of EPA Methods 6C, 7E, 10, and 25A, the rotary kiln exit (scrubber Inlet) and scrubber outlet were tested
simuitaneousty) .
(S) From New Jersey Technical Manual 1004, Guidelines for Compliance Stack Emission Test Programs, July 2000
©) From Test Methods for Evaluating Sofid Waste, Physical/Chemical Methods (EPA SW-846).
Q)] The first sampling run at the hammermill baghouse outlet was abbreviated because of a process upset (see discussion
Section 3.2.1) ' '

8) From EPA Methods for Chemical Analysis of Water and Wastes.




Table 6

Test Program Overview for Process Materials Sampling

(Source; FAC)



Process Materials Sampling Overview: JCl/Upcycle

Fluorine)

Sample 3 Analyte(s) Sample Analysis Sample N;::;;:f
Type Method Frequency Analyzed®

: : 1 per entire 2 samples:
Fuel Oil Halogens (Chlorine, Bromine, EPA Method 300.0¢" test grab sample

] , program and duplicate
Metals (Excluding Mercury) EPA Method 6010B® |

Mercury EPA Method 7471@ 1 per entire g2rasbar;aprlnepsl:e
Shale ; ; test
_ Halogens (Chlorine, Bromine, o) and duplicate
Fluorine) EPA Methed 300.0 program
Total Organic Carbon See Section 4.2.2.11
Metals (Excluding Mercury) EPA Method 60108
Mercury EPA Method 7471%
Halogens (Chlorine, Bromine, EPA M m _
2 ethod 300.0
Fluorine) 4 samples:
@
PCDD/PCDF EPA Method 8290 1) composite of
Herbicides EPA Method 8150@ first test day
Feed . EPA Methods 35508% 2) composite of
Pellets Pesticides and 8081%® o min second test day
EPA Methods 35508® 3 i
PC ) composite of
Bs and 8082% -samples 1 and 2
Volatile Organic Compounds EPA Method 82607 4) duplicate of 2
Semivolatile Organic Compounds | EPA Method 8270
TCLP Volatiles EPA Method 8260@"
TCLP Semivolatiles EPA Method 8270%
Metals (Excluding Mercury) EPA Method 6010B®
Mercury | EPA Method 7471@
Total Organic Carbon See Section 4.2.2.11
PCDD/PCDF EPA Method 8280(2) 3 samples:
Herbicides EPA Method 8150% 1) composite of
Ceramic | posticides EPAMothods 35508% | first test day
En;tz:rh and 8081 180 min 2) composite of
' bCB EPA Methods 3550B® second test day
CEs and 8082@ _
d 3) composite of
Volatile Organic Compounds EPA Method 8260@ samples 1 and 2
Semivolatile Organic Compounds | EPA Method 8270@
TCLP Volatiles - EPA Method 8260?
TCLP Semivolatiles EPA Method 8270®




Process Materials Sampling Overview: JCl/Upcycle
: . Number of
Sample Sample Analysis . Sample
Analyte(s) Samples
Type Method Frequency Analyzed ®
Metals (Excluding Mercury) EPA Method 6010B@
Mercury EPA Method 7471%@
Halogens (Chlorine, Brom ine, )
Fluorine) EPA Method 300.0
PCDD/PCDF EPA Method 8290%
Herbicides EPA Method 8150@
. EPA Methc : '
Pesticides 35508(3 a:388081(2’ 3 samples:
1) composite of
EPA Methods
PCBs 3550B® and 8082 first test day
Aggregate . . @ : 2) compasite of
Product Volatile Organic Compounds EPA Method 8260 30 min second test day
Semivolatile Organic . .
EPA Method 8270@ 3) composite of
Compounds samples 1 and 2
i @ :
TCLP Volatiles EPA Method 8260 4) duplicate of 2
TCLP Semivolatiles EPA Method 8270@
TCLP Metals (Excluding @
Mercury) EPA Method 60108
TCLP Mercury EPA Method 7471@
MEP Metals (Excluding @
Mercury) | EPA Method 60108
MEP Mercury EPA Method 7471%®
" | Metals (Excluding Mercury) | EPA Method 6010B®
Scrubber cas ( ° g ) e 1 per 2 samples:
Makeup Mercury EPA Method 7471® | entire test grab sample
Water program and duplicate
: Total Halogens EPA Method 300.0"
Metals (Excluding Mercury) EPA Method 6010B® 4 grab
s . : samples at:
Scrubber e . i 1) test beginning
Liquor Mercury EPA Method 7471@ 240 min | 5 test midpoint
" 3) testend
Total Halogens EPA Method 300.0 4) duplicate of 3

UFrom EPA Methods for Chemical Analysis of W ater and Wastes.
@From EPA Test Methods for Evaluating Solid W aste, Physical/Chem ical Methods (EPA SW -848).
®Detailed break down of sample collection and analy ses is presented in Section 4.3.2.1.




The procedures that were followed during emission sampling, process sample acquisition and
subsequent laboratory analyses of the samples including applicable quality objectives and criteria
are described in a document titled “Quality Assurance Project Plan (“QAPP”), Revision No.1,
prepared by Fuller Air Compliance (“FAC”). This latest version of the QAPP, Revision 1,
addresses comments made by Dr. Huan Feng of the WRDA/Brookhaven National Laboratory
team.

FAC was responsible for performing all gas emission measurements to be used for reporting
purposes as well as those to be used to project emissions for a commercial scale LWA facility.
FFE Minerals performed gas emission measurements for the sole purpose of developing
emission profiles over the entire operating program. FFE Minerals was responsible for acquiring
all process related samples and in turn providing these samples to FAC for chain-of-custody
procedures and subsequent laboratory analysis. Under subcontract to FAC, Triangle
Laboratories, Inc. was responsible for gaseous emissions analyses including PCDD/PCDF, PCB,
semivolatile, and VOST. York Analytical Laboratories, Inc. was responsible for process related
sample analyses including metals, pesticides, herbicides, volatiles, TCLP volatiles, BNA, MEP
metals, and TCLP metals analyses. Philip Analytical Services, Inc. under subcontract to York
Analytical Laboratories performed total extractable chromatographable organics and gravimetric
organics analyses as well as hexavalent chromium, TOC and related halogen and ammonia
analyses.

4.5 Analytical Testing Discussion — Lightweight Aggregate Product

As was the case for the emission measurements and process samples, the general basis for the
testing and characterization of the LWA product was established in the Sampling and Analysis
Plan document referenced above.

Specifically, the LWA product was subjected to both physical and geotechnical testing to
provide information relative to the conformance of the aggregate product to established
specifications. ~ FFE Minerals crushed and sized (vibrating screen and jaw crusher circuit) a
sample of the kiln product to obtain a gradation meeting ASTM specifications for %” x No. 4
aggregate.

Physical analysis of this aggregate sample was performed by SOR Testing Laboratories, Inc., of
Cedar Grove, NJ. The aggregate. sample. submitted to. SOR. was. tested for a series. of properties.
as specified in ASTM C330, Standard Specification for Lightweight Aggregates for Structural
Concrete. A summary of this testing is provided in Table 7. Geotechnical testing of the
aggregate was conducted by STS Consultants, Ltd., of Vernon Hills, IL. Geotechnical testing of
the product is used to determine the acceptability and suitability of the aggregate for lightweight
fill applications. A summary of the tests performed by STS Consultants is provided in Table 8.

Additionally, for information purposes, the Port Authority of New York & New Jersey, the New
York State Department of Transportation and the State of New Jersey Department of
Transportation conducted physical material evaluations of the product. Details of these
evaluations are presented in later sections of this report and these agencies reports are provided
in the Appendix. :

4.6 Analytical Results — Rotary Kiln Processing Emissions and Process Samples
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Table 7

‘ Test Program Overview
LWA Product Physical Analysis

Analyses to be Performed Test Methodology
Gradation ASTM C-136
Unit Weight ASTM C-29
Organic Impurities ASTM C-40
Staining and Iron Content ASTM C-641
Clay Friables ASTM C-142
Loss on Ignition ASTM C-114
Drying Shrinkage ASTM C-157
Pop-outs ASTM C-151
Freezing and Thawing ASTM C-67
Thermal Conductivity ~ ASTM C-177

Note: The scope of work for the lightweight aggregate physical analysis will conform to the requirements for
“Aggregate Characteristic Tests for Use in Concrete” under ASTM C-330.

JCI/UPCYCLE Associates, LLC



Table 8

Test Program Overview

LWA Product Geotechnical Analysis

Analyses to be Performed

Particle Size

Moisture Density Relationship of Soils
Minimum Index Density of Soils
Maximum Density of Soils
Consolidated Drained Triaxial Test

Direct Shear Test

No. of Samples

22

1 Standard Proctor

1

1

8 Consolidated Stresses

8 Normal Stresses.

Test Methodology

ASTM C-117 and C-136

ASTM D-698

ASTM D-4254

ASTM D-4253

USACE EM1110-2-1906
App. X

ASTM D-3080

JCIYUPCYCLE Associates, LLC



No m?leI' p.roblems were encountered in the execution of the testing program. With the
exceptions discussed below, all testing was conducted in accordance with the QAPP prepared by
FAC for the test program.

The hammermill dryer/grinder came off-line due to stoppage of the hammermill rotor with 2
minutes left in the first mercury and particulate sampling run and with 12.6 minutes left in the
first PCDD/PCDF sampling run. Since the testing in each of these runs was essentially complete
(118 out of 120 minutes and 164.7 out of 180 minutes, respectively), the decision was made to
consider these slightly abbreviated runs as valid rather than to restart the run after the process
came back on line.

All isokinetic sampling at the hammermill dryer/grinder baghouse outlet was conducted at a
single point of average velocity. This differs from the procedures outlined in the QAPP that
proposed traversing the isokinetic sampling train at twelve points (six in each of two ports) in
accordance with EPA Method 1. This deviation was made for two reasons. First, one of the
sampling ports at each of the two test locations was obstructed by the location of the baghouse
being directly behind the sampling ports. Second, the available temporary scaffolding and lack
of a monorail attachment did not allow the sampling train to be supported during a traverse.

Data review for testing at the hammermill dryer/grinder baghouse outlet detected appreciable
mercury in the reagent blanks. When the results for the mercury emissions from this source were
corrected for the apparent blank contamination, the emissions were not detected or were detected
at a very low level. ~

The post-leak check failed for the first PCDD/PCDF sampling run conducted at the kiln scrubber
outlet. Subsequently, this run was voided and an additional sampling run was conducted at both

the inlet and outlet sampling locations for the kiln system. Therefore, the data reported for
PCDD/PCDF are from the second, third and fourth sampling runs.

The second sampling run for SO,, NOx, CO and VOC at both the kiln scrubber inlet and outlet
was voided due to the monitor reading above the span of the analyzer. Only O, and CO, data
were used from this run due to the potential for a process upset. Similarly, data from the third
sampling run at these locations for the same parameters was lost due to equipment malfunction
that prevented the downloading of the CEM data from the datalogger to the CEM computer.
Data for these runs were collected for SO,, NOx, CO and VOC at the kiln scrubber outlet and for
O; and CO; at the kiln scrubber inlet. Subsequently, two additional 60-minute runs were
conducted and the data from runs one, four and five are reported.

The loss of the O, and CO; data affected the determination of the gas molecular weight used to
calculate flow for concurrent particulate and EPA Method 0500 (HCI, HBr, HF, Cl, and NH;)
sampling runs. Since the O; and CO; concentrations were nearly constant throughout the test
program, data for the lost runs was taken from the average of valid O, and CO, test runs
immediately before and after the data were lost.

The fourth PCDD/PCDF sampling run on the kiln system was interrupted due to a power loss to
the 110-volt electrical circuit at the kiln. Power was restored and sampling resumed after the
kiln had stabilized.

20 JC/UPCYCLE Associates, LLC



Duplicate analyses were not performed on the ceramic filter collector catch samples as originally
stated in the QAPP. Notwithstanding that the entire ceramic filter catch was collected for the
process samples, the sample volume was insufficient to conduct duplicate analyses.

The EPA Method 0300 and process sample results for methylene chloride, toluene, and
chloroform may be the result of field or laboratory contamination. Both methylene chloride and
toluene were present in the EPA Method 0300 blank (the EPA Method 0300 analyses did not
include chloroform) and were found in higher quantities at the outlet than at the inlet sampling
location. These solvents were used in the field and at the analytical laboratory.

FAC cannot be sure at what point the suspected contamination may have occurred. Measures
were taken in the field to prevent solvent contamination. The EPA Method 0300 samples were
recovered in a separate trailer and were kept in separate coolers from other samples to prevent
this from occurring. Also, the process samples were handled by Fuller personnel and kept
completely separate from the emissions testing samples, some of which contained methylene
chloride and toluene.

However, contamination with laboratory solvents is common and difficult to trace in the air
sampling industry, given that contaminants are detected and measured at the microgram level
and gallons of these reagents are used in sampling and analysis. In any event, the methylene
- chloride, toluene, and chloroform results should be considered suspect for this sampling
program.

The scrubber liquor samples initially showed a decrease in mercury concentration over time.
This was contrary to what was expected to occur, namely an increase in mercury concentration
due to the condensation and capture of mercury in the wet scrubber. These initial analytical
results were questioned and re-analyses performed. Investigation determined that the caustic
solution used as the recirculating liquid in the wet scrubber for neutralization, was in fact,
neutralizing the acid used to digest precipitate within the samples prior to analysis. The
precipitate apparently contained mercury that was not dissolved into solution prior to the first
analysis. During the re-analyses, additional acid was added to the - samples to overcome the
effect of the caustic and to dissolve the precipitate within the samples. The results presented are
those resulting from the re-analyses. -

4.6.1 Emission Results

Table 9 presents an overall summary of the analytical results of the gaseous sampling conducted
at the outlet of the hammermill dryer/grinder baghouse and at the inlet and outlet of the scrubber
for the rotary kiln system. The comprehensive analytical data package including all results and
laboratory case narratives is presented in a detailed report titled “Report for Air Emissions
Testing and Process Materials Sampling”, Volumes 1 and 2, dated June 15, 2001, prepared by
FAC and is cited as a Reference Document. Summary data from the report is included in the
Appendix. '

The reported CO emission rate from the hammermill dryer/grinder exhaust is 0.29 Ib/hr (54.7
ppmdv) that is an average of the two sampling runs. The first sampling run showed a high CO
concentration in the hammermill dryer/grinder off-gas (approximately 100 ppmdv). Several
successful adjustments were made to the air heater burner to reduce these high CO
. concentrations to a level averaging 10 ppmdv. This reduction was achieved by adjusting air
distribution to the air heater burner to improve combustion conditions in the primary burning
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Table 9

Overall Summary of Air Emission Results

(Source: FAC)



OVERALL SUMMARY OF ANALYTICAL RESULTS
FROM JC/UPCYCLE TEST PROGRAM

[ oo | Hammernit | i Serbber | i Seubar
Instrumental Monitoring Syste_ln Analytes via EPA Methods 6C, 7E, 10 and 25A
Sulfur dioxide (SO,) Ib/hr *0.02 0.21 9.33 X 10
Nitrogen okides (NO,) as NO, ib/hr 0.04 0.18 1.99 X 10
Carbon monoxide (CO) Ib/hr 0.29 025 2,07 X 102
z“,\m\)"gg‘)"a"sep‘ﬁg")a;‘r'; Organic Compounds Ib/hr NA 0014 | 299x10°
:)lg:gl:aOrganic Compounds (VOC) as Ib/hr 0.19 NA NA
Total Particulate Material via EPA Method § (Hammermill) and NJ Method 1/EPA Method 202 (Kitn)
Total Particulate Material (PM) | Ib/hr 0.14 - 0.18 0.0142
PCDD/PCDF, SVOC {Analytical Method 8270), and PCB via EPA Method 23
Polychlorinated dibenzo-p-dioxins (PCDD) IbTEQ/hr 1.03x 10" 2.02x 10® 7.29 X 10"
Polychlorinated dibenzofurans (PCDF) IbTEQ/hr 241 x 10" 3.32x10°® 2.51 X 10
Semi-volatile organic compounds (SVOC) — NA | see Table 3-10 see Table 3-11
Total mono-chlorinated biphenyls Ib/hr NA 1.23x 107 1.31x10°
Total di-chlorinated blphenylé Ib/hr - NA . 247 x 107 8.18 x 10°
Total tri-chlorinated biphenyls Ib/hr NA 5.15x 107 9.65 x 10°®
Total tetra-chiorinated biphenyls Ib/tr NA 1.55x 10°¢ 1.14x10°
Total penta-chlorinated biphenyls Ib/hr NA 9.36x 107 1.35x 10°
Total hexa-chlorinated biphenyls lb/hr NA 4.37x 107 524 x 10°
Total hepta-chlorinated biphenyls Ib/hr NA 2.03x107 1.50 x 10°
Total octa-chlorinated biphenyls Ib/hr NA 2.93x 10° 138x 10|
.Total nona-chlorinated biphenyis Ib/hr NA 2,34 x 10 1.08 x 10°
Deca-chlorinated biphenyl Ib/hr NA 8.40 x 10° 3.36 x 10
Metals via EPA Method 29 - '

Aluminum (Al) Ib/hr NA 2.15x10° 3.06 X 10°
Antimony (Sb) Ib/hr NA 3.37x10% 3.73X 107
Arsenic (As) Ib/hr NA | 3.21x10° 1.31x10°
Barium (Ba) lb/hr NA 2.11x10% 9.11x 107




OVERALL SUMMARY OF ANALYTICAL RESULTS
FROM JCI/UPCYCLE TEST PROGRAM (continued)

Analyte(s) Unita E?y";?‘éﬁ?.ﬁ et | et
Metals via EPA Method 29 (continued) ﬁ
Beryllium (Be) ib/hr NA <4.24 X 107 <4.62X 10"
Cadmium (Cd) Ib/hr NA 441X 10° 8.88 X 10°
Calcium (Ca) ib/hr NA 2.00 X 10° 1.02 X 10*
Chromium (Cr) Ib/hr NA 7.25X 108 3.53X10°%
Cobalt (Co) Ib/hr NA <4.24 X 10° <415X107 ||
Copper (Cu) Ib/hr NA 7.85X 10 - 116 X 10
Iron (Fe) Ib/hr NA 2.81X10° 469X 10°
Lead (Pb) Ib/hr NA 1.41X10° 1.44 X 10
Magnesium (Mg) Ib/hr NA 1.01X 103 1.96 X 10
Manganese (Mn) Ib/hr NA © 9.86 X 10 2.48 X 10°
Mercury (Hg) Ibhr | <5.52x10° 4.46 X 10° ©1.71X10°
Nickel (Ni) Ib/hr NA - 3.79X10° 5.92 X 10°
Potassium (K) Ib/hr NA 1.89 X 107 2.00 X 10
Selenium (Se) Ib/hr NA 4,64 X 10° 8.41 X107
Silver (Ag) Ib/hr NA <4.24 X 107 <4.62 X107
Sodium (Na) ib/hr NA 2.00 X 10° 6.81 X 10"
Thallium (T1) Ib/hr NA. 2.15 X 10° 7.44 X 107
Vanadium (V) Ib/hr NA 6.62 X 10 < 3.88 X 107
| lZiLc(_Zn) ib/hr NA 3.13 X 10" 2.40 X 10
Total Chromatographable SVOC
SVOC - Gravimetric Organics (>C-16) Ib/hr NA 439X 10° 1.63 X 10
1500 ey o Ib/hr NA 1.85 X 10° 3.96 X 10
Targeted VOC via EPA Method 0030
Volatile organic compounds (VOC) - "NA ?’eazl 6 3-19 A/B ?‘:?Jle 3.20 A/B




OVERALL SUMMARY OF ANALYTICAL RESULTS
. FROM JCI/UPCYCLE TEST PROGRAM (continued)

‘ Reporting Hammerr;llll Kiln Scrubber Kiln Scrubber
Analyte(s) Units I Dryer Outlet | Inlet Outlet

Total VOC via EPA Method 0040

2.77 X 10°

Methane (CH,) Ib/hr NA 4.80 X 104 | 3.97 X 10°
Ethane (C,Hg) Ib/hr NA <1.12X10* <1.01X10°
C, as ethane Ib/hr NA 272X 10° <1.01X 103
Propane (C3Hg) Ib/hr NA <1.65 X 10" < 149X 10
C, as propane Ib/hr NA 1.12X10° <149X10?
Butane (C,Hyo) Ib/hr NA <217 X 10* <1.96 X 10°
Pentane (CH,,) Ib/hr NA <270X104 | <243X10°
C; as pentane tb/hr NA 6.66 X 10°¢ 4,51 X 10
Hexane (CgHsq) Ib/hr NA <323X10% | <291X10°
C, as hexane Ib/hr NA|  <143X107| <8.96X107
Heptane (C;H,¢) tb/hr NA <375X10* | <338x10°
C, as heptane Ib/hr NA *1.141X10° *8.61X10%
HCI, HBr, HF, NH,, and Cl, via EPA Method 0050
Hydrogen chloride (HC) tb/hr NA 1.79 X10°! <6.44 X 10°
Hydrogen bromide (HBr) Ib/hr NA 1.43 X10° <1.22X 10"
Hydrogen fluoride (HF) ib/hr NA 1.04 X10? <6.59 X 10
Ammonia (NH;) Ib/hr NA 8.59 X10° <1.14X10%
Chiorine (Cl,) Ib/hr NA 1.18 X10% <4.61X10%
Hexavalent Chromium via EPA Method 0061
Hexavalent Chromium (Cr®*) Ib/hr NA <3.94 X 107

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).

* See individual summary table for specific circumstances regarding analytical results data.




zone. Based on the CO results obtained during the second sampling run, 0.06 Ib/hr (10.7
ppmdv), the high levels of CO in the initial sampling run were not related to the dredged material
being processed, but rather were due to poor combustion in the air heater. Based on this
observation, the results for CO and also for VOC emissions (0.34 Ib/hr) obtained during the first
sampling run are not representative of these total emissions from a process or material
consideration. The second sampling run emission results, i.e., CO at 0.06 Ib/hr and VOCs at
0.03 Ib/hr, are deemed representative of the emission rates of these compounds from the
hammermill dryer/grinder system.

Trace level dioxins and furans were detected in the as-dredged material (in-situ) and
subsequently in the dewatered dredged material filter cake. Gaseous emissions from the
hammermill dryer/grinder system also displayed minute quantities of PCDD/PCDF with furan
emissions being below detection levels for all species in the second sampling run.  Emission
rates for these two compounds on a toxicity equivalent factor (TEF) basis corrected to 7% O, are
1.03 x 102 Ib/hr for PCDD and 2.11 x 10™ Ib/hr for PCDF.

The mercury emissions from the hammermill dryer/grinder system and the problem with blank
contamination are discussed above. Given that discussion, the value of <5.52 x 10~ Ib/hr
presented as an average of the two sampling runs (1.09 x 10™ Ib/hr and <1.5 x 10 ~ Ib/hr
respectively) may overestimate actual mercury emissions from the hammermill circuit. Using
this average mercury emission value, it has been calculated that <6.2% of the mercury was
emitted to atmosphere. However, if the second sampling run is deemed more representative by
eliminating the possible influence of blank contamination on emission results, then the emissions
of mercury to atmosphere based on the calculated input quantity and measured output, become
0.17%, a significant difference. From an overly conservative evaluation standpoint, the higher
values are used and reported.

Particulate emissions from the hammermill dryer/grinder baghouse averaged 0.013 grains/dscf
(0.14 Ib/hr). The higher than expected level of these particulate emissions is attributed to the
condition of the filter bags in the system baghouse. No nuisance dust emissions were observed
from the hammermill dryer/grinder system as this equipment operated under negative pressure.

Emissions from the rotary kiln circuit were measured at two points, the inlet to the scrubber (kiln
exit) and the exit from the scrubber. The purpose in sampling at these locations was to attempt
to determine control efficiencies of the pollution control system for the various analytes. The
focus on reporting however, is the emission of a specific analyte at the scrubber exit.

The increase in NOx emissions at the scrubber outlet over that at the scrubber inlet (0.199 1b/hr
vs. 0.18 Ib/hr) may be deemed attributable to two specific causes. The first cause is the higher
fuel consumption in the pilot rotary kiln system. Fuel consumption is considerably greater than
that expected for a commercial sized rotary kiln due to the low material loading rate, high
air/solids ratio and high shell heat flux in the pilot rotary kiln. The second cause is combustion of
natural gas in the afterburner unit of the pollution control system with the resultant creation of
fuel and thermal NOx.

Total particulate emissions from the scrubber of 0.0039 grains/dscf are below the currently

proposed Maximum Achievable Control Technology (MACT) regulatory limit of 0.025
grains/dscf for a lightweight aggregate kiln.
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As was the case from the hammermill dryer/grinder, trace quantities of PCDD/PCDF emissions
were detected at the scrubber outlet. These combined emissions on a toxicity equivalent factor
basis, corrected to 7% O, are 0.09 ngTEF/Nm® (3.24x 10" IbTEQ/hr) as compared to projected
regulatory limits of 0.20 ngTEF/Nm® or 0.40 ngTEF/Nm’ coincident with an off-gas quench
temperature of <400°F.  For either comparison, the reported emissions are less than the
proposed limits.

Emissions from the rotary kiln scrubber for SVOCs were below method detection limits with the
following exceptions.  Naphthalene, 2-methylnaphthalene, bis(2-Ethylhexyl)phthalate, and
pyrene were detected in the gaseous emissions but below quantitation. Di-n-butylphthalate was
found in the blank and in the gaseous emission, but was below quantitation.

Analysis of the gas stream from the rotary kiln scrubber for PCBs showed trace quantities of a
few specific congeners during the sampling runs while many congeners were below minimum
detection limits. Trace quantities were also detected in the blanks for the various total
chlorobenzene compounds. In all cases, any PCB emissions that were detected were in minute
amounts,

Overall, metals emissions from the scrubber were exceedingly low with control efficiencies
across the system providing an order of magnitude or greater reduction. The one exception to
this was mercury. The reported mercury emission at the scrubber outlet was 1.71 x 10 Ib/hr
versus an inlet loading to the scrubber of 4.46 x 107 Ib/hr, or a 61.7% reduction in emissions. In
reviewing the individual sampling runs, the mercury loadings to the scrubber were consistent,
ranging between 4.05 x 10° Ib/hr to 4.69 x 107 Ib/hr. However, scrubber emissions for mercury
ranged from a high of 3.76 x 10 Ib/hr for the first sampling run to a low of 6.38 x 10°® Ib/hr for
the third sampling run, a significant difference. The laboratory reviewed the data and found no
abnormalities in the analysis. However, the effect on the overall average mercury emissions
from the surprisingly high first sampling run is marked. If the first run were excluded, the
overall average mercury emissions from the scrubber would be 6.845 x 10 Ib/hr, a decrease of
approximately 60%. Consequently, the efficiency of the kiln pollution control system would
increase to 84.3%, a significant improvement iri the control efficiency of the system for mercury.
However, since there is no apparent explanation for the higher mercury emission value for
sampling run one, it is included in the overall average.

The analytical results for targeted VOC emissions from the scrubber were for almost every
analyte below the minimum detection limit or below the quantitation limit. The exceptions to
this finding were iodomethane, carbon disulfide and 1,2,4-trimethylbenzene all of which were
detected and quantified. Methylene chloride and benzene were detected in the laboratory blank.
Toluene was also detected above the instrument calibration range but below the quantitation
limit. The presence of methylene chloride and toluene were most likely the result of field or
laboratory contamination as discussed above. Again, any VOC compounds detected in the
scrubber outlet were found in trace amounts.

The results for HCI, HBr, HF, ammonia, chlorine and hexavalent chromium emissions from the
scrubber outlet were all below their respective minimum detection limit for each sampling run.

4.6.2 Process Sample Results

- Chemical analyses and materials characterization were performed on ‘the following process
related samples in accordance with the provisions of the “Test Program for Sediment
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Decontamination Pilot Project” prepared by FFE Minerals in conjunction with JCI'UPCYCLE as
well as with the QAPP prepared by FAC. The process related samples undergoing analyses

were: shale; feed pellets; aggregate product; filter fines; scrubber make-up water; scrubber liquor
and fuel oil.

The comprehensive analytical data package including all results and laboratory case narratives is
included in FAC’s final report.

4.6.2.1 Shale

The shale provided by the Lehigh Portland Cement lightweight aggregate plant was analyzed for
metals, halogens and total organic carbon. The results of these analyses are presented in Table
10. The metals content of this shale sample are comparable with previously analyzed shale
samples. For reference, a shale metals comparison is presented in Table 11. Table 12A
provides an oxide analysis of the shale.

4.6.2.2 Feed Pellets

The feed pellets, a mixture of 70% dewatered, dried and ground dredged filter cake and 30%
dried and ground shale were subjected to extensive analyses for: metals; halogens; PCDD/PCDF,;
herbicides; pesticides; PCB aroclors; VOCs; SVOCs; and TCLP volatiles.

The results of the feed pellet analyses for metals, halogens and PCDD/PCDF are presented in
Table 12 and for the oxide analysis of the filter cake component in Table 12A. As would be
expected based on the filter cake and shale analyses, the concentrations of most metals were
within the range expected based on the weighted effect of the contribution from these two
components. The metals concentrations of the feed pellets are comparable to those previously
analyzed with a similar mix design using dredged material from the Perth Amboy Marina. A
comparison of the metal concentrations from these two feed pellet preparations is presented in
Table 13. Trace levels of PCDD/PCDF analytes were detected in the feed pellets that were
within a reasonable range again based on the weighted contribution from the filter cake and
shale. Total PCDD/PCDF TEF equivalency averaged 187 pg/g for the feed pellets.

Herbicide and pesticide results for all sampling runs were below analytical detection limits or
non-detect levels.

Two PCB aroclors, PCB 1248 and PCB 1254 were detected in the feed pellets in all samples
analyzed at levels averaging 0.14 mg/kg and 0.12 mg/kg respectively. It is interesting to note
that none of the individual PCB aroclors was detected in the analysis of the dewatered filter cake.
All other PCB aroclors tested for in the feed pellets were below analytical detection limits in all
samples. All VOC results were below analytical detection limits or at non-detect levels for all
samples. Similar results were obtained for all SVOC analytes with the following exceptions:
benzo(a)pyrene, bis(2-Ethylhexyl)phthalate, fluoranthene and pyrene. All of these four
compounds were also detected in the dewatered filter cake and therefore could be expected to be
present in the feed pellets.

Results for all TCLP volatiles and all TCLP semivolatiles analytes were below analytical
detection limits or at non-detect levels for all samples.
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Table 10

Shale Sample Results

(Source: FAC)



ANALYSIS OF SHALE SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
SHALE SAMPLES
Sampling date 03/16/01 03/16/01 Average
_ Duplicate
Sampling times NAM NA(
Sampling frequency Once .During Test Program
Metals - mgl/kg (dry) - _
Aluminum 7130 7120 7125
Antimony < 1 1 < 1
Arsenic 6.94 7.49 7.22
Barium 134 130 132
Beryllium < ‘0.5 05 < 0.5
Cadmium < a.5 0.5 < 0.5
Calcium 36700 34300 35500
Chromium 7.24 7.46 7.35
Cobalt 15.4 16.5 15.5
Copper 39.4 42.0 40.7
Iron 24100 24600 24350
Lead 22.3 223 223
Magnesium - 2490 2540 2515
Manganese 398 409 404
Nickel 30.9 311 31.0
_Potassium 6140 5720 5930
Selenium < 1 1 < 1
Silver < 1 1 < 1
Sodium 1110 1080 1095
" Thallium < 1 1 < 1
Vanadium 8.8 8.76 8.78
Zinc 54.6 55.6 55.1
. Mercury 0.172 0.074 0.123
Halogens - %, wiw '
total chlorine 0.04 0.05 0.05
total bromine < 0.01 0.01 < 0.01
total flourine 0.03 0.03 0.03
Total Organic Carbon - %, wiw 0.4 0.4 0.4

Notes:

(1) One representative composite sample was taken during the testing program.
< Indicates below analytical detection limit or a non-detect included in an average.



Analysis Date

Metal - mg/kg (dry)

Antimony
Arsenic
Barium
Beryllium
Cadmium
Chromium
‘Cobalt
Copper
Lead
Manganese
Mercury
Nickel
Selenium
Silver
Thallium
Vanadium
Zinc

Table 11

Comparison of Shale Samples - Average Results for Metals Concentrations

Mar. 2001

<1
7.22
132
<0.5
<0.5
7.35
155
40.7
223
404
0.123
31
<1
<1
<1
8.78
55.1

Sept. 1992°

1.5
5.37
79.9
0.744
3.968
62.85
16.8325
54.08
16

445
0.0885
40.725
0.744
1.3025
0.9303
125.35
81.45

Notes: 1. Analysis of Shale Samples - Table 3-28 (Average Result) FAC

< indicates below analytical detection limit or a non-detect included in an average.

2. Metals Concentrations - Norlite Corporation Table 2.1-25 ENSR Corp.

JCI/UPCYCLE Associates, LLC



Table 12

Feed Pellet Sample Results
Metals/Halogens/PCDD/PCDF

(Source: FAC)



ANALYSIS OF FEED PELLET SAMPLES

JCIWUPCYCLE
AGGREGATE KILN' TESTING

FEED PELLETS :

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (1) (1) (1) (1)
Sampling frequency 60 minutes 60 minutes 60 minutes 60 minutes

Metals - mg/kg (dry)
Aluminum . 11800 12300 13000 12200 12325
Antimony < 1 < 1 < 1 1 1
Arsenic 10.4 10.5 104 1.9 10.8
Barium 127 124 131 129 128
Beryllium < 0.5 < 0.5 < 0.5 0.5 0.5
Cadmium 1.45 1.41 145 1.46 1.44
Calcium 17000 18100 17900 18500 17875
Chromium 116 117 120 119 118
Cobalt 1341 119 125 128 126
Copper 126 115 118° 138 124
Iron 29200 27800 28100 30000 28775
Lead 115 11 113 - 14 113
Magnesium 6440 6490 6600 6610 6535
Manganese 567 553 559 570 562
Nicke! 46.7 443 456 47.2 46.0
Potassium 3990 4070 4450 4220 4183
Selenium < 1 < 1 < 1 1 1
Siiver 3.28 3.33 35 34 3.4
Sodium 4370 3880 3980 4640 4218
Thallium < 1 < 1 < 1 1 1
Vanadium 28.3 271 , 289 29.3 28.4
Zinc 213 204 210 214 210
Mercury 218 2.397 2417 2.358 2.338

Halogens - %, wiw
total chiorine 0.31 0.32 0.28 0.35 0.32
total bromine < 001 < 001 < 001 0.01 0.01
total flourine < 0.01 < 0.01 < 0.01 0.01 0.01

PCDD/PCDF - pglg
TOTAL TCDF 400 350 400 400 388
TOTAL PCDF 430 420 410 420 420
TOTAL HxCDF 530 480 520 510 510
TOTAL HpCDF 980 1000 990 920 973
TOTALTCDD 180 170 200 190 185
TOTAL PCDD 19 35 39 20 28
TOTAL HxCDD 190 190 190 190, 190
TOTAL HpCDD 790 770 780 780 780
2378-TCDF 88 87 87 88 88
2378-TCDD 120 120 120 120 120
12378-PCDF 13 14 13 13 13
23478-PCDF 28 33 26 25 28
12378-PCDD 29 47 45 4.0 4.0
123478-HxCDF 170 180 170 160 170
123678-HxCDF 47 < 65 41 41 49
234678-HxCDF 17 17 16 16 17
123789-HxCDF 1.1 1.1 0.76 11 1.0
123478-HxCDD 45 43 45 4.4 44
123678-HxCDD 20 20 20 19 20
123789-HxCDD 15 15 14 14 15
1234678-HpCDF 700 710 700 680 698
1234789-HpCOF 22 23 22 21 22
1234678-HpCDD 340 330 330 330 333
OCDF 890 900 890 860 885
OoCcDD 3100 3100 3100 3100 3100
2378-TCDD Equivalency 186 192 185 183 187

Notes: -

(1) Sampling was conducted approximately evi

ery hour during air emissions testing and composited for each test day as follows:

03/14/01: 0800, 03/14/01 - 0700, 03/15/01;
< Indicates below analytical detection limit or a non-detect included in an average.

03/15/01: 0800, 03/15/01 - 0600, 03/16/01.



Table 12A

CHEMICAL ANALYSIS - "AS RECEIVED" SAMPLES

(WT. % DRY BASIS)

Dredge Filter ‘Shale
Sample Cake Fines
Lab # 200914 200925
Analog # C001059 C001060
Loss @ 105°C 57.00 8.05
SiO, 58.36 51.06
Al,0; 11.71 17.98
Fe 03 5.15 7.37 -
Ca0 1.53 515
MgO 1.90 - 1.83
K0 2.50 6.67
Na,O 3.50 0.40
S0, . 2.00 0.65
P20s 0.48 0.15
TiO 0.76 . 0.72
Mn20; 0.10 0.07
Loss @ 900°C 11.90 7.64
Total 99.89 99.69
C 2.45 0.400
S 0.69 0.190
Cl 0.73 0.006
co2 0.950 4.220

Sourece: FFE Minerals




< Indicates below analytical detection limit or a non-detect in an average.
1. Analysis of Feed Pellet Samples - Table 3-29A (Average Resuit) FAC
2. Mix #5 Composite Feed - Table 15 Fuller R&D (Shealy Environmental)

Comparison of Feed Pellet Samples - Metals Concentrations

Analysis Date March 2001’
Metal - mg/kg (dry)
Antimony <1
Arsenic 10.8
Barium 128
Beryllium <0.5
“Cadmium 1.44
Chromium 118
Cobalt 12.6
Copper 124
Lead 113
Manganese 562
Mercury 2.338
Nickel 46
Selenium <1
Silver 3.4
Thallium <1
Vanadium 284
Zinc 210
Notes: NR = No results. Metal not analyzed.

August 19982

<2.89
46.4
156
1.27
<0.289
98.7
NR
322
194
NR
3.46
41
<2.89
<0.289
<5.77
NR
311

JCIUPCYCLE Associates, LLC



4.6.2.3 Aggregate Product

The lightweight aggregate product was subjected to the following chemical analyses: metals; -
halogens; PCDD/PCDF; herbicides and pesticides; PCB aroclors; VOCs; SVOCs; TCLP
volatiles; TCLP semivolatiles; TCLP metals; and MEP metals.

Metals, halogen and PCDD/PCDF results are presented in Table 14. For additional comparison
and evaluation, these metals results and those from two analyses of aggregate product prepared
from dredged material from the Perth Amboy Marina are presented in Table 15. The results
from these three sets of data are quite comparable. Table 15A provides a comparison of metals
results pre- and post-processing, i.e., between the as-dredged sediment and the LWA product.

A brief discussion of the reported average mercury concentration in the aggregate product is
warranted. The average value for mercury in the aggregate was <0.147 mg/kg. The individual
sample results (on an mg/kg) basis were: <0.25, <0.25, 0.054 and 0.034 respectively. The
method detection limit (MDL) for all samples was 0.25 mg/kg. The < symbol is indicative of a
result that was below the MDL or a non-detect value included in an average reported value. A
review of the laboratory data package revealed that in the cases where the reported analytical
value was given as <0.25 mg/kg, the actual result was non-detect. However, in keeping with the
convention stated above, the MDL was used in the average value. As may be the case for this
instance and many others throughout the report, the reported average value may overstate the
* actual concentration of a particular analyte.

Trace quantities of PCDD/PCDF analytes were detected in the aggregate product at the part per
trillion level (pg/g). Total PCDD/PCDF TEF equivalency averaged 1.01 pg/g for the aggregate
product. These results are consistent with the levels found in the lightweight aggregate produced
during an earlier test campaign as described above. For comparison, current and previous
PCDD/PCDF data for the aggregate product is presented in Table 16.

All sample results for herbicides, pesticides, PCB aroclors, VOCs, SVOCs, TCLP volatiles and
TCLP semivolatiles were below analytical detection limits or at non-detect levels.

The results for the TCLP metals analyses were well below the established regulatory limits and
again compare favorably with prior TCLP metals results from the aggregate produced from Perth
Amboy Marina dredged material. Results of the aggregate product samples for TCLP metals and
for comparison, the prior results for TCLP metals are presented in Table 17. The results for the
MEP metals (extractions 1-9) are also provided. A summary table, Table 18, presents the
average result for each MEP metal for each of the nine (9) extractions performed. A search of
USEPA databases determined that there are no established regulatory limits for MEP metals.

4.6.2 4 Ceramic Filter Catch

The ceramic filter catch (fines) samples were subjected to the following chemical analyses:
metals; total organic carbon, PCDD/PCDF; herbicides and pesticides; PCB aroclors; VOCs;
SVOCs; TCLP volatiles, TCLP semivolatiles; TCLP metals; and MEP metals.

The filter fines are in essence identical to the aggregate product and result from the breakage of
the product during the manufacturing process. On a mass basis, the quantity of fines generated
and collected during the rotary kiln test amounted to 0.26% (by weight) or 11.1 pounds of the

25 JCIYUPCYCLE Associates, LLC



Table 14

Aggregate Product Sample Results
Metals/Halogens/PCDD/PCDF

(Source: FAC)



ANALYSIS OF AGGREGATE PRODUCT SAMPLES

03/14/01: 0800, 03/14-01 - 0700, 03/15/01;

03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.

JCI/UPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT .

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (1) (1) (1) (1
Sampling frequency 30 minutes 30 minutes " 30 minutes 30 minutes

Metals - mg/kg (dry)
Aluminum 3220 6590 5200 7160 5543
Antimony < 1 < 1 < 1 < 1 1
Arsenic 6.59 10.7 10 10.1 9.3
Barium 20.2 451 353 53.2 38.5
Beryllium < 0.5 < 0.5 < 0.5 < 0.5 0.5
Cadmium < 0.5 < 0.5 < 0.5 < 0.5 0.50
Calcium 3950 5780 4870 7420 5505
Chromium 4.82 13.8 11.2 15 1.2
Cobalt 1.2 11.2 1.3 7.86 7.9
Copper 13.2 111.8 110 67.3 75.8
Iron 2020 16000 15000 11900 11230
Lead 3.63 1" 9.79 10.7 9
Magnesium 626 1650 1420 1730 1357
Manganese 29.3 87.2 74.2 91.8 70.6
Nickel 523 4241 40.2 27.7 28.8
Potassium 253 860 654 739 627
Selenium < 1 < 1 < 1 < 1 1
Silver < 1 < 1 < 1 < 1 1.0
Sodium 950 1470 1290 1340 1263
Thallium < 1 < 1 < 1 < 1 1
Vanadium 5.29 9.02 7.53 10.5 8.1
Zinc 11.6 277 249 213 214
Mercury < 0.25 < 0.25 0.054 0.034 0.147

Halogens - %, wiw .
total chiorine 0.07 0.04 0.06 0.03 0.05
total bromine < 0.01 < 0.01 < 0.01 < 0.01 0.01
total flourine < 0.01 < 0.01 < 0.01 < 0.01 0.01

PCDD/PCDF - pg/g
TOTAL TCDF 3.6 19 0.44 0.69 1.7
TOTAL PCDF 3.8 21 0.78 1.2 2.0
TOTAL HxCDF 49 3.2 1.5 0.79 26
TOTAL HpCDF 9.8 6.4 1.4 0.70 46
TOTAL TCDD 1.5 0.52 < 0.11 0.22 0.59
TOTAL PCDD < 0.19 < 0.18 < 0.14 < 0.092. 0.15
TOTAL HxCDD 22 1.2 0.5 0.60 11
TOTAL HpCDD 12 6.3 2.5 31 6.0
2378-TCDF 0.93 0.57 0.21 0.26 0.49
2378-TCDD 1.0° 0.52 < 0.1t 0.22 0.46
12378-PCDF 0.28 < 0.11 0.13 0.15 0.17
23478-PCDF 0.44 0.28 0.11 0.20 0.26
12378-PCDD < 0.14 < 0.18 < 0.14 < 0.092 0.14
123478-HxCDF 1.8 1.0 0.28 0.33 0.85
123678-HxCDF < 0.54 0.31 0.16 0.19 0.30
234678-HxCDF 0.29 0.20 0.16 0.25 0.23
123789-HxCDF < 0.19 < 0.13 < 0.14 < 0.095 0.14
123478-HxCDD 0.11 < 0.11 0.088 0.14 0.11
123678-HxCDD 0.33 0.25 0.14 0.17 0.22
123789-HxCDD 0.27 0.20 0.12 0.18 0.19
1234678-HpCDF 6.7 4.4 0.74 < 0.9 3.2
1234789-HpCDF 0.36 0.28 0.14 0.18 0.24
1234678-HpCDD 5.9 33 1.5 1.9 3.2
OCDF 7.5 48 1.1 20 3.9
OCDD 46 25 12 13 24
2378-TCDD Equivalency 1.93 1.14 0.41 0.58 1.01

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:



Analysis Date

Metal - mg/kg (dry)

Antimony
Arsenic
Barium
Beryllium

“Cadmium
Chromium
Cobalt
Copper
Lead
Manganese
Mercury
Nickel
Selenium
Silver
Thallium
Vanadium
Zinc

Notes: ND = Non-detect.

Table 15

Comparison of LWA Product Samples - Metals Concentrations

March 2001’ August 19982 December 1998°
<1 <2.5 ND
9.3 431 28
38.5 14.7 39
<0.5 <0.250 ND
<0.5 <0.250 ND
11 7.75 11

7.9 NR 8.5
76 200 1980
9 11.8 9.6
71 NR 78
<0.147 <0.167 ND
28.8 32.8 34
<1 <2.50 ND
<1 <0.250 ND
<1 <5.00 ND
8.1 NR 7.8
21 - 26.1 38

NR = No Result - Metal not analyzed..
< Indicates below analytical detection limit or a non-detect in an average.
1. Analysis of Aggregate Product Samples - Table 3-30A (Average Result) FAC
2. Mix #5 Product - Table 16 Fuller R&D (Shealy Environmental)

3. Report of Analysis - Port Authority of NY&NJ (Veritech Labs)

JCI/UPCYCLE Associates,LLC



Table 15A

As-Dredged Sediment and Lightweight Aggregate Samples
Chemical Data Summary - Metals

Metal (mg/kg) (average values) AD . LWA
Aluminum 12250 5543
Antimony 0.55 <1
Arsenic 13.6 9.3
Barium : 114 38.5
Beryllium 0.8 _ <0.5
Cadmium 2.3 <0.50
Calcium 7340 5505
- Chromium 148 11.2
Cobalt 13.1 7.9
Copper 148 75.8
Iron 31650 11230
Lead 144 9
Magnesium 7980 1357
Manganese 578 70.6
Nickel 36.8 , 28.8
Potassium 2490 627
Selenium 0.73 <1
Silver 3.3 <1.0
Sodium 8095 1263
Thallium 1.5 <1
Vanadium 35.5 . 8.1
Zinc . 278 21.4
Mercury 4.93 <0.147
Note: < indicates below analytical detection limit or a non-detect included in an average.

JCIWUPCYCLE Associates, LLC



1. Analysis of Aggregate Product Samples Table 3-30A (Average Results) FAC

Table 16

Comparison of LWA Product Samples - PCDD/PCDF Results

Analysis Date March 2001* December 1998
PCDD/PCDF (pg/g)
Total TCDF 1.7 0.80
Total PCDF 2.0 23
Total HxCDF 286 25
Total HpCDF 46 13
Total TCDD <0.59 28
Total PCDD <0.15 6.3
Total HxCDD 1.1 7.2
"Total HpCDD 6.0 20
2378-TCDF 0.49 0.80
2378-TCDD <0.46 <0.33
12378-PCDF <0.17 0.34
23478-PCDF 0.26 0.47
12378-PCDD <0.14 0.48
123478-HxCDF 0.85 <1.5
123678-HxCDF 0.30 0.39 .
234678-HxCDF 0.23 0.30
123789-HxCDF <0.14 <0.30
123478-HxCDD <0.11 0.53
123678-HxCDD 0.22 0.68
123789-HxCDD 0.19 1.4
1234678-HpCDF 3.2 35
1234789-HpCDF 0.24 0.60
1234678-HpCDD 3.2 11
OCDF 3.9 12
OCDD 24 82
Notes: < Indicates below analytical detection limit or a non-detect in an average.

2. Certificate of Analysis Port Authority of NY&NJ - Philip Analytical Services

JCI/UPCYCLE Associates, LLC



< Indicates below analyticl detection limit or a non-detect in an average.
1. Analysis of Aggregate Product Sample Table 3-30G (Average Results) FAC

Table 17

Comparison of LWA Product Samples - TCLP Metals Results

Analysis Date March 2001 August 1998°
Metal - mg/L
Arsenic <0.010 0.102
Barium 0.22 0.208
Cadmium <0.005 <0.005
Chromium <0.005 <0.010
Lead <0.009 <0.050
“Mercury <0.0005 <0.0002
Selenium 0.016 <0.050
Silver <0.005 <0.005
Notes: Only those metals with established regulatory limits are listed.

2. Mix #5 Product Table 16 - Fuller R&D (Shealy Environmental)

Regulatory Limit

5.0
100.0
1.0
5.0
5.0
0.2
1.0
5.0

JCI/UPCYCLE Associates, LLC



Table 18

Summary of Aggregate Product Samples - MEP Metals Results

Extraction Number

7

2.72
<0.005
<0.010

0.177
<0.001
<0.003

6.93
<0.005

0.021
0.105
<0.003

1.59

0.068
0.081
2.74
<0.01
<0.005
15.63
<0.010
<0.010

4.49

30.7

<0.0002

MEP Metal - mg/L 1 2 3 4 5 6
Aluminum - 1.56 3.47 2.94 2.88 3.70 3.82
Antimony <0.005 <0.005 <0.005 <0.005 <0.005 <0.005
Arsenic <0.01 0.023 0.019 <0.012 <0.011 <0.01
Barium 0.152 0.138 0.164 0.148 0.210 0.188
Beryllium <0.001 <0.001 <0.001 <0.001 <0.001 <0.001
Cadmium <0.003 <0.003 <0.003 <0.003 <0.003 <0.003
Calcium 6.82 9.08 6.81 8.65 4.81 7.82
‘Chromium <0.005 <0.005 <0.006 <0.005 <0.005 <0.005
Cobalt 0.022 0.017 0.012 0.018 0.012 0.012
Copper 0.156 0.023 0.015 -0.027 0.077 0.058
Lead <0.003 <0.003 <0.003 <0.003 <0.011 <0.003
Magnesium 0.889 1.608 1.50 2.02 1.08 1.98
Manganese 0.052 0.107 0.071 0.092 0.047 0.092
Nickel . 0.067 0.053 0.042 0.060 0.041 0.046
Potassium 1.75 1.72 1.56 1.86 1.83 2.43
Selenium <0.01 <0.01 <0.01 <0.01 <0.01 <0.01
Silver <0.005 <0.005 <0.005 <0.005 <0.005 <0.005
Sodium 58.6 15.1 8.12 9.52 7.54 11.63
Thallium <0.01 <0.01 <0.01 <0.01 <0.011 <0.01
Vanadium <0.01 0.02 0.01 0.014 <0.010 <0.011
Zinc 1.13 1.30 1.45 2.21 1.78 3.25
Iron 17.8 26.2 18.3 30.3 156 29.6
Mercury <0.0002 <0.0003 <0.0002 <0.0002 <0.0002 <0.0002
Note: < Indicates below analytical detection limit or a non-detect included in an average.

8

4.08
<0.005
<0.01
0.216
<0.001
<0.003
4.47
<0.005
0.011
0.150
<0.005
0.944
0.045
0.043
2.31
<0.01
<0.005

8.77

<0.010
<0.010
2.34
18.3
<0.0002

Analysis of Aggregate Product Samples Table 3-30G through Table 3-30K (Average Results) FAC

9

5.40
<0.005
<0.015

0.229
<0.001
<0.003

7.2
<0.007

0.010

0.081
<0.006

1.74

0.072

0.037

2.12

<0.01
<0.005

8.42

<0.01
<0.014

2.16

© 18.1
<0.0002

JCI/UPCYCLE Associates, LLC .



due to the huge surface area of the filter fines particles. On a mass basis, the quantity of any
detected analyte is minute. However, when the results are reviewed on a concentration basis,
there may be increases in the concentrations of various organics in the filter fines over the levels
reported for the aggregate product.

The metals, total organic carbon and PCDD/PCDF results for the filter fines are presented in
Table 19. One anomaly in the metal results was that for lead where the lead concentrations in
the filter fine samples averaged 4,547 ppm. Because of the very low dust loading to the ceramic
filter, it is thought that lead that would normally collect on the filter fines was adsorbed onto the
ceramic filter elements. These ceramic filter elements cannot be readily or easily changed
between pilot testing programs, and therefore it is entirely possible that the detected lead may
have existed within the filter elements from prior testing. While the lead concentrations detected
are high, commercially, it is planned to recycle the collected fines within the process thus
negating any potential disposal issues. Total PCDD/PCDF TEF equivalency averaged 26.4 pg/g
for the ceramic filter fines. Tables 20 and 21 provide comparisons of the metals and
PCDD/PCDF results for the aggregate product and for the filter fines.

Analyses of the filter fines for herbicides, pesticides and PCB aroclors showed all samples
results to be below analytical detection limits or at non-detect levels for all compounds.

VOC analytical results for the filter fines indicate the following compounds to be present:
benzene, carbon tetrachloride, chloroform, ethylbenzene, toluene, 1,24-trimethylbenzene, 1,3,5-
trimethylbenzene, o-xylene, and p- & m-xylenes. All other VOCs were below analytical
detection limits or at non-detect levels for all samples. The presence of methylene chloride,
toluene and chloroform may be the result of field and/or laboratory contamination and has been
discussed in greater detail in previous sections. The presence of the other VOCs identified,
albeit at minute concentration levels, i.e., parts per billon, may have resulted from the
condensation and adsorption of these materials on the fine filter particulate. No VOCs were
detected in the aggregate product. Table 22 provides the results of those identified VOC
compounds for the filter fines.

SVOC results for the filter fines were all below the analytical detection limits or at non-detect
levels with the following exceptions. Bis(2-Ethylhexylphthalate) was detected in one sample but
below the quantitation limit and fluorene was detected in all three samples analyzed, but in each
case, below the quantitation limit.

The TCLP Volatile analyses of the filter fines were all below analytical detection limits or at
non-detect levels for all samples with the following exceptions. Benzene was identified as being
present in all three samples analyzed at an average concentration of 3 ug/L (ppb). Chloroform
was found in one sample at a level of 10 ug/L and in the other two samples at levels below the
quantitation limit. Toluene was reported as being present in all three samples at an average value
of 4 ug/L. Lastly, p- & m-xylenes were detected in two of the samples at a level of 1 ug/L. The
presence of chloroform and toluene, as previously discussed, may be the result of field and or
laboratory contamination.

The TCLP semivolatile results were all below analytical detection limits or at non-detect levels
for all samples.

- TCLP metals results for the filter fines were all below established regulatory limits. Table 23
presents the TCLP metals results versus their regulatory limits for those metals with established

26 JCI/UPCYCLE Associates, LLC



Table 19

Ceramic Filter Catch Sample Results
Metals/TOC/PCDD/PCDF

(Source: FAC)



. ANALYSIS OF CERAMIC FILTER CATCH SAMPLES
JCIUPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH

Sampling date 03/14/01 03/15/01 03/44-16/01 Average
Composite

Sampling times (1) (1 (1)
Sampling frequency 180 minutes 180 minutes 180 minutes

Metais - mg/kg (dry) : .
Aluminum 16900 21800 19000 19233
Antimony < 10 < 10 10.8 < 10.3
Arsenic : 63.8 921 75.3 771
Barium 163 216 182 187
Beryllium < 5 < 5 < 5 < 5
Cadmium 102 175 124 134
Calcium 27300 21900 . 26500 25233
Chromium 286 287 262 278
Caobalt < 10 111 < 10 < 104
Copper 438 . 522 467 476
Iron 18200 20800 16800 18600
Lead 3560 5810 4270 4547
Magnesium 81800 49800 73900 68500
Manganese : 12000 6930 10700 9877
Nickel 142 148 147 146
Potassium 16900 20700 18600 18733
Selenium 26.5 . 16.1 25.6 227
Silver 16.3 19.8 " 1841 18.1
Sodium 128000 107000 124000 119667 .
Thallium < 10 124 13.5 < 12.0
Vanadium 41.8 53.2 45.7 46.9
Zinc 627 1030 765 807
Mercury 9.4 6.0 8.7 - 8.0

Total Organic Carbon - %, wiw 1.0 0.4 0.4 06

PCDD/PCDF - pglg . '
TOTAL TCDF 170 55 160 128
TOTAL PCDF 22 61 160 81
TOTAL HxCDF 210 59° 130 133
TOTAL HpCDF . 170 50 120 113
TOTAL TCDD 57 19 45 40
TOTAL PCDD 120 38 86 ’ 81
TOTAL HxCDD 250 86 180 ’ 172
TOTAL HpCDD 280 120 -~ 210 203
2378-TCDF 38 12 32 27
2378-TCDD 0.94 0.40 0.72 0.69
12378-PCDF 9.4 3.0 7.7 6.7
23478-PCDF 28 8.1 22 19
12378-PCDD 4.8 1.5 36 33
123478-HxCDF k%) 10 24 23
123678-HxCDF 18 5.5 13 12
234678-HxCDF 37 10 26 24
123789-HxCDF 8.0 22 5.1 5.1
123478-HxCDD 55 1.8 4.0 : 3.8
123678-HxCDD 19 ] 6.3 13 13

) 123789-HxCDO 19 6.3 13 13

1234678-HpCDF 81 24 55 53
1234789-HpCOF 30 8.3 21 20
1234678-HpCDD 150 61 110 107
OCDF 68 20 47 45
OCDD 220 100 170 163
2378-TCDD Equivalency 38.5 11.8 28.9 26.4

Notes

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.



Table 20

Comparison of LWA Product and Ceramic Filter Catch Samples - Metals Results

_LWA Product Filter Fines
Metal - mg/kg (dry)
Antimony <1 <10.3
Arsenic 9.3 771
Barium 38.5 187
Beryllium <0.5 <5
-Cadmium <0.5 134
Chromium 11 278
Cobalt 7.9 <10.4
Copper 76 476
Lead 9 4547
Manganese 71 9877
Mercury <0.147 8.0
Nickel 28.8 146
Selenium <1 22.7
Silver <1 18.1
Thallium <1 <12.0
Vanadium 8.1 46.9
Zinc 21 807
Notes: < Indicates below analytical detection limit or a non-detect in an average.

Analysis of LWA Product Samples Table 3-30A (Average Values) and
Analysis of Filter Catch Samples Table 3-31A (Average Values) FAC

JCI/UPCYCLE Associates, LLC



Comparison of LWA Product and Ceramic Filter Catch Samples - PCDD/PCDF Results

Table 21

LWA Product Filter Fines

PCDD/PCDF - pg/g

Total TCDF 1.7 128
Total PCDF 20 81
Total HXCDF 26 133
Total HpCDF 46 113
Total TCDD <0.59 40
Total PCDD <0.15 81
Total HxCDD 11 172
“Total HpCDD 6.0 203
2378-TCDF 0.49 27
2378-TCDD <0.46 0.69
12378-PCDF <0.17 6.7
23478-PCDF 0.26 19
12378-PCDD <0.14 33
123478-HxCDF 0.85 23
123678-HxCDF 0.30 12
234678-HxCDF 0.23 24
123789-HxCDF <0.14 5.1
123478-HxCDD <0.11 3.8
123678-HxCDD 0.22 13
123789-HxCDD 0.19 13
1234678-HpCDF 3.2 53
1234789-HpCDF 0.24 20
1234678-HpCDD 3.2 107
OCDF 3.9 45
OCDD 24 163
Note: < Indicates below analytical detection limit or a non-detect included in an average.

Analysis of LWA Product Samples Table 3-30A (Average Values) and
Analysis of Filter Catch Samples Table 3-31A (Average Values) FAC

JCWUPCYCLE Associates, LLC



Table 22

Analysis of Ceramic Filter Catch Samples- Volatile Organic Compound Results

VOC - ug/kg
Sample Date

Benzene

Carbon tetrachloride

Chloroform

Ethylbenzene

Tetrachloroethylene

Toluene '
1,2,4-Trimethyibenzene

1,3,5-Trimethylbenzene

o-Xylene

p- & m-Xylenes

Note: Analysis of Ceramic Filter Catch Samples Table 3-31C FAC
Only those VOCs detected are listed.

3/14/01

83
18
200
17
6
<94
24
12
20
77

3/15/01

75
34
220
24
8
120
16
11
23
130

Composite

120
24
240
64
9
210
36
20
61
290

Average

93
25
220
35
8
141
25
14
35
166
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Table 23

Comparison of Ceramic Filter Catch Samples- TCLP Metals Results

Metal - mg/L Result Regulatory Limit
Arsenic <0.010 5.0
Barium 0.22 100.0
Cadmium <0.005 1.0
Chromium <0.005 5.0
Lead <0.009 5.0
Mercury <0.0005 0.2
Selenium 0.016 1.0
‘Silver . <0.005 5.0

Notes: Only those metals with established regulatory limits are listed.
< Indicates below analytical detection limit or a non-detect included in an average.
Analysis of Ceramic Filter Catch (Fines) Samples Table 3-31G (Average Results) FAC

JCIWUPCYCLE Associates, LLC



limits. The results for the MEP metals (extractions 1-9) are provided in the detailed final project
report prepared by FAC. Summary MEP data results are included in the Appendix. A search of
USEPA databases determined that there are no established regulatory limits for MEP metals.

4.6.2.5 Scrubber Make-up Water

The results of the analyses of the scrubber make-up water for metals and total halogens are
presented in Table 24. There do not appear to be any anomalies in the make-up water analyses,
with the exception of a minute quantity of mercury (0.0016 ug/L) being detected in the
composite make-up water sample but not in the composite duplicate sample.

4.6.2.6 Scrubber Liquor

The results of the analyses of the scrubber liquor for metals and total halogens are presented in
Table 25. As was noted in the Analytical Discussion section, the mercury concentrations
reported were the result of re-analyses of the samples due to an acid digestion problem with the
precipitate within the samples. The increased mercury concentration level from the first sample
to the second sample (0.48 ug/L to 0.72 ug/L) was expected and attributable to the condensation
and collection of mercury in the scrubber liquor over time. The decrease in mercury
concentration in the third and final sample to 0.58 ug/L was not anticipated. A review of the
mercury related data for the time related gaseous loadings and emissions and process samples,
did not provide any discernable rationale for this occurrence. Notable in the scrubber liquor
results was the increase in the sodium concentration in the scrubber liquor over that in the
scrubber makeup water. This increase can be attributed to the use of the 50% sodium hydroxide
solution within the scrubber for neutralization purposes.

4.6.2.7 Fuel Qil

A sample of the #2 fuel oil used for the rotary kiln burner was analyzed for its halogen content
by FAC. The results of this analysis are presented in the Appendix. Additionally, FFE Minerals
analyzed the #2 fuel oil for its ultimate analysis (exact elemental chemical composition), gross
heating value and sulfide content. These results are presented in the FFEM Final Report.

4.7 Lightweight Aggregate Product Physical and Geotechnical Testing Results

4.7.1 Physical Results

The report prepared by SOR Testing Laboratories, Inc. concluded that the lightweight aggregate
sample tested was suitable for use in concrete. SOR’s report is presented as F igure 5. However,
the gradation of the sample did not fully meet the applicable ASTM specification (ASTM C-136)
for gradation. The small size of the sample handled coupled with the laboratory method
employed to crush and size the aggregate sample and then to hand blend the fractions to achieve
the desired gradation was imprecise at best. Using an improved means of crushing and sizing of
the aggregate will solve the gradation issue. Commercially available crushing, screening and
sizing equipment are integral components of the finish plant portion of existing full-scale
lightweight aggregate production plants. All other tested properties of the aggregate met ASTM
requirements for Lightweight Aggregates for Structural Concrete (ASTM C-330).

-In addition to the physical analyses performed by SOR, FFE Minerals analyzed the product to
determine crushing strength and moisture absorption. The results of these tests are presented in
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Table 24

Scrubber Make-up Water Sample Results

(Source: FAC)



ANALYSIS OF SCRUBBER MAKEUP WATER SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
SCRUBBER MAKEUP WATER
Sampling date ' - 03M14-16/01 03/14-16/01 Average
i Composite Composite
Duplicate
Sampling times (1) (1)
Sampling frequency 120 minutes 120 minutes
Metals - ug/L. ) ,
Aluminum < 5 12.5 < 9
Antimony : < 5 < 5 < 5
Arsenic : < - 10 < 10 - < 10
Barium 20.6 20.7 21
Beryllium < 1 < 1 : < 1
" Cadmium . : < 3 < 3 < 3
Calcium 57200 57000 - - 57100
Chromium < 5 < 5 - < 5
Cabalt < 5 < 5 < 5
Copper 658 = 62.5 64
Lead < 3 < 3 - < 3
Magnesium 23700 23800 23800
Manganese : < 5 < 5 < 5
Nickel : < 5 < 5 < 5
Potassium 1750 1740 . 1745
Selenium ‘ < 10 < 10 < 10
Siiver : _ < 5 < 5 < 5
Sodium 4510 4750 4630
Thallium o < 10 < 10 < 10
Vanadium - < 10 < 10 < 10
Zinc 274 26.4 ' 27
Iron 12.3 10.7 ’ 12
Mercury ' ' 0.0016 < 00002 < 0.0008
Total Halogens (Cl, Br, and F)- mg/L - 0.064 0.14 0.10
Notes:

(1) Sampling was conducted every two hours during air emissions testing and composited for the
entire test program: 0800, 03/14/01 - 0600, 03/16/01.
< Indicates below analytical dete;tion limit or a non-detect included in an average.



Table 25
Scrubber Liquor Sample Results

(Source: FAC)




ANALYSIS OF SCRUBBER LIQUOR SAMPLES

JCITUPCYCLE
AGGREGATE KILN TESTING

SCRUBBER LIQUOR

Sampling date 03/14/01 03/15/01 03/16/01 03/16/01 Average
. Dupllcate

Sampling time 08:00 07.00 05:00 05:00

Metals - ug/L
Aluminum 2,490 2,640 4,160 2,890 3,045
Antimony < 50 < 50 199 < 50 < 87
Arsenic < 100 < 100 < 100 < 100 < 100
Barium < 100 < 100 < 100 < 100 < 100
Beryllium < 10 < 10 < 10 < 10 < 10
Cadmium < - 30 < 30 < 30 < 30 < 30
Calcium 14,100 7,340 9,880 9,260 10,145
Chromium 209 178 177 174 185
Cobalt < 50 < 50 < 50 < 50 . < 50
- Copper 385 683" 507 491 517
Lead 112 128 104 99 111
Magnesium 122,000 89,600 96,400 94,300 100,575
Manganese 332 167 140 120 190
Nickel < 50 < 50 < 50 < 50 < 50
Potassium 55,400 56,200 65,300 64,100 60,250
Selenium 110 < 100 103 < 100 < 103
Silver < 50 < 50 < 50 < 50 < 50
Sodium 21,500,000 18,200,000 - 17,800,000 17,800,000 18,825,000
Thallium < 100 < © 100 < : 100 < 100 < 100
Vanadium < 100 < 100 < 100 < - 100 < 100
Zinc 254 266 I 263 229 253
iron 1,100 1,090 1,950 1,120 1,315
Mercury 0.48 0.72 . l‘ 0.58 NA 059

Total Halogens (Cl, Br, and F) - mg/L. 0.29 31 4.3 4.7 3.1

Notes:

< Indicates below analytical detection limit or a nor_a-deted Included in an average.

NA Notanalyzed.



Figure 5

LWA Product Test Results

(Source: SOR Testing Laboratories, Inc.)



SOR TESTING LABORATORIES, INC.

Geotechnical Engineering - Materials Testing - Forensic Studies
98 Sand Park Rd., Cedar Grove, NJ 07009
Tel. (973) 239-6001 — Fax (973) 239-8380

Branch Office! Kamil Sor, Ph.D.

118 - 120 Sandford St. Orhun Sor, P.E.
New Brunswick, NJ 08903 Peter G. Micklus, P.E.
Tel. (732) 494-2448 — Fax (732) 247-4421 Yilmaz Arhan, Ph.D.

This report is the confidential property of the Client, and information
contained may not be published or reproduced without our written permission.

Client; F.L. Smidth, Inc.

Project:  Information of Client— (P.O. No. 251-1-8154- 08)

Subject: Laboratory Testing of Lightweights

Job No.: 01-117 _Report No.: 01-1751 Date: 9 April, 2001

We present herewith, laboratory test results of the lightweight aggregate sample
3-19-2001. At the client's request, the sample was tested for a series of properties as
specified in ASTM-C330. :

TEST RESULTS

1. Gradation (ASTM-C136)

1" 100.0_ - | » 100
34 97.3 = 90 - 100
72" 72 [25-60 ‘ —
38 3.0 — » 10 - 50
No. 4 0-1 0-10 0-15 J

Umt Welght Ibs /cublc feet C-29 46.6 55 max.
Organic Impurities C40 Plat-1 (pass) . Plate-3 max.
Staining & Iron Content - C-641 Light Heavy Stain
Fe, 03, mg -~ 0.32 1.5 max.
Clay Lumps & Friables, % C-142 None 2 max.
Loss on Ignition, % C114 0.2 5 max.
Drying Shrinkage, % C-157 0.032 0.10 max.
Pop-outs C-151 None None
Freezing & Thawing, % loss C-67 .~ 0.06 0.5% max.
Thermal Conductivity, K C-177 265 —
BTU/hr. (ft?) (°F/inch thickness)




SOR TESTING LABORATORIES, INC.

. F.L. Smidth, Inc. i Report No. 01-1751
, . Page 2

CONCLUSIONS

The light weight aggregate sample is suitable for use in concrete. However, the
gradation requires an improvement in particle size distribution.

Technician:
Very truly yours,
SOR TESTING LABORATORIES, INC.
/S
/ n
Kamil Sor, Ph.D. =
President
KS/eb

‘ cc: Client: Attn: Michael Prokesch



Tables 26 and 26A. The results obtained, averaging >214 Ib., are considered very good in terms
of crushing strength exceeding many lightweight aggregates commercially available. Further the
moisture absorption levels are below the generally accepted maximum level range of 15-20%.

4.7.2 Geotechnical Results

STS Consultants, Ltd. provided geotechnical testing services on the LWA produced with the
inclusion of dredged material. These tests included: performance of particle size distribution
analysis, density determination by compaction and vibratory methods, strength determinations
using triaxial compression and direct shear methods as well as utilization of the two compaction
methods to compare the values obtained.

In 1993, STS Consultants, Ltd. conducted a laboratory testing program of a lightweight
aggregate manufactured by Norlite Corporation. A % inch expanded shale aggregate (made from
100% shale) was used in that testing program. With the permission of Norlite Corporation, STS
included the Norlite results in its final report to provide a comparison of the test results to the
LWA produced during the Pilot Program. Table 27 provides this comparison. The Norlite
LWA was taken directly from their commercial stockpile following final screening and sizing
while the JCI/UPCYCLE aggregate underwent manual crushing and sizing procedures. This
processing difference produced the gradation variation and coincidently, the density difference.

The maximum density results obtained using the maximum index density test and using the
standard Proctor compaction test were 51.0 Ib/cf and 52.5 Ib/cf respectively, a difference of only
1.5 Ib/cf. This difference may be attributed to variations in the test methods and/or to the slight
break down of the aggregate using the specified impact compaction method.

The two direct shear test results were also very close. The vibratory method of compaction
yielded a friction angle of 47.5 degrees while the tamping method of compaction yielded a 46.0
degree angle. Again, the different compaction methods had little influence on the test results.

Several factors influence the friction angle developed through the direct shear test. The particle
shape may permit the particles to interlock more readily. The maximum particle size as well as
the particle size distribution can influence shear resistance. The shearing process may contribute
to particle break down. Normal stresses also may affect friction angle development. -As normal
stresses increase, the friction angle has a tendency to decrease that may be attributable to particle
size break down in certain aggregates. Ultimately, each material is unique concerning the
normal stress and the resulting friction angle.

From a geotechnical use perspective, project specifications are traditionally tailored to the
specific project. STS Consultants’ experience, however, indicates that project specifications
often require a minimum friction angle of 35 degrees for materials to be used for embankments
or reinforced walls. The aggregate produced during the Pilot Project falls well beyond the 35-
degree requirement.

The consolidated drained triaxial test results were almost identical for the two compaction

methods employed. A friction angle of 38.5 degrees was determined for the vibratory compacted

samples versus a friction angle of 38.0 degrees for the tamped specimens. Any influence due to

the compaction methods was not apparent. Both specimens displayed little material degradation
. during the shearing process as indicated by the particle size distribution curves.
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Table 26

LIGHTWEIGHT AGGREGATE PRODUCTS
COMPRESSIVE STRENGTH COMPARISON

PLANT COMPRESSION RANGE COARSE BULK END USES
Ibs. . Ibs. DENSITY
Ib/cf
A 131 . 103-169 55.0 Block & Limited Structural
B 177 138-236 50.7 Block
C 197 133-250+ 41.0 Structural
D 128 70-180 34.1 Block ,
E 183 155-205 38.2 Block & Structural
F 165 110-205 35.0 Block
G 86 61-101 45.0 Fly Ash Block Product
UPCYCLE Mix 197+ 175-230+ 34.0 Structural and Geotechnical Fill
#41 ) .
UPCYCLE Mix 230+ 230+ 41.8 Structural and Geotechnical Fill
#5!

UPCYCLE Mix? >214 >210->219 40.0 Structural and Geotechnical Fill

Notes: 'Data from Fuller Company and UPCYCLE Testing @ Fuller (8/98)
?Data from Fuller Company and JCVUPCYCLE Testing @ Fuller (3/01)
*Data from Port Authority of NY&N]J Testing (12/98)

JCI/UPCYCLE Associates, LLC




Table 26A

LIGHTWEIGHT AGGREGATE PRODUCTS
ABSORPTION COMPARISON

TESTING SOURCE

ABSORPTION (Total Minimum — Weighted %)
UPCYCLE Mix ' 11.37 Fuller
#5!
UPCYCLE Mix 12.8 Port Authority of New York & New Jersey
#5°
UPCYCLE Mix? 10.51 Fuller

Notes: 'Data from Fuller Company and UPCYCLE Testing @ Fuller (8/98)
*Data from Fuller Company and JC/UPCYCLE Testing @ Fuller (3/01)
*Data from Port Authority of NY&NJ Testing (12/98)
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Table 27

Comparison of LWA Geotechnical Test Results

Upcycle LWA Norlite LWA
Test
Minimum Density 41.6 Ib/ft® 39.2 Ib/ft3
ASTM D-4254
Maximum Density 50.95 Ib/t® 40.6 Ib/ft®
ASTM D-4253
Gradation
ASTM C136 Spec.
Sieve Size % Passing % Passing % Passing
1" 100 100 100
3/4" ‘ 98.7 99 90-100
1/2" 39.9 73 -
3/8" 35.0 16 10-50
#4 - 189 8 0-15
#10 ‘ 13.5 8
#20 8.4 8
#40 . 46 8
#60 2.9 8
#100 1.9 7
# 200 0.8 7
Direct Shear Test 47.5 deg. Vibratory N/R
46.0 deg. Tamping N/R
Consolidated Drainage 38.5 deg. ' 37.0 deg.
Triaxial Test 38.0 deg. 39.0 deg.
Notes: 1. N/R = no result. Test not performed

2. Upcycle Data fro STS Consultants, Ltd. Proj. # 31870 June, 2001

3. Norlite Data courtesy of Norlite Corp. From STS Consultants, Ltd. Proj. # 27733
Dec. 1993
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When compared with the Norlite test results, the JCJUPCYCLE samples fall between the two
values determined for the Norlite program, i.e., 37.0 and 39.0 degrees. The Norlite LWA
resulted in deviator stresses slightly higher than those obtained for the JCJUPCYCLE aggregate.
The maximum deviator stress developed with Norlite LWA at a 2.0 ksc. confining pressure was
8.03 ksc. The highest value for the JCI/UPCYCLE aggregate at the same confining stress was
7.39 ksc. approximately 8 percent lower. This difference may be attributable to the compressive
strength of the individual aggregate pieces. The results show the aggregate produced from |
extruded pellets during the Pilot Project appear to have similar strength characteristics when
compared to the Norlite LWA.

Overall, the test results indicate the JCI/UPCYCLE material to provide repeatable test results and
to compare favorably with the control specimens, i.e., Norlite LWA produced solely from shale.

STS Consultants, Ltd. final report titled “Laboratory Testing Program of UPCYCLE Lightweight
Aggregate for the Sediment Decontamination Pilot Project — STS Project No. 31870”, revised
June 21, 2001, is included in the Appendix.

4.8 Other Lightweight Aggregate Product Evaluation Results

4.8.1 Port Authority of NY& NJ

The Port Authority Materials Engineering Laboratory performed aggregate, concrete mix design
and concrete testing of the LWA product Hampton-Clarke/Veritech Labs performed
environmental testing for contaminants in the aggregate with the results evaluated by the Port
Authority Chemical and Environmental Laboratory.

The principal conclusion drawn from the Port Authority’s test program is that the
JCI/UPCYCLE aggregate exhibited physical characteristics desired for a construction grade
lightweight aggregate. Further, from an exposure standpoint, based on the chemical analytical
data obtained, the PA also concluded that the LWA may be viewed as non-toxic.

The Port Authority’s complete report is included in the Appendix.

4 8.2 New York State Department of Transportation

The NYSDOT Materials Bureau tested a sample of the LWA for informational purposes only.
Their test report is included in the Appendix.

The limited NYSDOT testing included an evaluation of Soundness (ASTM C-88) by the
Magnesium Sulfate method and of Abrasive Resistance (ASTM C-131, B grading) by the Los
Angeles Abrasion method. The results obtained by NYSDOT on the JCVUPCYCLE sample can
be compared to results for an available lightweight aggregate and to natural granular fill. The
Soundness results were a 1.7% loss for the JCI/UPCYCLE sample versus 5.1% and <6% losses
for available LWA and natural granular fill respectively. Similarly, for Abrasive Resistance, the
results were 31.1% for the JCI/UPCYCLE sample and 32% and 30-45% for the respective
comparison materials.

While limited in scope, the results obtained by the NYSDOT confirm the equivalency of
JCI/UPCYCLE LWA to commercially available aggregate.
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4.8.3 New Jersey Department of Transportation

The NJDOT Division of Materials tested a sample of the LWA solely for informational
purposes. Their test report is provided in the Appendix.

The NIDOT testing was performed under NJDOT specifications generally utilizing American
Association of State Highway and Transportation Officials (AASHTO) specifications that may
vary slightly from ASTM specifications. The tests performed included gradation, Soundness by
the Sodium Sulfate method, Abrasive Resistance, unit weight as well as staining and iron
content. The gradation test accommodated the available sieving equipment and did not
necessarily conform to the AASHTO requirements for coarse aggregate.

The result for the Soundness test was within the acceptable limit with a 1.6% loss as compared to
the maximum 10% loss. Similarly, the Abrasive Resistance test result was within acceptable
limit recording a 31% loss in the LWA product as compared to the maximum allowable loss of
40%.

The one questionable result is that for iron content. While NJDOT acknowledged that the test
may not have been performed correctly, the iron test result is reported as 60000 mg/200 gram
sample, far in excess of the specification of 1.5 mg/200 gram sample. For comparison and
reference purposes, SOR Testing Laboratories performed a staining and iron content test
according to ASTM C-641. SOR’s results show that the aggregate met the requirements
imposed under ASTM C-330. '

While limited in scope, NJDOT concluded that the results obtained are sufficient to warrant and
to support a comprehensive test program when sufficient quantities of product are available.

4.9 Data Validation Assessment — Rotary Kiln Processing

The analytical testing results were subjected to independent data validation by the New Jersey
Institute of Technology’s Center for Environmental Engineering and Science. The principal data
validator was Mr. Gerard F. McKenna. NJIT’s report is included in the Appendix.

NJIT’s -evaluation included a review of background documents including sampling workplans,
Quality Assurance/Quality Control plans, analytical methodologies used, and federal/state data
quality evaluation guidelines. Data results and supporting documentation were assessed using
appropriate Data Validation Guidelines (DVG) where available. When DVG’s were not
available, then professional judgment was used.

Specific items included in the review and evaluation included:

Initial Calibrations

Continuing Calibrations

Matrix Spikes

Matrix Spike Recoveries

Surrogate Spike Recoveries

Blanks including Field Blanks

Internal Control Samples

Sample Integrity (Temperature Maintenance)
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Based on the review of the data, the independent validation concluded the data was generated in
an acceptable manner. In addition to the data, Laboratory Case Narratives and Internal Data
were also reviewed. The review was in general concurrence with the Case Narratives and
Internal Data and is based on the selection of methods, QA/QC protocols and the general
professional practices that were employed.

)

4.10 Fate Assessment Projection Requirement — Mercury and PCBs

A submittal/action item contained in the Facility Specific Requirements of the Air Pollution
Control Pre-Construction Permit and Certificate to Operate (“APCP Permit”) for the Pilot
Sediment Decontamination Project issued by the State of New Jersey Department of
Environmental Protection, called for the projection of the ultimate fate of mercury and PCBs in
the dewatered dredged material filter product as well as including the results of any stack
emissions tests and any further product sampling conducted at the source thermally processing
the dewatered dredged material.

A detailed discussion in an earlier portion of this report deals with the initial chemical analysis
results for the mercury content of the as-dredged material (in-situ), and with related issues
pertaining to the operation of the briquetter, with specific issues relating to the selected
lightweight aggregate processing facility, and with the resultant agreed to changes to the Pilot
Project Work Plan due to these issues.

Stack test and process material sampling results for all streams for both mercury and PCBs are
also presented in prior sections of this report.

4.10.1 Fate Assessment — Mercury

The distinct process steps of the technology, i.e., the pre-kiln (non-thermal dewatering step) and
the kiln (thermal) processing stages, necessitate addressing the issue of mercury fate assessment
separately. While the data provide some insight into the fate of mercury, they are inconclusive in
providing absolute determinations. The dredged material matrix, relatively low mercury
concentrations and forms of mercury that may have been present, i.e., inorganic mercuric salts or
organomercurics, and analytical methods all contribute to the uncertainty of the fate assessment.

However, the interpretation of the data does suggest that in the absence of any thermal actions
occurring in the pre-kiln step of the process, the dewatering process does not contribute
substantially to the emission of mercury into the atmosphere. Rather, the mercury in this marine
environment and form was adsorbed onto the fine dredged material particles and largely
remained on the fine particles during the dewatering step. The purposely selected and designated
low temperature used for the drying and grinding step preceding pellet formation, i.e., the
hammermill dryer/grinder step, limited mercury emissions to atmosphere. Based on a mercury
balance of the hammermill system using the most conservative calculation, <6.2% of the
mercury input was emitted to atmosphere. ~Mercury did volatilize within the rotary kiln as
would be expected to occur within the envelope of the kiln’s operating temperature range. The
kiln’s pollution control system was somewhat effective in removing mercury from the air stream
with the calculated removal efficiency across the pollution control system (measured at the gas
exit of the kiln and at the scrubber exhaust to atmosphere) approaching 61.7%. Additionally, due
to condensation of the gas stream, mercury was collected in the scrubber liquor and on the fine
fraction of particulate collected in the ceramic filter based on the mercury concentrations
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measured at these locations. The TCLP mercury analysis of the aggregate product and of the
filter fines indicated that the mercury results were well below the established TCLP regulatory
limit for mercury.

The mercury concentration levels in the pre-kiln step of the as-dredged sediment (in-situ) ranged
from 4.6 to 5.2 mg/kg (dry) with an average concentration level of 4.93 mg/kg (dry). The
resulting dewatered dredged filter cake had an average mercury level of 3.8 mg/kg (dry) while
the water collected from the dewatering process had an average mercury concentration of 1.4
ug/L (ppb). Approximately 78.5% of the mercury can be accounted for in a macro based
material balance when taking into the calculation the quantity of as-dredged material processed,
the quantity of filter cake produced, their respective moisture contents, and the volume of
process liquid collected. In order to more fully account for the fate of mercury from the
dewatering process, a more rigorous sampling plan including additional sampling points and
additional samples will be developed with the input and assistance of NJDEP and EPA/BNL
personnel for implementation in the larger scale Demonstration Project.

Drying and grinding of the dewatered filter cake was requnred to achieve a homogenous product
suitable for extrusion and pelletizing prior to kiln processing. This drying and grinding step was
accomplished in the hammermill dryer/grinder system where the outlet temperature to this
system was maintained between 80-90°C. This temperature range was selected purposely in
order to minimize mercury emissions from the system while still providing the necessary degree
of material drying.

Based on the average feed conditions to the hammermill of 545 Ib/hr of dewatered dredged
material filter cake at an average of 3.8 mg/kg (dry) mercury, emissions to atmosphere at the
outlet stack of the baghouse were found to be <5.52 x 107 Ib/hr or approximately <6.2% of the
input quantity. Again, this calculation utilized the most conservative approach. Alternately,
should the one questionable sampimg result be eliminated due to the potential interference of
blank contamination, mercury emissions to atmosphere decrease to <1.5 x 10 Ib/hr or <0.17%
of the input mercury amount.

The dried and ground dewatered dredged material filter cake was mixed with ground shale and
water and extruded to form the pellet that was fed to the kiln. The ratio on a dry basis of this mix
was 70% dredged material/30% shale. The resulting pellets were analyzed and found to contain
an average of 2.338 mg/kg (dry basis) of mercury. Based on this mix design, the calculated
value and the actual analyzed value for mercury in the pellets are in close agreement (calculated
2.359 mg/kg vs. 2.338 mg/kg as measured).

The kiln processing step involved the following inputs and outputs. The feed pellets to the kiln
and the make-up water to the scrubber were the system inputs while the outputs included the
aggregate product, ceramic filter fines catch, gaseous emissions to atmosphere from the scrubber
outlet and the collected scrubber liquor. Based on an average feed rate of pellets to the kiln of
42 8 Ib/hr at 14.3% moisture, the hourly emissions to atmosphere measured at the scrubber outlet
were 1.71 x 107 Ib/hr. Analyses of the samples collected at the gas exit of the kiln (or the kiln
scrubber inlet) averaged 4.46 x 107 Ib/hr resulting in a calculated control efficiency of the kiln
scrubber system of 61.7% for mercury. :

Correspondingly, the aggregate product was found to contain <0.147 mg/kg (dry) of mercury at
an average production rate of 32.7 Ib/hr of aggregate product. The individual sample results
(also on a mg/kg dry basis) were: <0.25, <0.25, 0.054 and 0.034 respectively. The method
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detection limit (MDL) for all samples was 0.25 mg/kg. The < symbol is indicative of a result
that was below the MDL or a non-detect value included in an average reported value. A review
of the laboratory data package revealed that in both cases where the reported analytical value
was given as <0.25 mg/kg, the actual result was non-detect. However, in keeping with the
convention stated above, the MDL was used in the average value. As may be the case for this
instance and many others throughout the report, the reported average value may overstate the
actual concentration of a particular analyte.

The ceramic filter fines measurements for mercury ranged between 6.0 mg/kg to 9.4 mg/kg
(dry), averaging 8 mg/kg (dry) at a collection rate of 0.1 Ib/hr.

The make-up water, of which 3,356 pounds was added to the scrubber during the course of
processing, was found to contain an average of <0.0009 ug/L of mercury, an inconsequential
amount on a mass basis. The scrubber liquor collected over the entire processing campaign was
745.8 pounds and showed an increased level of mercury from the first to the second sample, 0.48
ug/L to 0.72 ug/L, and then decreased to 0.58 ug/L for the third sample. The increased mercury
concentration level from the first sample to the second sample was expected and deemed
attributable to the condensation and collection of mercury in the scrubber liquor over time. The
decrease in mercury concentration in the third and final sample to 0.58 ug/L was not anticipated.
A review of the mercury related data for the time related gaseous loadings and emissions for the
scrubber and for the various process samples did not provide any discernable rationale for this
occurrence. The concentration of mercury in the feed pellets for the second and third samples
decreased slightly from 2.42 mg/kg (dry) to 2.36 mg/kg (dry). However, the mercury loading at
the scrubber inlet actually increased from 4.05 x 107 Ib/hr to 4.64 x 10° Ib/hr while the
corresponding emissions at the scrubber outlet decreased to 7.31 x 10 Ib/hr and 6:38 x 10 lb/hr
for these samples periods.

The concentration levels of mercury in the wet scrubber liquor indicate that some quantity of the
volatilized mercury was captured due to condensation in the liquor as seen at least initially from
the increased concentration over time in the scrubber liquor. Further, the higher levels of
mercury in the ceramic filter fines over those in the aggregate product (average reported values
of 8.7 mg/kg (dry) versus <0.147 mg/kg (dry)) also seems to indicate that some of the volatilized
mercury was captured on the filter fines due to condensation and adsorption on their large
surface area. However, the actual quantity of mercury in these two streams is extremely small
given their minimal mass. The entire amount of ceramic filter fines collected was only 11.1
pounds for the entire campaign while the total amount of scrubber liquor was less than 750
pounds.

The aggregate product and ceramic filter fines catch were both subjected to TCLP and MEP
metals analyses. The aggregate product TCLP results were <0.0005 mg/L, i.e., below the
analytical detection limit, while the MEP results, with the exception of one sample in the second
extraction, were all <0.0002 mg/L, again below the analytical detection limit. This one
exception resulted in an analytical result of 0.0005 mg/L, not a significant deviation. For the
ceramic filter fines, the TCLP results varied over the three samples analyzed, with an average of
0.0458 mg/L, still below the established regulatory limit of 0.2 mg/L. The MEP analyses varied
over the nine extractions with the highest value being reported for the initial extraction of 0.0082
mg/L decreasing to averages being below analytical detection limits for all extractions after the
fourth extraction.
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On an hourly basis, the mercury control efficiency for the pollution control system was
approximately 61.7%, within the range (50-85%) typically seen for a system of this type. On an
overall basis, 26.5% of the mercury input to the kiln processing system was accounted for in all
of the outputs from the system. Given that no spiking was done for mercury in the feed pellets,
that values used in calculations include detection limit values for non-detect results in the
averages, that the analytical procedures may not accurately or completely measure mercury in its
various inorganic and organic forms, it is difficult to provide further closure on an overall
process mass balance. ' :

The analytical results generated during the Pilot Project are based on a single set of sampling
data. The evaluation of this data is limited to simple assessment mechanisms and not to complex
modeling techniques. Consequently, any conclusions drawn from the fate assessment evaluation
should be narrow in scope and in interpretation and be limited to and by the process and
technology. ~ As previously noted, it is planned to work with NJDEP and EPA/BNL to develop
and incorporate in the Demonstration Project a more rigorous analytical program for the purpose
of quantifying the fate of mercury from all phases of'the process technology.

The data, calculations and results presented above are summarized in Table 28.

4.10.2 — Fate Assessment — PCBs

In undertaking a similar fate assessment review for PCBs, the distinct steps of the process were
again individually reviewed. As was the case for mercury, the dredged material matrix and the
relatively low apparent concentrations of PCBs in the dredged material contribute to the quality
of the fate assessment.

For the pre-kiln (non thermal) stage of the process, the as-dredged material, dewatered filter cake
product and the resulting dewatering process water were all analyzed for PCB aroclors. All
results were non-detect, i.e, below the analytical detection limit. However, several PCB
congeners were detected in both the as-dredged sediment and in the dewatered filter cake.

The hammermill drying and grinding step for the dewatered filer cake was not analyzed for PCB
aroclors based on the low inlet temperature to the mill, 80-90°C specifically chosen to be below
the volatilization range for PCB aroclors.

The dried and ground dewatered dredged material filter cake was mixed with ground shale and
water and extruded to form the pellet that was fed to the kiln. The ratio, on a dry basis, of this
mix was 70% dredged material/30% shale. The resulting pellets were analyzed and found to
contain an average of 0.26 mg/kg (dry) total PCBs. The fact that PCB aroclors were measured in
the extruded feed pellets, albeit at low levels, and not in either the as-dredged material (in-situ)
or in the dewatered filter cake reinforces the analytical problems due to matrix interferences and
minute actual concentrations. -

Similar to mercury, the kiln processing step involved the following input and outputs from the
system. The feed pellets to the kiln were the sole system input with measured PCBs while the
outputs included the aggregate product, ceramic filter fines catch, gaseous emissions to
atmosphere from the scrubber outlet and the collected scrubber liquor. Based on an average feed
rate of 42.8 Ib/hr of pellets to the kiln, the hourly emissions to atmosphere from the scrubber
outlet for total Mono, Di, Tri, Tetra, Penta, Hexa, Hepta, Octa and Nonachlorobenzenes
congeners averaged 5.2 x 10® Ib/hr. Since aroclors are a mixture of various PCBs and thermal
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Table 28
Fate Assessment Evaluation - Mercury
Basis: Equivalent quantity of as-dredged material used for the kiln processing test

1. Pre-Kiln Processing

Average . Quantity Moisture

Concentration Content
As-Dredged Sediment 4.93 mg/kg (dry) 5810 pounds 51.85%
Dewatered Filter Cake 3.8 mg/kg (dry) 6504 pounds 57%
Process Water 1.4 ug/L 18,000 gallons
‘Input to Dewatering System: 5810 x (1 - .5185) x (4.93 x 105) = 0.0138 pounds
Output from Dewatering System: 6504 x (1-57)x3.8x 106) = 0.01063 pounds

18000 gallons x 8.34 Ib/gal x (1.4 x 10'9) = 0.0002 pounds

Total Output: 0.01083 pounds
Mercury Accounted: 0.01083/0.0138 x 100 = 78.5%

2. Kiln Processing

2.1 Hammermill Drying

Dewatered FiIt_er Cake 3.8 mg/kg (dry) 545 Ib/hr 57%
Input to Hammermill Dryer 545 Ib/hr x (1 - .57) x (3.8 x 105) = 0.00089 Ib/hr
Emission to Atmosphere: <5.52 x 107 Ib/hr

Percent Emitted to Atmposphere (<5.52 x 10°°) / 0.00089 x 100 = <6.2%
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2.2 Kiln Processing

Feed Pellets

Loading to Scrubber

Emission to Atmosphere
from Scrubber

.Aggregate Product
Ceramic Filter Fines
Scrubber Liquor

Input to Kiln System

Outputs from Kiln System
Emission to Atmosphere
Aggregate Product
Ceramic Filter Fines
Scrubber Liquor

Total Outputs
Scrubber Control Efficiency

Overall Mercury Accounted

Table 28 (continued)

Average Quantity Moisture
Concentration Content
2.338 mg/kg (dry) 42.4 Ib/hr 14.3%
2.76 x 10° ug/dscm  4.46 x 10° Iblhr

@ 7% O,
41.8 ug/dscm 1.71 x 10° Ib/hr

@ 7% O,
<0.147 mg/kg (dry)  32.7 Ib/hr 0%
8 mgrkg (dry) 0.1 Ib/hr 0%
0.59 ug/L 745.8 pounds

42.4 Ib/hr x (1 - .143) x (2.338 x 10°) = 8.576 x 10° Ib/hr

1.71 x 10° Ib/hr

32.7 Ib/hr x (<0.147 x 10°) = <4.81 x 10 ib/hr

0.1 Ib/hrx (8 x 10%) = 8 x 107 Ib/hr

7458 1bx (0.59x 10°%) = 4.4 x 107 Ib
4.4x1071b/90 hr = 4.89 x 10° Ib/hr

2.27 x 10° Ib/hr

(4.46 x10°-1.71x10%) /4.46 x 10° x 100 = 61.7%

2.27 x 10° /8.576 x 10° x 100 = 26.5%
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processing breaks down the aroclors into their respective constituents, aroclors no longer exist
after thermal treatment. Therefore, the analyses were performed to measure the respective
congeners. Based on the average feed rate and total PCB concentration of the feed pellets,
99.45% destruction and removal efficiency was achieved. On a commercial scale, an afterburner
specifically designed for organic constituent removal, i.e., residence time, turbulence and
temperature, should obtain even greater destruction and removal efficiency.

It is proposed to work with NJDEP and EPA/BNL personnel during the Demonstration Project to
develop a program and method to further quantify the fate of PCBs from the overall process.

Concurrently, the pollution control system was able to effectively handle halogens that may have
dissociated from the PCBs as well as being present from other sources. The feed pellets
contained an average of 0.32% by weight total chlorine and the fuel oil used for firing the
process contained 0.06 % by weight total chlorine. At the scrubber outlet, both HCI and total
chlorine emissions averaged below the minimum detection limit. Based on total chlorine, the
pollution control system achieved >99.98% control.

The aggregate product and ceramic filter fines catch were analyzed for the presence of PCBs. All
results were non-detect, i.e., below the analytical detection limit.

Given these results and coupled with the temperature profile within the kiln and the use of the
afterburner as a component of the pollution control system, it is reasonable to surmise that being
reduced to their elemental state destroyed the PCBs along with effectively controlling any
- resultant halogens.

Table 29 summarizes the data, calculations and results discussed in this section.

5.0 Economic Analysis

The economic analysis is based on the technical results obtained during this Pilot Project and is
predicated on a number of assumptions and variables as outlined below. Although there are
many parameters that can materially affect the overall process cost, the Pilot Project has allowed
many of these variables to be quantified and therefore, narrows the range of uncertainty.

While the pilot processing of marine sediments cannot completely identify every variable, it can
provide a database upon which high probability performance characteristics and cost estimates
can be developed. Specifically, the surface chemistry of the sediment particles and the rheology
of the resultant dewatered sediment product are usually consistent within a naturally occurring
water body. The correlation between field data and actual operating performance compared well
with the performance predicted a priori by bench-scale laboratory tests. This correlation is key
in estimating the commercial cost of the solid/liquid separation and dewatering (pre-kiln
processing) phase of the technology. :

Similarly, the results achieved during the rotary kiln processing phase of the Pilot Project
corroborated the laboratory study successfully demonstrating the production of lightweight
aggregate meeting applicable ASTM standards from dewatered dredged material feedstock.
Applying the kiln system material balance for the specific dredged material/raw shale ratio
feedstock used during the pilot processing, enables commercial scale estimates of the quantities
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Table 29

Fate Assessment Evaluation - PCBs

Basis: Feed material used for the kiln processing test

1. Pre-Kiln Processing

As-Dredged Sediment
Dewatered Filter Cake
Dewatering Process Water

‘2. Kiln Processing

2.1 PCBs
Feed Pellets

Aggregate Product
Ceramic Filter Fines

Emissions to Atmosphere

Input to Kiln System
Feed Pellets

Output from Kiln Scrubber

~

Control Efficiency

Average
Concentration

Non-Detect
Non-Detect
Non-Detect

Average Quantity - Mositure
Concentration Content

0.26 mg/kg (dry) 42.8 Ib/hr

Non-Detect
Non-Detect

5.2 x 10° Ib/hr
42.4 Ib/hr x (1 - .143) x (0.26 x 10°) = 9.448 x 10°° Ib/hr
5.2 x 10® Ib/hr

[(9.448 x 10°® - (5.2 x 10®)] / [9.448 x 10°®] x 100 = 99.45%

14.3%
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2.2 Halogens (as Total Chlorine)

Feed Pellets
Fuel Oil

Emissions to Atmosphere
Input to Kiln Sysytem
Feed Pellets
Fuel Oil
Total Input to Kiln System
Output to Atmosphere

Control Efficiency

Table 29 (continued)
Average
Concentration

0.32% wiw
0.06% wiw

42.4 Ib/hr x 0.0032 = 0.1357 Ib/hr
15.7 Ib/hr x 0.0006 = 0.0094 [b/hr
0.1451 Ib/hr

<4.61 x 10°° Ib/hr

Quantity

42.4 lb/hr
15.7 Ib/hr

<4.61 x10° Ib/hr

[0.1451 - 4.61 x 10°] / 0.1451 x 100 = 99.98%
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aggregate meeting applicable ASTM standards from dewatered dredged material feedstock.
Applying the kiln system material balance for the specific dredged material/raw shale ratio
feedstock used during the pilot processing, enables commercial scale estimates of the quantities
of as-dredged material that may be ultimately utilized at an operating lightweight aggregate
manufacturing plant.

As a consequence of the Pilot Project, a cost estimate can be projected based on the following
bases and battery limits.

Bases and Battery Limits

1. Minimum Annual Volume - 500,000 cubic yards (in-situ) of dredged material

2. Supply Term — 30 years

3. Quality of Dredged Material — Surface chemistry, rheology and levels of contaminants is
typical of the sediment utilized during the Pilot Project

4. Dredging and Delivery of the Dredged Material to the Dewatering Site — By others and
not included

5. Material Analytical/Characterization Costs — Dredged material (in-situ) is fully analyzed

by the material’s owner. Costs provided are for minimal confirmatory analysis and for

required analyses of the dewatered filter cake.

Mix Design of the Feed to the Kiln — Similar to that utilized during the Pilot Project

7. Regulatory operating requirements are typical to those of existing facilities without the
imposition of extraordinary limits or conditions

o

The total projected cost, on an in-situ cubic yard basis, is estimated to be $42.32. Figure 6
presents a line item breakdown of this projected total cost.

The commercial business model for the estimate is based on the development and creation of a
new solids/liquid separation and dewatering facility (S/L-S&D) within the Port region with the
resultant dewatered dredged material being shipped to an existing lightweight aggregate
manufacturing facility either by rail or truck. The estimate is further premised on the dredging
being done by others and the dredged material being delivered F.O.B. to the S/L-S&D facility.

The premise for the “30 year term” for sediment receipt comes from initial guidance suggested
by NIMR in Addendum #1(dated 4/20/98) to the original RFP. Specifically, the Addendum
provides answers to questions raised by potential RFP respondents. In this case, the answer to
question #40 (page 13 of 16) states: “For the purpose of costing the full-scale plant assume 30
years.” The basis for the 30 year term is again reinforced by the answer to question #124 (page
29 of 36) that states: “We expect it will take a minimum of 30 years to clean up the Harbor
sediments.”

The major operating cost items are for: solid/liquid separation and dewatering, transportation to
the kiln and kiln facility “tip-fee”. The solid/liquid separation and dewatering cost is based on a’
proposal by Operations Services Corporation (OSC) and projected economies of scale to be
realized at a volume of 500,000 cubic yards per year. Given the field data and operating
performance obtained during the Pilot Project, OSC developed a commercial cost estimate
predicated on processing 500,000 cubic yards (in-situ) per annum of dredged material with
operations being conducted on a 24-hour day, 5 day per week schedule. OSC’s estimate is
inclusive of the following components:
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. Figure 6

Projected Cost Estimate
Commercial Scale Operation

$/cubic yard
5
\
1. Pre-Kiln Processing/Dewatering 5,
Direct Costs ' -
Material Analysis/Characterization ,m - ‘Confirmatory Analytical Work
Material Unloading from Barge T1I5= Offload by Crane or Pump
Solids/Liquid Separation & Dewatering 7.25 — Based on quote from OSC and projected:
‘ economies of scale from 500K cu yd/yr
S Includes eqp't., labor, utilities & chemicals
Treatment/Disposal of Effluent Liquid /’1 .50 Includes testing costs
Disposal of Debris [ OI5,
Material Handling/Storage/Loading .-— "~ Movement of filter cake to storage prior to
transport/loading for transport
Indirect Costs Property/Building & Structures Cost for
= field office/lab/processing eqp't. - 25K sq ft
1.00 Tankage for intermediate storage of a
as-dredged material
2. Transportation to Kiln 11.25 Quote from CSX Rail and projected
economies of scale
. @Kiln Processing 3.30 Unioading/internal movement & storage
~ at facility, drying/grinding, extrusion,

pelletization and kiln processing

WA Product Testing 0.50

5. Supervision and Engineering 2.00 On-site supervision, engineering,
administrative and lab personnel

ost Fee for Town/City 1.00 A Linkage

7. JCI/UPCYCLE Overhead (5%) 1 84
JCI/UPCYCLE Margin (10%) T%
Total Cost per Cubic Yard $42 32 ( 8. LFD )

Notes:

/
K4

Estimate is based on an annual volume of 500,000 cubic yards (in-situ)

. Dredging cost and delivery to dewatering site by others and not included

3. Material Analysis/Characterization costs presume full analysis of the as-dredged material
by the owner of the dredged material. Costs cover confirmatory analytical work and required
analyses of the filter cake product

4. Estimated projected costs to be confirmed via Demonstration Project

N =
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Design, procurement, installation and commissioning of all S/L-S&D equipment

Staffing and oversight of the S/L-S&D operation exclusive of barge unloading and
dewatered product movement

3. Provision of all power, water, chemicals and other consumables necessary for the efficient
conduct of S/L-S&D operations

D~

The transportation cost estimate is based on the predicted volume of dewatered product to be
realized from processing 500,000 cubic yards per annum of as-dredged material through the S/L-
S&D facility. The transportation cost assumes that the new S/L-S&D facility is located within
the Port Newark region and that the dewatered filter cake is moved approximately 350 miles via
rail to an existing lightweight aggregate production plant. CSX Transportation provided the rate
and is further predicated on the benefits to be achieved from the contiunal movement of large
volumes of material.

The dredged material to be utilized by the LWA manufacturer will substitute for approximately
70% (by weight) of the shale currently being mined and processed by that facility in its
production of LWA. As has been discussed in prior sections of this Final Summary Report, the
current preferred mix design, based on the Pilot Project work, is 70% dredged material / 30%
shale. The dredged material will be provided to the LWA owner/operator at no cost, F.O.B. its
plant site. The LWA facility will be responsible for all costs commencing with the acceptance of
the dredged material at its facility, i.e., unloading, storage, extrusion, kiln processing, sizing, and
ending with the sale and distribution of the final LWA product. The LWA facility will incur
additional processing costs not currently associated with its manufacturing process, namely, for:
intermediate storage and handling of the dewatered dredged material, drying/grinding of the
dredged material, extrusion, as well as added material characterization and environmental
monitoring and compliance. These handling and operation costs are captured in and constitute
the “Facility Tip Fee” line item.

FFE Minerals, in their Final Project Report, provided a table “Estimated Production Costs for
Lightweight Aggregate” with operating cost information from active, commercial LWA
manufacturing sites. This data, provided for reference and information only for the operation of
a “greenfield” LWA facility, is not included in JCVUPCYCLE’s projected process cost of
$42.32/cubic yard. These estimated production costs would be in addition to the capital monies
required for site procurement and LWA production facility construction. However, they would
be offset by the earned revenue from the LWA sales and by savings in transportation and
material handling costs.

The “Host Fee” provided in the estimate is included to compensate the municipalities that host
the S/L-S&D and the lightweight aggregate facilities and to allow these communities to
undertake small projects to enhance the quality of life for the residents of these locales.

The “Indirect Costs” at the Dewatering site cover the capital investment that will be required to
create an S/L-S&D facility within the Harbor region. The facility is assumed to be a 10-acre site
with a 25,000 square foot building for administrative, laboratory and processing operations. The
size of the dewatering facility includes storage capacity for unprocessed as-dredged material and
dewatered filter cake as well as providing sufficient land area for all processing and processing
related activities. The specified building size is needed to house the S/L-S&D equipment for
operation in all weather conditions and at temperatures below 40°F. It has been assumed that
site preparation will involve upgrades to allow product movement by rail, storage facilities for
incoming and dewatered dredged material, security and access control etc.
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Fixed equipment requirements include initial screening equipment for debris removal from the
as-dredged sediment, barge off-loading equipment, material movement equipment (loaders,
conveyors), as well as miscellaneous ancillary support items. Notwithstanding the guidance
referenced above with respect to the “life or term” of full-scale facilities, the fixed equipment
required is amortized over an operating life of 10 years. These fixed costs are combined with
their operating labor component and are reported as unit costs ($/cu yd) for the various material
handling line items in the estimate.

6.0 Commercial Scale Operations

6.1 Commercial Scale Pre-Kiln Processing (Dewatering) Facility

Figure 7 is a preliminary process flow diagram for a commercial scale solid/liquid separation and
dewatering facility capable of processing 500,000 cubic yards/year of as-dredged material. This
PFD was developed from the observations and results obtained during the pre-kiln phase of the
Pilot Project conducted at the Stratus Petroleum site. The major system components include:
two (2) primary dewatering units (1600 gpm capacity, each), two (2) 2 meter belt filter presses,
one (1) Flo-line scalper (mounted on the slurry dilution tank), two (2) 40’ x 8’ open top mix
tanks (slurry mixing and dilution tanks), two (2) 40’ x 8’ open top tanks (recycle water and
return water clarifier tanks), two (2) 20’ .container units (power module and polymer
dilution/delivery system), one (1) 24’ x 50’ radial stacking conveyor (filter cake), as well as
miscellaneous transfer pumps, compressors etc. The final system design and equipment
configuration is dependent on the site where the dewatering will occur.

The pilot work was instructive in defining the actual and potential sensitivities of the overall
dewatering process. The prime objective was to prepare a dewatered filter product with as little
free water as possible, i.e., maximum solids content, to enable efficient and economical thermal
processing into LWA. Several of the components of the combined technology package are
contradictory in nature with respect to establishing the optimum solids concentration within the
feed slurry to enable this goal to be achieved.  The solid/liquid separation and primary
dewatering steps respond best to a feed slurry solids concentration near the top of the established
acceptable range, building large stable floccules. The secondary dewatering step, or belt press
stage, can accept higher throughput when fed these larger floccule masses. However, large
floccule formation is deleterious to filter press cake quality with respect to moisture content.
The pilot runs permitted the evaluation of varying feed slurry solids concentrations and
observation of the resultant filter press cake quality. Based on the results obtained, a target feed
slurry density of 8-10% solids for commercial operation is recommended.

The consumption of polymeric flocculant was between 50-66% of the predicted value based on
the initial laboratory evaluation. In addition, the dosing rate was consistent throughout the pilot
runs suggesting that polymer consumption did not vary with changes in sediment properties or
composition. Further this data suggests that at the increased slurry flow rates at the commercial
scale, polymer dosing rates will be stable contributing to steady-state operation.

The well flocculated sediments responded well to the primary dewatering technology. Based on
the pilot results, a baseline throughput for the commercial scale operation is estimated to be 375
gpm/10% solids per 30 fi? of primary dewatering module separation panel. Flocculant dispersion
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Figure 7

Preliminary Process Flow Diagram
Commercial Dewatering Facility

(Source: Operation Services Corporation)



OPERATIONS

11/2000

PRELIMINARY PRQCESS FLOW DIAGRAM
SERVICES New Jersey Maritime Resources Sediment Dewatering
CORPORATION
Sediment
Excavation
1
ar,,
\
Dilution | 2A ~— _o|  Sediment Slurry 3 gsﬁit;:g
Water =p-2A Coarse (1/2") Sieving )
Solids
2B 4
P-28 Sediment Sturry
Blending
(2 x 20K Gallans)
5
@, 5
i
Slurry
Flow & Density
Measurement
6
')
: Foccuiant Dilution
Emulsion |7  ~ ! 8 .
& Proportional avy Hoceutation
" gr -
) Flocculant P-4 Metering P-5
9
|
1 S/L Separation
& Primary
Dewatering
10
SC1|
\
Aqueous 12 Second;ry 13 Dewatered
Phase | (Mechanical) G2 ™| Product
Dewatering
14 a
P-6
17
Primary 16 Underflow
Clarification o (Solids)
(Settling)
15
P-8
. Legend
] - Secondary
C\i\a/;g?d 18 | Clarification Aqueots =
(Ftltration) Feceutant

SC = Screw Conveyor




at the baseline mass flow condition was satisfactory and no changes should be required for scale-
up.

The secondary dewatering or belt press step did not experience any capacity problems since the
unit was deliberately oversized with respect to the primary dewatering module. For the
commercial scale operation, a similar over-size consideration is specified to prevent
bottlenecking at this critical process step. This over-capacity is provided by modification to the
belt press to run at higher maximum belt speeds, and by virtue of the greater belt speed, to offer
the desired capacity margin.

The preliminary process flow diagram presented in Figure 7 closely follows the processing plan
used during the Pilot Project. The notable changes incorporated for the commercial scale facility
are an increased feed slurry surge capacity and the requirement for a continuing discharge of
effluent. To provide for proper treatment of the collected aqueous phase, a filtration step has
" been added prior to discharge.

The inclusion of a second feed surge tank will allow one tank to supply the process while the
other tank is filled with slurry thereby permitting a continuous, steady state feed to the system.
The collected aqueous phase liquor will be initially clarified by settling as was done in the pilot
runs. Because the suspended solids are flocculated at this point, settling will be an effective
primary treatment step. As a final treatment step and to further ensure process continuity, the
clarifier supernate will be filtered to positively remove any remnant suspended solids.

6.2 Commercial Scale Lightweight Aggregate Facility

A preliminary commercial process layout is provided in Figure 8 capable of producing 14 to 22
tons per hour of lightweight aggregate depending on the size of the commercial rotary kiln. As
proposed, the system is configured to enable concurrent operation of the rotary kiln and the
hammermill dryer or operation of either of these systems independently of each other. As shown
in Figure 8, when both systems are operating the afterburner off gas is directed to the
hammermill dryer as its source of heat supply. If the hammermill dryer system is idle, the
afterburner off gas is directed to a quench chamber where water is added to reduce the gas
temperature to a level that is suitable for handling in the baghouse/scrubber pollution control
circuit. When the rotary kiln is idle, all heat required for drying in the hammermull dryer system
is supplied using only the afterburner.

The proposed commercial flow diagram is based on the success of the rotary kiln phase of the
Pilot Project and closely follows the process used in this phase. The dredged material filter cake
and shale fines will be fed into a mixer to produce a homogeneous feed for the hammermill
dryer. This mixed material will be dried to a moisture level of 5-10% and all agglomerates and
aggregates ground to minus 100 mesh. This dried and ground material will be collected using a
cyclone collector and a baghouse. A portion of this dried material will be recycled to the
hammermill dryer feed mixer to reduce the moisture level in the dryer feed mix and to improve
the flow properties of the material entering the hammermill. Potential particulate emissions from
this circuit will be controlled using a well-designed baghouse having a particulate collection
efficiency of >99.9% of all particulate 2 micron or greater in size. Further, during stable
operation of the hammermill dryer/grinder, no nuisance dust emissions should result as the
system will be operated under negative pressure.
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Figure 8

Preliminary Process Flow Diagram
Commercial Lightweight Aggregate Facility

(Source: FFE Minerals)
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The dried and ground material is then sent to an extrusion circuit for pellet formation. Water is
added to the dried material to obtain a mix moisture level of approximately 15% necessary to
enable the production of strong pellets in the extruder. The wet mix is then extruded to form
cylindrical pellets. The final extruded pellet diameter and length will be adjusted to meet
commercial end use requirements thereby reducing final crushing, screening and sizing needs to
produce the target LWA product gradations. Potential particulate emissions from the extruder
circuit will be controlled via the use of bins, rotary airlocks, properly covered conveyors, with
venting to a dust collection system.

The extruded pellets will be fed to a conventional counter-current rotary kiln system. Within the
kiln, the pellets pass through a preheat zone and then expand within the firing zone to produce
LWA “clinker”. The LWA clinker will be discharged from the kiln into a clinker cooler that
cools the product and recovers heat for the kiln significantly reducing the specific fuel
consumption for the process. A portion of the preheated air may be directed to the afterburner to
maximize afterburner efficiency. The cooled LWA will then be crushed, screened and sized to
produce the required product gradation based on the end use of the LWA.

The kiln off gas will be directed to a high temperature afterburner. Fuel and air are combusted in
the afterburner to raise the gas temperature to about 900°C for CO and VOC destruction. In the
preferred operating scenario, this hot afterburner gas will be utilized in the hammermill dryer to
support the drying heat load, filtered in the main baghouse and then directed to the scrubbing
circuit for final pollutant removal prior to exhaust to atmosphere. Alternately, if the rotary kiln is
idle, all heat will be supplied to the hammermill system using only the afterburner.

The specific fuel consumption of the pilot rotary kiln was 15.58 MMBTU/st of product. This is
considerably greater than the commercial scale kiln specific fuel consumption of approximately
2-2.2 MMBTUY/st. This large difference in fuel consumption is directly attributable to the low
material loading of the pilot kiln (3.2% of the pilot kiln volume vs. 10-15% of a commercial
sized kiln), the high air/solids ratio experienced in the pilot kiln (6.6 vs. 1-2), and lastly to the
high shell heat flux in the pilot rotary kiln (71% vs. 5-10%).

Projected comparisons of emission data from the pilot system to those from a commercial LWA
facility are presented in Table 30, “Dredge-to-LWA Process Emissions”. The higher firing rate
in the pilot rotary kiln system must be considered when reviewing and comparing potential NOx
emissions. The NOx emission data from a commercial scale LWA rotary kiln process should
include an allowance for NOx contribution from the afterburner. Therefore, for these reasons
and because the commercial hammermill dryer system will use waste heat from the afterburner,
Table 30 excludes the NOx contribution from the hammermill dryer in determining the total pilot
system emissions for NOx.

Given the lower specific fuel consumption of the dredged material to LWA process (significantly
lower NOx formation) and better performance of specifically designed commercial air pollution
control equipment (lower particulate, CO and VOC emissions), the emissions from commercial
operations are expected to be comparable to or lower than typical emission levels from
conventional commercial LWA kiln systems.
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Table 30

Dredge to Lightweight Aggregate Process Emissions

Pilot Kiln Hammermili Total Pilot Typical
System Dryer System Commercial
Emissions Emissions Emissions Emissions
Ib/ton LWA Ib/ton LWA Ib/ton LWA ib/ton LWA -
SO, 5.71E-02 <6.70E-02 <9.41E-02 4 40E+00
NOx 1.22E+01 3.33E-01 1.22E+01 2.26E+00
Cco 1.27E+00 4.00E-01 1.67E+00 9.00E-01
VOC ' 1.83E-01 <2.00E-01 <3.83E-01 7.00E-02
Total Particulate 8.70E-01 9.33E-01 1.80E+00 7.90E-01
"Hg 1.05E-03 <1.00E-05 <1.06E-03 n/a
PCBs 3.20E-06 A n/a 3.20E-086 n/a
PCDD+PCDF 1.98E-09 2.47E-10 2.23E-09 n/a
HCI <3.94E-03 n/a <3.94E-03 1.46E-02

cr® <2.41E-05 ~ na <2.41E-05 n/a

Notes: 1. From FFE Minerals Final Report - June 2001
2. n/a = not measured or no comparative data
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7.0 Conclusions/Recommendations

The Pilot Project successfully demonstrated the production of a quality, marketable lightweight
aggregate using a conventional counter-current rotary kiln process coincident with achieving
sediment decontamination. The LWA produced satisfied all ASTM requirements applicable for
use in concrete with the exception of the gradation standard. An easily made adjustment in
particle size distribution via an improvement in crushing, screening and final sizing of the LWA
will remedy the gradation issue. The LWA produced passed environmental testing and is
considered non-toxic.

In evaluating the results from the Pilot Project, commercialization of the process is considered
feasible from technological, product quality and economic standpoints.  Supporting
JCI/UPCYCLE’s assessment, FFE Minerals, in their Final Report, also conclude, “this process
could be commercialized from a process and aggregate quality standpoint.” The Port Authority
of NY/NJ concluded that the LWA product “exhibits the physical characteristics desired for a

construction grade llghtwelght aggregate and that from an exposure stand -point, the material
may be viewed as non-toxic.”

While meeting the Pilot Project objectives, the test work provided much information and
confirmed certain a priori assumptions. The solids concentration of the feed slurry (pulp density)
was clearly an area of process sensitivity. The solids/liquid separation and primary dewatering
steps respond best to pulp densities near the high end of the established acceptable range. This
higher concentration allows for the building of large stable floccules thus resulting in a higher
throughput to the belt filter press. However, large floccule formation is deleterious to filter press
cake quality with respect to moisture content since the function of the dewatering step is to
prepare a cake with as little free water as possible to enable efficient and economical thermal
processing of the dredged material into LWA. Therefore, for the commercial operation, the
optimization of pulp density remains a “challenge.” However, the pilot run permitted the
evaluation of different pulp densities and the resultant quality of filter cake produced.
Examination of this variable at pilot scale suggests that for commercial operations, a target feed
slurry pulp density should be in the range of 8-10% solids.

The dosing rate of the polymeric flocculant was consistent throughout the pilot operation
suggesting that consumption does not vary significantly with changes in dredged sediment
properties or composition. While it is readily acknowledged that the quantity of dredged
material processed during the pilot test was relatively small and does not exhibit the range of
compositions that may be present in the entire harbor waterbody, the data is valuable in
demonstrating compositional uniformity within the limits of the testing. Further, the data offer
that at the increased slurry flow rates of commercial scale operation, polymer dosing will be
basically stable, contributing to steady-state operation. Because polymeric flocculant is a major
cost component of the dewatering process, the implication of this data is significant.

Well-flocculated sediments responded well to OSC’s primary dewatering technology.
Flocculated solids were efficiently separated and dewatered of 85% of the free water.

The ability to successfully perform large-scale dewatering of the as-dredged sediment via the

solid-liquid separation and dewatering technology employed was demonstrated. The pilot
information provided baseline scale-up information and further suggests no apparent scale-up
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problems at the primary dewatering, secondary dewatering or conveyance steps of the
dewatering process. '

The extreme plastic nature and rheology of the dredged material precluded the ability of the
mechanically dewatered filter cake to be a suitable feed for the briquette press.

The Phase 1 Laboratory Study indicated that acceptable LWA could be made from feedstock
containing varying quantities and ratios of dredged material. Further results of the Phase 1
Laboratory Study showed that acceptable lightweight aggregate could be made from a feedstock
containing dredged material and raw shale without the addition of organic bloating enhancing
agents. The conclusions drawn from the Phase 1 work suggested an optimal mix design of 70%
dredged material/30% raw shale (dry weight basis) to yield a LWA characterized by a bulk
density of <35 Ib/cf and acceptable strength. For commercial scale operation, technical,
economic and market factors will dictate the optimal mix design ratio. Dredged material quality
and composition will determine the need for a bloating enhancing agent. LWA market
requirements and the end-use or uses of the LWA will dictate acceptable product specifications
and therefore play an important role in specifying the final mix design.

From the kiln processing stage, the heated air-swept hammermill dryer/grinder system was
effective for both moisture removal and sizing of the dredged material filter cake. The recycling
and mixing of dried dredged material filter cake using a ratio of approximately 1:1 (weight basis)
prevented sticking and binding in the hammermill.

The selection of the hammermill dryer operating temperature and the achievement and
maintenance of proper combustion conditions in the primary air heater burning zone are keys in
the control of CO and VOC emissions from the circuit. Commercially, it is planned to use waste
heat from the kiln and its afterburner circuit to heat the hammermill. Utilizing this scenario, the
hammermill circuit will not contribute to final NOx emissions from the overall process.

The extruder preparation circuit incorporating the pre-dried and ground dredged material and
shale and optimal water content, produced feed pellets with acceptable green strength for
subsequent thermal processing in the rotary kiln.

The air pollution control system employed during the pilot rotary kiln testing was effective at
reducing pollutant emissions. This system, comprised of an afterburner, ceramic particulate
collection filter and recirculating wet caustic scrubber, provided generally greater than 90%
reductions in pollutant emissions when measured across the pollution system, i.e., between the
system’s inlet and outlet. The exceptions to this were in NOx and mercury emission levels. The
increase rather than decrease in NOx levels across the pollution control system may be
attributable to the formation of both fuel and thermal NOx as a result of the use of natural gas for
combustion in the afterburner. The mercury control efficiency for the pollution control system
was approximately 61.7%, within the range (50-80%) typically seen for a system of this type.

The sample LWA product met applicable ASTM standards with one minor exception, gradation
that is easily rectified in commercial operation. From a potential contaminant and environmental
assessment, sediment decontamination occurred. Analytical results for the LWA tested were
below detection limits for herbicides, pesticides, PCB aroclors, VOCs and TCLP volatiles, and
SVOCs and TCLP semivolatiles. TCLP metals analyses for those metals with established
regulatory limits were all below the established limits.
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The independently performed data validation found the data to have been generated in an
acceptable manner. The analytical laboratories used appropriate methods, conducted the
analyses under the proper conditions with the proper QA/QC protocols, and in general, employed
the necessary due diligence and professional practices.

While this pilot test has provided a great deal of baseline technical information and results
readily applicable to a full-scale operation, the economic feasibility of the process on a
commercial scale remains reliant on assumptions and projections that need further refinement
and confirmation, preferably obtainable via a larger-scale Demonstration Project.

Capital investment will be required to establish a land based pre-kiln dewatering facility. The
size of this facility, estimated to be 10 acres, includes storage capacity for both the unprocessed
as-dredged material and the dewatered filter cake product, providing sufficient land area for all
processing related activities as well as a building for administrative, laboratory and dewatering
operations..

The cost commercial estimate is predicated on the receipt of a minimum of 500,000 cu yd of as-
dredged material (in-situ) annually. This quantity is used to size equipment and determine
facility requirements, define efficient operating scenarios and resource allocations, and to insure
on-going product quality. The resultant projected total cost is estimated to be $42.32/cu yd.

The requisite investments and economies of scale mandated to make the technology
economically viable will only be achieved through dedicated and continuing sourcing
mechanisms. Further, it is important to note that the LWA manufacturing plant and more
directly, the rotary kiln(s) need to function and produce on a “24/7” schedule at steady-state
conditions. Frequent starts and stops of the kiln are inherently detrimental to this type of
equipment due to the tremendous thermal stresses placed on the kiln shell and the refractory
lining that result from the cooling and heating cycles. Operating at steady-state conditions with
a minimum of process parameter variations is the best way to maximize dredged material usage
and LWA product quality. o

The inability to provide a continuous supply of dredged material may also be reflected in subtle
differences in the LWA produced. While the aggregate will meet the applicable ASTM
standards, frequent changes in the mix design ratio of the feed may cause some color variation in
the LWA product and subsequently in the end use that may not be acceptable to the LWA
specifier or owner.

It is recommended to conduct a Demonstration Sediment Decontamination and Beneficial Use
Project using a substantial quantity of dredged material (30000+ cubic yards). The pre-kiln
dewatering phase will be performed at a site proximate to the dredging location in the NY/NJ
Harbor region.  The kiln processing phase will be performed at an existing, operating
lightweight aggregate facility. The Demonstration Project will include an effort to more
adequately and fully characterize and quantify the fate of mercury and PCBs from the process.
The LWA produced during the Demonstration Project will be used in an actual application or
applications and therefore provide “real world” results to further evaluate LWA produced from
dredged material. The undertaking and completion of a Demonstration Project will allow the
confirmation of pilot study data, provide an opportunity to optimize operating parameters,
finalize commercial plant modifications and layout requirements, and most importantly, offer the
opportunity to refine operating costs.
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Our Center received five (5) boxes of data and accompanying
documentation of this Phase of the evaluation. These were related to
samples from three (3) steps of the Pilot project:

1. As Dredged Sediments (AD) 3 samples-1duplicate-1 field blank
2. Dewatered Filter Cake (FC) 2 samples

3. Liquid Collected during Dewatering (DL) 2 samples-1duplicate-1 field
blank

We have attached the Laboratories Case Narratives and Internal Data
Quality Evaluation (see attachments)

Summary:

Our evaluation was based on a review of Summary Reports (Form
) as well as the raw data. Items included in our review were: (where
applicable)
o [Initial Calibrations
Continuing Calibrations
Matrix Spikes
Matrix Spike Duplicates
Surrogate Spike Recoveries
- Blanks including Field
Internal Control Samples
Bioassay Control Tests and Summary Data
Sample Integrity (Temperatures Maintained)

Conclusions:

Based on our reviews, we found the analytical data to be generated
in an acceptable manner. We found that the laboratories used appropriate
methodologies and analyzed the samples under acceptable conditions as
shown by their Internal Quality Control Case Narratives.

The receiving laboratories noted that the “AS 1S” samples were
received on July 13, 2000 in coolers “within the proper temperature range”
and that Dewatering Liquids and Filter Cake samples were received on
September 1, 2000 in coolers “outside of the proper temperative range.”
Further, information is necessary to know if those samples, outside the
range of about 4 c were exposed to any unusual conditions between the
time of sampling and laboratory receipt. If this is not the case, it would
seem likely that these samples represented the actual condition of the
Dewatered Liquid and the filter Cake. It is advisable that the Filter Cake
be re-analyzed at the start - point of Phase 1l to assure it is representatlve
of the material being introduced into the Kiln

cc: William Sherman



CASE NARRATIVE ‘EDG-EC
GZA GEOENVIRONMENTAL INC. < A D>
Lot #: C0G130181
Sample Receiving:
STL Pittsburgh received samples on July 13, 2000. The coolers were within the proper
temperature range. » ' '
Herbicide analysis was added to the samples as per Mindy Sayres on July 21, 2000, She
also said to go ahead with the herbicide analysis of the Field Blank even though it is
outside of the holding time.

STL West Sacramento received the dioxin samples at 13°C.

The client requested that 2X the normal amount of sample be used for the extractions and

- digestions.

GC/MS Yolatiles:
The relative percent difference between the matrix spike and matrix spike duplicate was
outside of the control limits for trichloroethene, 1,1-dichloroethene, and benzene.

GC/MS Semivolatiles: . /
Due to the concentration of target compounds detected, several samples were analyzed at
dilutions. '

Sample AD-02 RE-1 had the recovery for 2-fluorobiphenyl outside of the confrol limits.
Sample AD-04 (DUP) RE-1 had the surrogates diluted out.

Pesticides:

Sample AD-04 (DUP) had TCX surrogate recoveries outside of the limits. The DCB
recoveries are within the limits. The SOP states that only one surrogate had to be within
the limits. '

The form 8’s do not reflect the updated retention times. The times that are flagged as
being outside of the window are actually within the window.

PCB’s:
There were no problems associated with the analysis.

Herbicides:
There were no problems associated with the analysis.

PCB Congeners:
The PCB Congener analysis was done at STL Baltimore.

STL Pittsburgh - _ 2



CASE NARRATIVE
GZA GEOENVIRONMENTAL INC.

Lot #: C0G130181
Metals:

‘The matrix spike and matrix spike duplicate exceeded the 75-125% control limits for

antimony, calcium, and lead. All associated samples are flagged with an “N” qualifier.

The serial dilution percent difference exceeded the control limits for berylhum and iron.
All associated samples are flagged with an “E” qualifier.

The duplicate relative percent difference exceeded the control limits for calcium. All
associated samples are flagged with an “*” qualifier.

For the matrix spike and matrix spike duplicate, aluminum, chromium, copper, iron,
manganese, and zinc recoveries were not calculated due to the concentration of analyte in

the sample being >4 times the concentration of spike added.

General Chemistry:
The TOC analysis was done at STL Baltimore.

The matrix spike and matrix spike duplicate were outside of the control limits for total
cyanide.

Dioxin:

_The dioxin analysis was done at STL West Sacramento.

The matrix spike and matrix spike duplicate had several isomers outsxde of the control
limits.

STL Pittsburgh



CASE NARRATIVE | —ilter @ﬂk‘—‘-
GZA GEOENVIRONMENTAL INC. ( = C>

Lot #: C0I010228

Sah:ple Receiving:
STL Pittsburgh received samples on September 1, 2000. All of the coolers were outside
of the proper temperature range. :

A chain of custody was not received with the samples. A copy was received by fax.

GC/MS Volatiles:
The method blank had acetone detected. None of the samples had acetone detected. All
results were reported “as is”.

| The methanol trip blank was not reported due to the samples being analyzed as totals and
not methanol dilutions.

TCLP GC/MS Volatiles:
There were no problems associated with the analysis.

GC/MS Semivolatiles:

Samples FC-1 and FC-2 had the surrogate recoveries of 2,4,6-tribromophenol outside of

the control limits. The matrix spike and matrix spike duplicate for sample FC-1 also had

2,4,6-tribromophenol surrogate recoveries outside of the control limits. This confirmed
' matrix interference. Sample FC-2 was not reectracted due to similar recoveries and

matrix was suspected to be the cause.

Pesticides: ,

For the continuing calibration standards analyzed on the DB608 column on September
13, 2000 at 11:35 and 12:03 alpha-BHC and gamma-BHC exceeded the +/-15%D
criteria. The average %D of all of the compounds in the continuing cahbratlon standards
was 9.4. -

For the continuing calibration standards analyzed on the DB608 column on September
13,2000 at 20:21 and 20:49 gamma-BHC exceeded the +/-15%D criteria. The average
%D of all of the compounds in the continuing calibration standards was 10.4. -

Both samples had gamma-BHC detected. The results were reported from the DB1701
column which had all of the continuing calibration standards in control. This meets the
guidelines in the SOP.

PCB’s:
There were no problems associated with the analysis.

Herbicides:
There were no problems associated with the analysis.

STL Pittsburgh



CASE NARRATIVE
GZA GEOENVIRONMENTAL INC.

Lot #: C01010228

Metals:

‘The matrix spike was outside of the control limits for lead and antimony. All associated

results are flagged with an “N” qualifier.

The matrix spike duplicate was outside of the control limits for potassium, lead, and
antimony. All associated results are flagged with an “N” qualifier.

The relative percent difference between the matrix spike and the matrix spike duplicate
was outside of the control limits for antimony. All associated results are flagged with an
‘(*1) .

qualifier.

All of the samples were over the instruments linear range for mercury and required
dilutions.

For the matrix spike and matrix spike duplicate, mercury, aluminum, chromium, copper,
iron, manganese, and zinc recoveries were not calculated due to the concentration of
analyte in the sample being >4 times the concentration of spike added.

TCLP Metals:
There were no problems associated with the analysis.

General Chemistry: _
The TOC analysis was done at STL Baltimore. All data is included in the package for

C01010216.

The grain size and percent solids analyses were done at Geotechnics. All data is included
in the package.

PCB Congeners:
The PCB Congener analysis was done at STL Baltimore. All data is reported in the
package for C01010216.

STL Pittsburgh
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Severn Trent Laboratories - Baltimore NG
ANALYTICAL NARRATIVE ot Q“EC:;“QEQ"

Client: STL~Pittsburgh Laboratory Project Manager: Mary E. Asper
Site: GZA . STL Baltimore Report: 001149
Project number:CO1020124 Date: 19 September 2000

This report contains the results of the analysis of four water and two soil samples collected on
30 August 2000 in support of the referenced project.

SAMPLE RECEIPT

The samples arrived with custody seals intact by Federal Express at Severn Trent Laboratories -
Baltimore on 6 September 2000. Upon receipt, the samples were inspected and compared with the
chain-of-custody records. The samples were then logged into the laboratory computer system with
assigned laboratory accession numbers and released for analysis.

Client Sample Designation ST Lab Number

DL-01 ‘ 0009998
DL-02 . 0009999
FIELD BLANK _ 0010000
DL-04 0010001
FC-1 0010002

FC-2 B 0010003

Following this narrative section are glossaries of data qualifiers'(Tables 1 and 2), codes associated
with manual integration of chromatographic peaks (Table 3), and the original chain-of-custody
record. Analytical results and quality control information are summarized in the appended data
package which has been formatted to be consistent with the deliverable requirements of this project.

ANALYTICAL METHODS

The analytical methods used by the laboratory are referenced by the STL Baltimore Method SOP
which is formatted as STL-M-XXXXX-Y, where X3XXXX is the reference method and Y is the SOP
revision number. For example, analyses performed using EPA SW846 Method 8260B are identified
as STL-M-8260B-3 where 3 is the laboratory SOP revision number. General Chemistry methods
which are a consolidation of several reference methods, e.g. STL-M-CN for cyanide determinations,
also include the identification of the specific reference method used for the analyses.

QUALITY CONTROL

The following sections are ordered as the data appears in this report. They contain observations

010001



Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client: STL-Pittsburgh Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 001149
Project number:CO1020124 Date: 19 September 2000

made during sample analysis, summarize the results of quality control measurements, and address the
impact on data usability based upon project Data Quality Objectives. For each fractional analysis the
narrative includes: ' :

e Sample chronology: This section summarizes the sample history by fraction including the sample
preparation method and date, analytical method, and analysis date. Anything unusual about the
samples, digestates, or extracts is identified. Holding time compliance is evaluated in this section.

® Laboratory method performance: All quality control criteria for method performance must be met
for all target analytes for data to be reported. These criteria generally apply to instrument tune,
calibration, method blanks, and Laboratory Control Samples (LCS). In some instances where
method criteria fail, useable data can be obtained and are reported with client approval.
The narrative will then include a thorough discussion of the impact on data quality.

e Sample performance: Quality control field samples are analyzed to determine any measurement
bias due to the sample matrix based on evaluation of matrix spikes (MS), matrix spike duplicates
(MSD), and laboratory duplicates (D). If acceptance criteria are not met, matrix interferences are
confirmed either by reanalysis or by inspection of the LCS results to verify that laboratory method
performance is in control. Data are reported with appropriate qualifiers or discussion.

PCB CONGENERS by GC - WATER (STL0009998-STL001001)

Sample Chronology: Four samples and associated quality control were extracted on 07 August
2000 by STL-M-3540C-0. The extracts were analyzed on 11August 2000 for the method list of
analytes by STL-M-8081A/8082-1. Samples were extracted one day outside holding time.

Laboratory Method Performance: All laboratory method performance criteria were met for the
reported samples.

Sample Performance: All quality control criteria were met for the reported samples.

PCB CONGENERS by GC - SOIL (STL001002-STL001003)

Sample Chronology: Two samples and associated quality control were extracted on 07 August
2000 by STL-M-3540C-2. The extracts were analyzed on 11August 2000 for the method list of
analytes by STL-M-8081A/8082-1. All holding times were met.

Laboratory Method Performance: All laboratory method performance criteria were met for the
reported samples. ' '
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Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client: STL-Pittsburgh ' Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 001149
Project number:C0O1020124 Date: 19 September 2000

Sample Performance: All quality control criteria were met for the reported samples with the following
exception:

The MS and MSD had the recovery for some target analytes outside of the 30% to
150% QC limits due to high concentration of PCB CONGENERS in the native
sample. All control analyte recoveries were within QC limits for the LCS indicating
acceptable method performance.

GENERAL CHEMISTRY - Water (STL0009998-STL0010001)

Sample Chronology: Four water samples were analyzed according to the following method:

Parameter STL SOP# Method# Prep Date Analysis Date

Total Organic Carbon STL-M-TOC Water-1 SW 9060 N/A 11, 15 September 2000
All holding times were met for the reported samples.

Laboratory Method Performance: All laboratory method performance criteria were met for the
reported samples.

Sample Performance: All quality control criteria were met for the reported samples.
GENERAL CHEMISTRY - Soil (STL0010002-STL0010003)

Sample Chronology: Two soil samples were analyzed according to the following method:

Parameter STL SOP# Method# Prep Date Analvsis Date

Total Organic Carbon STL-M-TOC Soil-1 SW 9060 N/A 16 September 2000
All holding times were met for the reported samples.

Laboratdry Method Performance: All laboratory method performance criteria were met for the
reported samples.

Sample Performance: All quality control criteria were met for the reported samples with the following
exception:

The MSD, performed on sample FC-2, had a recovery below the lower control limit of 86% at 4%.
This recovery may be due to the lack of homogeneity in the sample size (~10 mg) required for
analysis, as the MS had a recovery just below the lower control limit at 85%. These recoveries may
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Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client: STL-Pittsburgh Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 001149
Project number:C0I020124 Date: 19 September 2000

indicate a negative bias to the sample results.
CERTIFICATION OF RESULTS

The Laboratory certifies that the reported results relate only to those samples tested and that this
report meets the project requirements for analytical data as stated in the Analytical Task Order (ATO)
and the chain-of-custody. In addition, the Laboratory certifies that the data as reported meet the Data
Quality Objectives for precision, accuracy, and completeness specified for this project or as stated
in STL Baltimore’s Quality Assurance program for other than the conditions detailed above. Release
of the data contained in this report has been authorized by the Laboratory Project Manager as verified
by the following signature.

Wm QW 19 September 2000

Mary E. AspﬁLaboratory Project Manager
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Severn Trent Laboratories - Baltimore '45 VRE DC-ED

ANALYTICAL NARRATIVE ( /Q D-
Client: STL-Pittsburgh | Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 000889
Project number: Date: 11 August 2000

This report contains the results of the analysis of five water samples collected on 12 July 2000 in
support of the referenced project.

SAMPLE RECEIPT

The samples arrived with custody seals intact by Federal Express at Severn Trent Laboratories -
Baltimore on 14 July 2000. Upon receipt, the samples were inspected and compared with the chain-
of-custody record. The samples were then logged into the laboratory computer system with assigned
laboratory accession numbers and released for analysis.

Client Sample Designation ST Lab Number
AD-01 0008111
AD-02 0008112
AD-03 ' 0008113
AD-04 DUP 0008114

FB-01 0008115 - -

Following this narrative section are glossaries of data qualifiers (Tables 1 and 2), codes associated
with manual integration of chromatographic peaks (Table 3), and the original chain-of-custody
record. Analytical results and quality control information are summarized in the appended data
package which has been formatted to be consistent with the deliverable requirements of this project.

ANALYTICAL METHODS

The analytical methods used by the laboratory are referenced by the STL Baltimore Method SOP
which is formatted as STL-M-XJOCOKX-Y, where XXXXX is the reference method and Y is the SOP
revision number. For example, analyses performed using EPA SW846 Method 8260B are identified
as STL-M-8260B-3 where 3 is the laboratory SOP revision number. General Chemistry methods
which are a consolidation of several reference methods, e.g. STL-M-CN for cyanide determinations,
also include the identification of the specific reference method used for the analyses.

QUALITY CONTROL
The following sections are ordered as the data appears in this report. They contain observations
made during sample analysis, summarize the results of quality control measurements, and address the

impact on data usability based upon project Data Quality Objectives. For each fractional analysis the
narrative includes: _ 4
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Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client; STL-Pittsburgh Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 000889
Project number: Date: 11 August 2000

@ Sample chronology: This section summarizes the sample history by fraction including the sample
preparation method and date, analytical method, and analysis date. Anything unusual about the
samples, digestates, or extracts is identified. Holding time compliance is evaluated in this section.

® Laboratory method performance: All quality control criteria for method performance must be met
for all target analytes for data to be reported. These criteria generally apply to instrument tune,
calibration, method blanks, and Laboratory Control Samples (LCS). In some instances where
method criteria fail, useable data can be obtained and are reported with client approval.
The narrative will then include a thorough discussion of the impact on data quality.

e Sample performance: Quality control field samples are analyzed to determine any measurement
bias due to the sample matrix based on evaluation of matrix spikes (MS), matrix spike duplicates
(MSD), and laboratory duplicates (D). If acceptance criteria are not met, matrix interferences are
confirmed either by reanalysis or by inspection of the LCS results to verify that laboratory method
performance is in control. ‘Data are reported with appropriate qualifiers or discussion..

PCB CONGENERS by GC - SOIL (STL0008111-STL000814)

Sample Chronology: Four samples and associated quality control were extracted on 20 July 2000
by STL-M-3540C-2. The extracts were analyzed on 02 and 04 August 2000 for the method list of
analytes by STL-M-8081A/8082-1. All holding times were met.

Samples AD-03 and AD-04dup both required a 2X dilutions to bring the concentration of a target
analyte within instrument calibration range.

Laboratory Method Performance: All laboratory method performance criteria were met for the
reported samples.

Sample Performance: All quality control criteria were met for the reported samples with the following
exception:

The MS and MSD had the recovery for several target analytes outside of the 30% to 150% QC
limits. These recoveries may indicate a bias for some analytes for this sample. All control analyte
recoveries were within QC limits for the LCS, indicating acceptable method performance.

PCB CONGENERS by GC - WATER (STL0008115)
Sample Chronology: One sample and associated quality control were extracted on 18 July 2000 by

STL-M-3540C-0. The extracts were analyzed on 01 August 2000 for the project list of analytes by
STL-M-8081A/8082-1. All holding times were met.
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Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client: STL-Pittsburgh Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 000889
Project number: Date: 11 August 2000

No MS/MSD was extracted with the sample due to insufficient sample volume. As such, duplicate
LCSs were extracted and analyzed with the sample.

Laboratory Method Performance: All laboratory method performance criteria were met for the
reported sample.

Sample Performance: All quality control criteria were met for the reported sample.
GENERAL CHEMISTRY - Soil (STL0008111 - STL0008114)

Sample Chronology: Four soil samples were analyzed according to the following method:

Parameter STL SOP# Method# ____Prep Date Analysis Date

Total Organic Carbon STL-M-TOC Soil-1 SWS060 NA 09 August 2000
All holding times were met for the reported samples. -

Laboratory Method Performance: All laboratory method performance criteria were met for the
_reported samples with the following exception:

The LCS had a recovery above the upper control limit of 106% at 109% This high recovery may be
indicative of a slight positive bias.

Sample Performance: All quality control criteria were met for the reported sample with the following
exceptions: |

The batch MSD had a recovery below the lower control limit of 86% at 59%. This recovery may be
indicative of a negative bias to the sample results.

GENERAL CHEMISTRY - Water (STL0008115)

Sample Chronoiogy: One water sample was analyzed according to the following method:

Parameter - STL SOP# Method# Prep Date Analysis Date

Total Organic Carbon STL-M-TOC Water-1 SW 9060 N/A 08 August 2000

All holding times were met for the reported sample. The batch MS/MSD were performed on another
client sample. All data associated with the analyses of these samples are included in this report.

Laboratory Method Performance: All laboratory method performance criteria were met for the
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Severn Trent Laboratories - Baltimore

ANALYTICAL NARRATIVE
Client: STL-Pittsburgh ~ Laboratory Project Manager: Mary E. Asper
Site: GZA STL Baltimore Report: 000889
Project number: Date: 11 August 2000

reported sample with the following exception:

The LCS had a recovery above the upper control limit of 103% at 108%. This high recovery may be
indicative of a slight positive bias. '

Sample Performance: All quality control criteria were met for the reported sample.
CERTIFICATION OF RESULTS

The Laboratory certifies that the reported results relate only to those samples tested and that this
report meets the project requirements for analytical data as stated in the Analytical Task Order (ATO)
and the chain-of-custody. In addition, the Laboratory certifies that the data as reported meet the Data
Quality Objectives for precision, accuracy, and completeness specified for this project or as stated
in STL Baltimore’s Quality Assurance program for other than the conditions detailed above. Release
of the data contained in this report has been authorized by the Laboratory Project Manager as verified
by the following signature.

m ?@x/» 11 August 2000

Mary E. Aspy Laboratory Project Manager
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CASE NARRA Dawo.%ra-\r VG- ngut d
GZA GEOENVIRONMENTAL INC. ( ‘|7 L> .

' Lot #: C01010216

' Sample Receiving:
STL Pittsburgh received samples on September 1, 2000. All of the coolers were outside
of the proper temperature range.

Sample bottles for FB were received but were not listed on the chain of custody.

'GC/MS Volatiles:
There were no problems associated with the analysis.

GC/MS Semivolatiles:
The matrix spike and matrix spike duplicate were outside of the control limits for phenol
and 4-chloro-3-methylphenol.

Samples D1-02 and DL-01 had the surrogate recoveries of phenol-d5 outside of the
control limits. The matrix spike and matrix spike duplicate for sample D1-01 also had
phenol-dS surrogate recoveries outside of the control limits. This confirmed matrix
interference. The matrix spike and matrix spike duplicate also had other surrogates

~ outside of the limits. Sample DL-02 was not reectracted due to similar recoveries and
matrix was suspected to be the cause.

. _ Pesticides: :

For the continuing calibration standards analyzed on the DB608 column on September
13, 2000 at 11:35 and 12:03 alpha-BHC and gamma-BHC exceeded the +/-15%D
criteria. The average %D of all of the compounds in the continuing calibration standards
was 9.4. Since these compounds were not detected in the samples, all data was reported.

For the continuing calibration standards analyzed on the DB608 column on September
13, 2000 at 20:21 and 20:49 gamma-BHC exceeded the +/-15%D criteria. The average
%D of all of the compounds in the continuing calibration standards was 10.4. Since these
compounds were not detected in the samples, all data was reported. ’

PCB’s:
There were no problems associated with the analysis.

Herbicides:
There were no problems associated with the analysis.

Metals: :
The matrix spike and matrix spike duplicate were outside of the control limits for
aluminum. All associated results are flagged with an “N’* qualifier.

Samplés DL-01, the matrix spike, the matrix spike duplicate, and DL-02 were over the
‘ instruments linear range for sodium and required dilutions.

STL Pittsburgh ‘ 2




CASE NARRATIVE
GZA GEOENVIRONMENTAL INC.

. Lot #: C01010216
For the matrix spike and matrix spike duplicate, iron, magnesium, and sodium recoveries
were not calculated due to the concentration of analyte in the sample being >4 times the

concentration of spike added.

General Chemistry:
The TOC analysis was done at STL Baltimore. All data is included in the package.

PCB Congeners:
The PCB Congener analysis was done at STL Baltimore. All data is reported in the
package.

STL Pittsburgh
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Lot #: C01010222 -
Sample Receiving:
STL Pittsburgh received samples on September 1, 2000 All of the coolers were outside

of the proper temperature range.

Sample FB 01 was not listed on the chain of custody It was logged in just like the other
samples.

Dioxins:
STL West Sacramento did the dioxin analysis. All data is included in the package.

The method blank had total TCDD and OCDD detected.

STL Pittsburgh



METHODS SUMMARY

€0G130181

ANALYTICAL PREPARATION

PARAMETER METHOD METHOD
Chlorinated Herbicides by GC SW846 8151A SWg46 8151A
Cyanide, Total SwW846 9012A SW846 9012A
Dioxins/Purans, HRGC/HRMS EPA-5 1613B
Dioxins/Purans, HRGC/HRMS EPA-5 1613B EPA-5 1613B
Inductively Coupled Plasma (ICP) Metals SW846 6010B SW846 3010A
Inductively Coupled Plasma (ICP) Metals SW846 6010B SWB46 3050B
Mercury in Liquid Waste (Manual Cold-Vapor) SW846 7470A SwW846 7470A
Non-Filterable Residue (TSS) MCAWW 160.2 MCRAWW 160.2
Organochlorine Pesticides SW846 8081A
Organochlorine Pesticides SW846 8081A SW846 3510C
PCBs by SW-846 8082 sWg46 8082 SwWe46 3510C
PCBs by SW-846 8082 Sw846 8082 SW846 3540
Semivolatile Organic Compounds by GC/MS SwWg846 8270C -8W846 3520C
Semivolatile Organic Compounds by GC/MS SwW846 8270C SWe46 3540C
Total Residue as Pexrcent Solids MCAWW 160.3 MOD MCAWW 160.3 MOD
Trace Inductively Coupled Plasma (ICP) Metals SWB46 6010B SW846 3010A
Trace Inductively Coupled Plasma (ICP) Metals SWg46 6010B SW846 3050B
Volatile Organics by GC/MS ’ SwW846 8260B SW846 5030
Volatile Organics by GC/MS SW846 B8260B SW846 5035
References:
EPA-5 "Method 1613: Tetra- through Octa- Chorinated Dioxins and

Furans by Isotope Dilution, HRGC/HRMS, Revision B"®,

EPA, OCTOBER 1954
MCAWW "Methods for Chemical Analysis of Water and Wastes®,

EPA-600/4-79-020, March 1983 and subsequent revisions.
SW846 nTest Methods for Evaluating Solid Waste, Physical/Chemical

Methods", Third Bdition, November 1986 and its updates.

0

STL Pittsburgh



METHODS SUMMARY

. C0I010222

ANALYTICAL PREPARATION
PARAMETER : . METHOD METHOD
Dioxins/Furans, HRGC/HRMS _ EPA-S 1613B
References:
EPA-5 YMethod 1613: Tetia- through Octa- Chorinated Dioxins and

Furans by Isotope Dilution, HRGC/HRMS, Revision B",
EPA, OCTORER 1994

STL Pittsburgh



METHODS SUMMARY

C0I010216

ANALYTICAL PREPARATION
PARAMETER METHOD METHOD
Chlorinated Herbicides by GC SW846 8151A SW846 B8151A
Inductively Coupled Plasma (ICP) Metals SW846 6010B SWe46 3010A
Mercury in Liquid Waste (Manual Cold-Vapor) SW846 7470A SW846 7470A
Non-Filterable Residue (TSS) MCAWW 160.2 MCAWW 160.2
Organochlorine Pesticides . SW846 8081A . SW846 3510C
PCBs by SW-846 8082 SW846 8082 SwWg46 3510C
Semivolatile Organic Compounds by GC/MS sSwWwg4e 8270C SW846 3520C
Trace Inductively Coupled Plasma (ICP) Metals SW846 6010B SWe46 3010A
Volatile Organics by GC/MS SW846 82608 SW846 5030
References:
MCAWW "Methods for Chemical Analysis of Water and Wastes",

SW846

STL Pittsburgh

EPA-600/4-79-020, March 1983 and subsequent revisions.

"Test Methods for Evaluating Solid Waste, Physical/Chemical

Methods", Third Edition, November 1986 and its updates.



SAMPLE SUMMARY

‘ C0I010222

WO # SAMPLE# CLIENT SAMPLE ID DATE TIME

DJRH1 001 DL-01 08/30/00 14:15
DJRH7 002 DL-02 08/30/00 15:00
DJRHS 003 FB 01 08/30/00 15:30

NOTE(S) :

- The analytical results of the samples listed above are presented on the following pages.

- All caleulations are performed before rounding 10 avoid round-off errors in calculated results.

- Results noted as “ND* were not detected at or above the stated limit.

- This report must not be reproduced, except in full, without the written approval of the laboraiory. .

= Resulis for the following parameters are never teported on a dry weight basis: color, corrosivity, density, flashpoint, ignitability, layers, odor,
paint filter test, pH, porosity pressure, reactivity, redox potendal, specific gravity, spot tests, solids, solubility, temperature, viscosity, and weight.

STL Pittsburgh 4



SAMPLE SUMMARY

. ' C0I1010216

WO # SAMPLER CLIENT SAMPLE ID DATE TIME

DJRF8 001 DL-01
DJRFX 002 DL-02
DJRG6 003 FB 01
DJRGM 004 TB

08/30/00 14:15
08/30/00 15:00
08/30/00 15:30
08/30/00

NOTR(S) :

- The analytical resalts of the samples listed above are prescated on the following pages.

- All calculations are performed before rounding to avoid round-off errors in calculated results.

- Resuhs noted as “ND* were not detected at or above the stated limit.

- This report must ik be reproduced, except in full, without the written approval of the laboratory.

- Results for the following parameters are never reported on a dry weight basls: color, corrosivity, density, flashpoint, ignitability, layers, odor,
paint filter test, pH, pocosity pressure, reactivity, redox polential, spexific gravity, spot tests, solids, solubility, lemperature, viscosity, and weight,

STL Pittsburgh
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MEMO
Date: July 31, 2001
To: Jay Derman, PE — JCl/Upcycle Associates

From: Gerard F. McKenna, Director of Technology Transfer &

Training  Hoad © Y. (G

Re: New Jersey Sediment Decontamination Pilot Project —
Phase ll/ Independent Data Validation Report

The New Jersey Institute of Technology's Center for Environmental
Engineering and Science provided independent data validation
services for JCl/Upcycle Associates, LLC (JUA) pertaining to the
New Jersey Sediment Decontamination Pilot Project (NJSDP).
These included:

. Review of background documents including sampling workplans,

Quality Assurance/Quality Control (QA/QC) plans, analytical
methodologies used, and federal/state data quality evaluation
guidelines. .

Review of analytical results and all supportive documentation
provided by the contractor, Fuller Air Compliance (FAC) and the
sub-contractor analytical laboratories: York Analytical Laboratories,
Inc., PCS Analytical Services, Enthalpy Analytical, Inc., and
Triangle Laboratories

. Data results and supporting documentation were independently

assessed by myself, with expert consulting assistance from William
E. Sherman, using appropriate Data Validation Guidelines (DVG).
Where DVG's were not available, then professional judgement was
used. The data were assessed to determine that they would be of
sufficient quality to its use in the pilot evaluation.

3. This memo is a report summarizing our independent evaluation.



EVALUATION

Our Center received three (3) boxes of data and accompanying
documentation of this Phase of the demonstartion. These were related
primarily to samples from five (5) steps of the Pilot project:

Feed material and shale additives
Baghouse

Scrubber

Flue gas emission - see below
Product

ORwN

FLUE GAS SAMPLES:

We reviewed analytical data and related supporting information from the
flue gas samples obtained by to:

EPA Method 5 - total suspended particulate matter

EPA Method 23- PCDD/PCDF, Semi-volatile organics, PCB's and
Total Chromatographical Semivolatile Organics

EPA Method 29 for multiple metals

EPA Method 101A (from 40 CFR 61, Appendix B and in conjunction
with EPA Method 5) for mercury

NJ Method 1 (in conjﬁnction with EPA Method 202) for total
suspended particulate matter ,

'SW 846 Method 0030 for volatile"o'rganic compounds

SW 846 Method 0050 for hydrogen chloride, bromide and fluoride,
ammonia and chlorine

SW 846 Method 0061 for hexavalent chromium
PROCESS AND PRODUCT

We have also reviewed analytical data and supporting information
related to samples taken from the fuel oil, shale additive, feed pellets,
aggregate product, ceramic catch filter, scrubber make up- water and
scrubber liquor. The methods used are shown in our attachment 1 which
is abstracted from the "Report for Air Emissions Testing and Process
Materials Sampling of Thermal Processing of Ocean Dredge Materials"



. ~ SUMMAR\}:

Our evaluation was based on a review of Summary Reports (Form
|} as well as the raw data. Items included in our review were: (where
applicable) - :

¢ Initial Calibrations
Continuing Calibrations
Matrix Spikes
Matrix Spike Duplicates
Surrogate Spike Recoveries
Blanks including Field
Internal Control Samples
Sample Integrity (Temperatures Malntalned)

- CONCLUSIONS:

-

Based on our review of the data, we have found the data to have been
generated in an acceptable manner. In addition to the data, we have
reviewed and attached the Laboratories Case Narratives and Internal Data
evaluations. We are in general concurrence with them. This is based on
the selection of methods, the quality assurance/quality control protocols
and data and the general professional practices that were employed.

Although the data are generally acceptable, its useability will require
careful consideration of the qualifiers provided with the data in the context
of the project. For example, 3 M23 samples taken for dioxin and furans
analysis (S1-M0010-23AR2 213-216,221, SI-M0010-23AR3 225-228, 233
and SI-M0010-23AR4 282-285, 287) are qualified because of saturated
analyte signals, ion abundance ratios and labeled standard recoveries,
indicating possibility of biased results. The significance of these deviations
can best be considered during the formation of a specific conclusion.

Please let us know if we can be of any assistance in further evaluation of
the useability of this data.

cc: William Sherman



Table 4-1a. Summary of Preparation and Handling of Process Samples

| for JCl/Upcycle

Sample Analyte(s) Method of Sample Sample Analysis

Type Preparation Method

Fuel Oil Halogens (Chlorine, Brom ine, EPA Method 5050@ EPA Method 300.0
Fluorine)

Shale Metals (Excluding Mercury) EPA Method 30508@ EPA Method 6010B@
Mercury EPA Method 7471A@
Halogens (Chlorine, Bromiine, EPA Method 5050% EPA Method 300.0"
Fluorine) '
Total Organic Carbon @ @

Feed Metals (Excluding Mercury) EPA Method 3050B® EPA Method 6010B®@

Pellets —
Mercury EPA Method 7471A@ EPA Method 7471A@
Halogens (Chlorine, Bromine, EPA Method 5050 EPA Method 300.0®
Fluorine) .
PCDD/PCDF EPA Method 8290@ EPA Method 8290@
Herbicides EPA Method 3550B® EPA Method 8151A®
Pesticides EPA Method 35508% EPA Method 8081®
PCBs EPA Method 35508? EPA Method 8082?
Volatile Organic Compounds EPA Method 5030B® | EPA Method 8260%
Semivolatile Organic EPA Method 35508@ EPA Method 8270®
Compounds :
TCLP Volatiles EPA Methods 1311 EPA Method 8260®

and 5030B®
TCLP Semivolatiles EPA Methods 1311 EPA Method 8270%®
and 3510C®?

Aggregate | Metals (Excluding Mercury) EPA Method 30508% EPA Method 60108@

Product
Mercury EPA Method 7471A® EPA Method 7471A@
Halogens (Chlorine, Brom ine, EPA Method 5050% EPA Method 300.0"
Fluorine)
PCDD/PCDF EPA Method 8290@ EPA Method 8290%@
Herbicides EPA Method 3550B® EPA Method 8151A?@
Pesticides EPA Method 8081%

EPA Method 3550B®
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Table 4-1b. Summary of Preparation and Handling of Process Samples
for JCl/Upcycle (Continued)

Sample Analyte(s) Method of Sample | Sample Analysis
Type Preparation Method
Aggregate | PCBs EPA Method 3550B? | EPA Method 8082%
Product .
(Continued) | Volatile Organic Compounds EPA Method 5030B® | EPA Method 8260®
Semivolatile Organic EPA Method 3550B@ EPA Method 8270®
Compounds
TCLP Volatiles EPA Methods 1311 EPA Method 8260@®
and 50308®@
TCLP Semivolatiles EPA Methods 1311 EPA Method 8270®
and 3510C®
TCLP Metals (Excluding EPA Methods 1311 EPA Method 6010B®
Mercury) : and 3010A@
TCLP Mercury EPA Methods 1311 EPA Method 7471A®
and 3010AR
MEP Metals (Excluding Mercury) | EPA Methods 1320 EPA Method 6010B@
’ and 3010A®
MEP Mercury EPA Methods 1320 EPA Method 7471A®
and 3010A®
Ceramic Metals (Excluding Mercury) EPA Method 30508® EPA Method 6010B@
Filter Catch
Mercury EPA Method 7471A@ EPA Method 7471A®
Total Organic Carbon @ @
PCDD/PCDF EPA Method 8290? EPA Method 8290@
| Herbicides EPA Method 3550B%@ EPA Method 8151A@
Pesticides EPA Method 3550B® EPA Method 8081%®
PCBs EPA Method 3550B@ EPA Method 8082®
' Volatile Organic Compounds EPA Method 5030B® EPA Method 8260®
Semivolatile Organic EPA Method 3550B% EPA Method 8270@
Compounds )
TCLP Volatiles EPA Methods 1311 EPA Method 8260?
and 50308@
TCLP Semivolatiles EPA Methods 1311 EPA Method 8270@
: and 3510C®
TCLP Metals (Excluding EPA Methods 1311 EPA Method 6010B®
Mercury) and 3010A®@
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Table 4-1c. Summary of Preparation and Handling of Process Samples
for JCI Upcycle (Continued)
Sample Analyte(s) Method of Sample Sample Analysis
Type Preparation Method
Ceramic TCLP Mercury EPA Methods 1311 EPA Method 7471A@
Filter Catch and 3010A®
(Continued) )
' MEP Metals (Excluding Mercury) | EPA Methods 1320 EPA Method 60108@
and 3010A®@
MEP Mercury EPA Methods 1320 EPA Method 7471A®
and 3010A®
Scrubber Metals (Excluding Mercury) EPA Method 3010A® EPA Method 6010B®
Makeu
Water P Mercury, | EPA Method 7471A® | EPA Method 7471A?
Total Halogens Method 776, ASTM EPA Method 300.0t"
Scrubber . Metals (Excluding Mercury) EPA Method 3010A EPA Method 60108@
Liquor
-4 Mercury EPA Method 7471A® EPA Method 7471A®@
Total Halogens Method 776, ASTM EPA Method 300.0"
Notes:

MFrom EPA Methods for Chemical Analysis of Water and Wastes.

®From EPA Test Methods for Evaluating Solid W aste, Physical/Chemical Methods (EPA SW-846).

- ®From Manual on Soil Sam pling and Methods of Analysis, second ed, 1978, Canadian Society of Soil
Science, J.A. McKeague edition.

was then placed in a separate clean foil pan, mixed throughly using a Teflon spatula

and placed into separate glass containers for composite sample 3.

Aggregate Product

The aggregate product samples were collected every 30 minutes beginning 0800 on

March 14, 2001 until 0600 on'March 16, 2001. The samples were composited as

follows:
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CASE NARRATIVE

Analysis of Samples for the Presence of
Polychlorinated Dibenzofp-Dioxins and Dibenzofurans by

High-Resolution Chromatography / High-Resolution Mass Spectrometry

, Method 23 (6/93)
Date: . April 11, 2001
ClientID: | Fuller Air Compliénce
P.O. Number: - 70155-DA
" TLI Project Number: 53386A

This report should only be reproduced in full. Any partial reproduction of this report requires written permission from
Triangle Laboratories, Inc. : .

Rev. 11/19/97
WWW.TriangleLabs.com



Triangle Laboratories, Inc. April 10, 2001
Case Narrative 53386A

Overview

The samples and associated QC samples were extracted and analyzed according to
procedures described in Method 23 (6/93). Any particular difficulties encountered during:
the sample handling by Triangle Laboratories will be discussed in the QC Remarks section
below. This report contains results only from the Method 23 dioxin/furan analyses of the
M23 sampling trains. o

Quality Control Samples

A laboratory method blank, identified as the TLI Blank, was prepared aldng with the
samples. -

Laboratory control spike (LCS) and laboratory control spike duplicate (LCSD) samples
were extracted and analyzed along with the samples. A report summarizing the analyte
recoveries and relative percent differences for these samples is included in the data
package.

Quality Control Remarks

This release of this particular set of Fuller Air Compliance analytical data by Triangle
Laboratories was authorized by the Quality Control Chemist who has reviewed each
sample data package following a series of inspections/reviews. When applicable, general
deviations from acceptable QC requirements are identified below and comments are made
on the effect of these deviations upon the validity and reliability of the results. Specific QC
issues associated with this particular project are:

Sample receipt: Seven M23 sample(s) were received from Fullér Air Compliance in
good condition on March 21, 2001 at 7.0 °C and stored in a refrigerator at 4 °C.

Sample Preparation Laboratory: None

Mass Spectrometry: None e 7

-

Data Review: The analyses of samples @I—M0010-23A R2 213-216,221, SI-M0010-23A
R3 225-228,233, and SI-M0010-23A R4 282-285,287 exhibit the presence of saturated
analyte signals (signals outside the dynamic range of the instrument). The affected



Triangle Laboratories, Inc. April 10, 2001
Case Narrative ' 53386A

analytes are flagged “S” on the quantitation report. The results for these analytes should
be considered minimum estimates of the actual concentrations present in the samples.

The ion abundance ratios and recoveries for some of the labeled standard in samples SI-
MO0010-23A R2 213-216,221, SI-M0010-23A R3 225-228,233, and SI-MO0010-23A R4
282-285,287 are outside method criteria. The associated analyte results should be
considered estimated. This problem is considered matrix related as the QC samples did
not show similar problems.

Other Commeﬁts: No 2,3,7,8-substituted target analytes were detected in the TLI Blank
above the target detection limit (TDL).

The analytical data presented in this report are consistent with the guidelines of EPA
Method 23 (6/93). Any exceptions have been discussed in the QC Remarks section of
this case narrative with emphasis on their effect on the data. Should Fuller Air
Compliance have any questions or comments regarding this data package, please feel free
to contact a Project Scientist,at 919/544-5729.

For Triangle Laboratories, Inc.,
Released by .

Kenneth Varley

Report Preparation Chemist

The total number of pages in the data package is : L!q l .
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PROJECT NARRATIVE

PHILIP Analytical Services Inc (Burlington ON)
Philip Project: AN010302

Philip Submission #:1C0711

Client: York Service Corporation

Client Project: JCI UPCYCLE-70155

1. SAMPLE RECEIPT/ANALYSIS

a) Sample Listing
Philip Client Date
ID Sample ID Sampled

Hydrogen Bromide via EPA Method 26

012991 01 Method Blank 01/03/15
012992 01 641 SO-M0050 BLANK 01/03/15
012993 01 621 SO-M0050 R1 01/03/15
012994 01 627 SO-M0050 R2 01/03/15
01299501 634 SO-M0050 R3 01/03/15
012996 01 601 SI-M0050 R1 01/03/15
012997 01 607 SI-M0050 R2 01/03/15
012998 01 614 SI-M0050 R3 01/03/15

Hydrogen Chloride via EPA Method 26

012991 01 Method Blank 01/03/15
012992 01 641 SO-M0050 BLANK  01/03/15
012993 01 621 SO-M0050 R1 01/03/15
012994 01 627 SO-M0050 R2 01/03/15
012995 01 634 SO-M0050 R3 01/03/15
012996 01 601 SI-M0050 R1 01/03/15
012997 01 607 SI-M0050 R2 01/03/15
012998 01 614 SI-M0050 R3 01/03/15

Hydrogen Fluoride via EPA Method 26

012991 01 Method Blank 01/03/15
012992 01 641 SO-M0050 BLANK 01/03/15
012993 01 621 SO-M0050 R1 01/03/15
012994 01 627 SO-M0050 R2 01/03/15
01299501 634 SO-M0050 R3 01/03/15
012996 01 601 SI-M0050 R1 01/03/15
012997 01 607 SI-M0050 R2 01/03/15

012998 01 614 SI-M0050 R3 01/03/15

uouu 2

Date
Received

01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23

01/03/23
01/03/23
01/03/23

01/03/23 .

01/03/23
01/03/23
01/03/23
01/03/23

01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23

Date
Prepped

01/03/27
01/03/27
01/03/27

01/03/27 .

01/03/27
01/03/27
01/03/27
01/03/27

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

Run
Date

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

01/03/27
01/03/27

-01/03/27

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
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Total Chlorine via EPA Method 26

012999 01 Method Blank 01/03/15  01/03/23  01/04/03 01/04/03
' 01300001 642 M0050-Blank 01/03/15  01/03/23  01/04/03 01/04/03
013001 01 624 M0050-SO R1 . 01/03/15  01/03/23  01/04/03 01/04/03
013002 01 631 M0050-SOR2 01/03/15  01/03/23  01/04/03 01/04/03
013003 01 638 M0050-SOR3 01/03/15  01/03/23  01/04/03 01/04/03
013004 01 604 M0050-SIR1 01/03/15  01/03/23  01/04/03 01/04/03
01300501 611MO0050-SIR2 01/03/15  01/03/23  01/04/03 01/04/03
013006 01 613 M00S0-SIR3 01/03/15  01/03/23  01/04/03 01/04/03

Ammonia via CTM - 027

012991 01 Method Blank 01/03/15  01/03/23  01/03/28 01/03/28
012992 01 641 SO-M0050 BLANK 01/03/15  01/03/23  01/03/28 01/03/28
012993 01 621 SO-M0050R1 01/03/15  01/03/23  01/03/28 01/03/28
012994 01 627 SO-M0050 R2 01/03/15  01/03/23  01/03/28 01/03/28
012995 01 634 SO-M0050 R3 01/03/15  01/03/23  01/03/28 01/03/28
012996 01 601 SI-M0050 R1 01/03/15  01/03/23  01/03/28 01/03/28
012997 01 * 607 SI-M0050 R2 01/03/15  01/03/23 " 01/03/28 01/03/28.

012998 01 614 SI-M0050 R3 01/03/15  01/03/23  01/03/28 01/03/28
Run Date is defined as the date of injection of the last calibration standar.d (12 hour or less) prior to the
samples analyzed within that run sequence. Therefore the time of calibration injection that defines the
run date is always within 12 hours of the time of sample injection.
. b) Shipping Problems: none encountered
¢) Documentation Problems: none encountered
. SAMPLE PREP:
No problems encountered
III. SAMPLE ANALYSIS:
See also comments within the appropriate Certificate of Analysi;.
a) Hold Times: all within recommended hold times |

b) Instrument Calibration: all within control limits

c) Surrogate/Internal Recoveries: except where noted otherwise, all within control limits-
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I certify that this data package is in compliance with the terms and conditions of the contract,

both technically and for completeness, for other than the conditions detailed above.

In addition, I certify, that to the best of my knowledge and belief, the data as reported are true and accurate.
Release of the data contained in this data package has been authorized by the cognizant laboratory

official or his/her designee, as verified by this signature.

S er, Projef_(yanagcr . Date
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TRIANGLE LABORATORIES, INC. April 10, 2001
CASE NARRATIVE 53386C

Objective: Analysis of seven MMS3 train samples for semivolatile compounds and Tentatively
Identified Compounds (TIC’s), using Method 8270C.

Method:

Seven MMS5 train samples were received by Triangle Laboratories, Inc. on ice at 7°C and in good
condition on March 21, 2001. The samples were stored in a cooler at 4°C prior to extraction.
The XAD traps used for sampling were pre-spiked with 100 micrograms (ug) of terphenyl-d, 4
prior to sampling. Prior to extraction, the XAD, filter, and rinses were spiked with 200 ug of
phenol-ds, 2,4,6-tribromophenol, and 2-fluorophenol and 100 ug of terphenyl-d;s, 2-
fluorobiphenyl, and nitrobenzene-ds. These portions of the MMS5 trains were Soxhlet extracted
with methylene chloride for 16 hours. The impinger condensates were extracted with methylene
chloride using a separatory funnel. The extracts were split with 50 percent of each extract being
used for the dioxin analysis, 25 percent for PCB analysis, and 25 percent for the semivolatile
analysis. The extract portions were combined and brought to a final volume of 1.0 milliliter (mL)
for the semivolatile analysis. The analysis is based on the guidelines of Method 8270C Rev. 3
(12/96). The results reported relate only to the items tested. :

The internal standards, 1,4-dichlorobenzene-d,, naphthalene-ds, acenaphthene-d,o, phenanthrene-
dio, chrysene-d,», and perylene-d;», were added to the extracts such that the final internal standard
concentration was 40 ug/mL immediately prior to analysis by GC/MS.

The GC/MS analysis conditions are listed below:

GC Conditions:
Column: ' J&W DB5-625, 30m x .32mm x lum
Program: 35C, ramp at 12C/min to 285C, hold for 2 min.

ramp at 8.5C/min to 315 C, hold for 6.5 min.

Carrier Gas: Helium

MS Conditions:
Instrument: , HP MSD, Chemsystem and Target data systems
Scan: 35-550 amu at 1.67 scan/sec
Interface: Capillary, Injector: 250C, Detector: 275C

Report:

Enclosed with the case narrative are the sample identification index, project summary sheets,
client and TLI chain of custody sheets, wet laboratory extraction information sheets, GC/MS
tracking forms, and analytical run logs. The sample identification index correlates the client
sample name, TLI sample number and the analytical file name for the each sample. The project
summary sheets list the amounts of analytes detected in gray and list the estimated detection limits
in parentheses for analytes that were not detected.



‘TRIANGLE LABORATORIES, INC. April 10, 2001
CASE NARRATIVE ‘ . 53386C

The data are reported as quantitation reports, chromatograms, interim reports, and spectra of
detected target analytes and TIC’s. The quantitation report header lists the TLI project number,
analysis method, instrument sample file name, and client sample name. The client project
number, TLI sample number, calibration file, dilution factor, and date received, extracted, and
analyzed are also listed in the quantitation report header. The response factors used for all
calculations are from the initial calibration listed in the header. All initial and continuing
calibration data are located in the back of the data package. The amount reported for each target

. analyte detected in the samples is reported in total ug. The retention time (RT) will be listed for
all internal standards and analytes that are detected. If a target analyte is not detected, it will be
flagged with a “U” and a detection limit will be listed. Estimated detection limits are calculated
using an area of 10,000 for all analytes that were not found in the samples. The estimated
detection limits reported are the average detection limits achievable over time on an instrument
type. The actual detection limit for a given compound on a given day may vary from the estimate
reported. The quantitation limit for all analytes is:half of the low point of the initial calibration
adjusted for dilution when appropriate. ‘Below this point the calibration cannot be considered to
be linear. Any amounts reported at a level below the quantitation limit will be flagged with a “J”
and should be considered estimated. If a target analyte is found at a level exceeding the upper
calibration limit, it-will be flagged with'an “E” and should also be considered estimated. Any
analytes flagged with a “B” on the sample topsheets were detected in the associated laboratory
blank. All target analytes are quantitated against the internal standard preceding them on the
target analyte list. Surrogate standards are quantitated against the internal standard with the
matching internal standard reference number. For example, terphenyl-d,, has § in the IS Ref
columnn and would be quantitated against the internal standard that has ISS listed in the flag
column. ‘

In addition to the quantitation report, a tentatively identified compound (TIC) report is also
present. The TIC report includes the TIC name, retention time and area, and the internal standard
retention time and area. TIC’s are reported when they elute within a window of minus one
minute from the first and plus one minute from the last target analytes’ retention times, and are
greater than ten percent of the nearest internal standard area. The results-should be considered
estimates because they are calculated using the total ion current areas of the internal standards. |
These TIC’s were searched against the NIST library and the best three matches were obtained.
From this information a tentative identification was assigned. All of the spectral searches are

included in the data package behind the spectra of the target analytes.

Immediately following the TIC report are two pages that comprise the total ion chromatograms.
Labeled internal and surrogate standards present in the sample have their identifications and
retention time printed above their peak on the chromatogram. The chromatogram is followed by
the interim report. On the interim report a § is indicative of a surrogate standard and a *
represents an internal standard. The interim report from the instrument is followed by the target
spectra of detected compounds. Four spectral plots are included for each compound: a raw
spectrum of the peak, a background subtracted version of the same spectrum, a library spectrum
of the compound, and a plot showing the percent difference between the library spectrum and the
background subtracted spectrum. Extracted ion current profiles are plotted on the right-hand side
* of the page showing the quantitation mass and one or two other prominent ions known to be
present in target compound as they appear in the sample peak.
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Results:

Due to Y2K (year 2000) software problems, the raw data for the analyses exhibit an incorrect
year, but do have the correct month and day. The hardcopy data has been hand corrected.

All samples were extracted and analyzed within the Method 8270 holding times/
No target analytes were found in the laboratory blank.

Please note that while Method 8270 Table 2 lists bis(2-chloroisopropy!)ether, this compound is
not listed on the quantitation reports. The reports list 2,2'-oxybis(1-chloropropane) which is a
structural isomer. These compounds coelute and are considered equivalent. Please note that the
target analyte n-nitrosodiphenylamine cannot be distinguished from diphenylamine.

. Up to twenty of the largest non-target analyte peaks have been reported as TIC’s.//

A set of laboratory control spike (LCS)/LCS Duplicate samples was prepared and analyzed along
with the samples. Results for the LCS/LCS Dup samples are reported as a summary that is
included in the data package.

All surrogate standard percent recoveries for samples SI-M0010-23AR3, SI-M0010-23AR4, SO-
M0010-23AR2, and SO-M0010-23AR3 were within the in-house quality control limits. Sample  ; -«
SI-M0010-23AR2 exhibited a slightly high recovery for nitrobenzene-ds-Sariiple SO-M0010- N
23AR4 exhibited a slightly low recovery for 2,4,6-tribromophenol. Sample Blank-M0010-23A .
exhibited a high recovery for terphenyl-d, 4. The Iaboratory blank exhibited a very low recovery 779
for 2,4,6-tribromophenol. The LCS and LCSD exhibited slightly high recoveries for phenol-ds,
‘nitrobenzene-ds, and terphenyl-dys. The in-house quality control limits are defined by the

following 95 percent confidence intervals:

Surrogate Standards Mean 95% confidence interval
phenol-ds 70 28.39 - 11240
nitrobenzene-ds 68 30.52 - 105.65
2-fluorobiphenyl 71 377710 - 115.87
2,4,6-tribromopherniol 78 3243 - 123.81
- 135.64

terpbenyl-d;, 77 18.86
Sample Calculations:

Response Factor, RF = Area analyte x Amt IS
Area IS x Amt analyte in calibration standard

Amount ug = Area analyte x Amt IS x DF
ArealS x avg RF

TIC Amount ug = Total Jon Current Area analyte x Amt IS x DF
Total Ion Current Area IS
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Where:
Amt IS = amount of internal standard = 40 ug

DF = dilution factor
avg RF = average RF from initial calibration

The data reported have been judged to be valid and in compliance with the guidelines of Method
8270C Rev. 3 (12/96) except as noted above. Should you have any questions about this project,
please feel free to contact a Customer Service Representative at (919) 544-5729.

For Triangle Laboratories, Inc.,

Report Preparation: - Quality Control: |

A, ' _
(et Gy, Q. Brock
¥im T. Woodhouse Penny A. Brock
Report Preparation Chemist Report Preparation Chemist

S0

The total number of pages in this data package is
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CASE NARRATIVE

Analysis of Samples for the Presence of
Volatile Analytes by -

High-Resolution Gas Chromatography / Low-Resolution Mass Spectrometry

'METHOD 8260B Rev. 2 (12/96)

Date : | April 2, 2001
ClientID : | Fuller Air Compliance

" TLI Project Number : 53385

This report should only be reproduced in full. Any partial reproduction of this report requires written permission
from Triangle Laboratories, Inc. ’
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Case Narrative 53385

Objective: Analysis of seven VOST tube pairs for volatile compounds and Tentatively Identified
Compounds (TIC’s)., using Method 8260B.

Method:

Nine VOST tube pairs and eight condensate samples were received at Triangle Laboratories, Inc. on -
March 21, 2001 at 6°C in good condition. The samples were stored in a refrigerator at 4°C prior to
analysis. Analytical results reported in this data package pertain to the analysis of seven of the VOST
tube pairs. The VOST tubes were analyzed according to the guidelines of Methods 8260B and 5040,
The internal standards and surrogate standards were added in the amount of 0.25 micrograms (ug)
immediately prior to analysis by GC/MS. The internal standards are pentafluorobenzene, 1,4- v
difluorobenzene, chlorobenzene-ds , and 1,4-dichlorobenzene-d,, and the surrogate standards reported
are dibromofluoromethane, toluene-ds, and 4-bromofluorobenzene. The results reported relate only to
the items tested. .

The GC/MS analysis conditions are listed below:

Purge and trap: - Tekmar LSC-2000
Purge: 11 min.
Desorb Temperature: 250C
Desorb Time: 4 min.
GC Conditions:
Column: ~ 30mx .53 mm x 0.3u J&W DB624
0 C hold .5 min, 10 C/min to 45C, 6 C/min to 90C, hold 1.5 min,
50 C/min to 200C.
MS Conditions:
Instrument: VG-TRIO-1 Lab Base data system
Scan: 4 35-350 amu at .6s/scan
Interface: Jet Separator, 200 C

Report:

Enclosed with the case narrative are copies of the sample identification index, the project
summary sheets, client paperwork, sample log-in sheets, and log book pages. A sample
identification index summarizes the client sample name, TLI sample number, and analytical file
name for each sample and blank. The project summary lists the amounts for detected analytes in
gray. The estimated detection limits will be listed in parentheses when the target analytes are not
detected. : '

The data are reported as quantitation reports, chromatograms, interim reports, and spectra of
detected target analytes and TIC's. The quantitation report header lists the TLI project number,
analysis method, instrument sample file name, client sample name, client project number, TLI
sample number, calibration file, date received, and analysis date. The response factors used for all
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calculations are from the calibration file listed in the header. All initial and continuing calibration
data are located in the back of the data package. The amount is reported in total ug for the
VOST tubes. The retention time (RT) will be listed for all internal standards and analytes that are
detected. If a target analyte is not detected, it will be flagged with a "U" and a detection limit will
be listed. Estimated detection limits are calculated for all analytes that were not found in the
-samples by using an area of 2000. The estimated detection limits reported are the average
detection limits achievable over time on an instrument type. The actual detection limit for a given
compound on a given day may vary from the estimate reported. The quantitation limit for all
analytes is half of the low point of the initial calibration. Below this point the calibration cannot
be considered to be linear. Any amount reported at a level below the quantitation limit will be
flagged with a "J" and should be considered estimated. If any compounds are found at a level
above the upper calibration range, the analyte will be flagged with an "E" and the amounts
reported should be considered estimated. If any target analytes found in the laboratory blanks are
detected in the associated samples, they will be flagged with a "B" on each sample topsheet. All
analytes are quantitated against the internal standard preceding them on the target analyte list.
Surrogate standards are quantitated against the internal standard with the matching internal
standard reference number. For example, toluene-dg has 2 in the IS Réfcolimn and would be
quantitated against the internal standard that has IS2 listed in the flag column.

In addition to the quantitation report, a tentatively identified compound (TIC) report is also
present. The TIC report includes the TIC namie, retention time and area, and the internal standard
retention time and area. TIC’s are reported when they elute within a window of minus one
minute from the first and plus one minute from the last target analytes’ retention times, and are
greater than ten percent of the nearest internal standard area. The results should be considered
estimates because they are calculated using the total ion current areas of the internal standards. -
These TIC's were searched against the NIST library and the best three matches were obtained.
From this information a tentative identification was assigned. All of the spectral searches are
included in the data package behind the spectra of the target analytes.

Results:

The VOST tube pairs were analyzed within the fourteen day holding time, in tandem per client
request.

The laboratory blanks contained several target analytes at levels below the quantitation limit. One
laboratory blank (VOSTBLK 032601) contained the target analytes, 2-butanone, acetone, and
chloromethane, at levels slightly above the quantitation limit. The target analytes in a laboratory
blank should not be considered as truly present in the native samples unless found at a level at
least five times the amount found in the associated blank. In the event that the amount of a target
analyte found in the samples is twenty times the amount found in the associated blank, the
contribution from the blank can be considered negligible.

Please note that VOST tube pairs SI-M0030-R4 109/110 and SO-M0030-R4 147/148 have been
analyzed and reported in place of samples SI-M0030-R1 100/101 and SO-M0030-R3 143/144. These
backup VOST tube pairs were analyzed due to very poor surrogate recoveries in VOST tube pair SI-
MO0030-R1 100/101 and to loss of data acquisition for VOST tube pair SO-M0030-R3 143/144.
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Many target analytes were found at amounts above the upper calibration limit of one microgram in the
samples. These compounds are flagged with “E” and the amounts reported should be considered
estimated. Also, several target analytes were found at levels that were sufficiently high enough to saturate
the instrument detector. These compounds are flagged with “SAT” and the amounts reported should be
considered underestimated. Saturated analytes can interfere with the detection or quantitation of
coeluting target analytes or standards.

Up to ten of the largest non-target peaks were reported as TIC’s. The majority of non-target
analytes were identified as thiophene, substituted furandiones, methylthiophene isomers,
methylfuran isomers, and alkanes.

All surrogate standard percent recoveries were within quality control limits for all field samples
with the SI- prefix, BLANK-MO0030 173/174, and the laboratory blanks. For the field samples
with the SO- prefix, somewhat high surrogate standard percent recoveries were exhibited for
either dibromofluoromethane or 4-bromofluorobenzene.

Sample Calculations:

Response Factor (RF) = g' area analyte) x (amt IS)
(area IS) x (amt analyte)

Amount (ug) = (area analyte in sainple) x (amt IS)

(area IS) x (avg ical RF)
TIC amount (ug) = (Total Ton Current Area of TIC) x (amt IS)

(Total Ion Current Area of IS)
Where:

amt IS = amount of internal standard = 0.25 ug -
ical = initial calibration
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The data in this package have been judged to be valid according to the guidelines of Methods

‘ 8260B and 5040, except as noted above. Should you have any questions, please feel free to
contact the Customer Service Representative at (919) 544-5729.

For Triangle Laboratories, Inc.,

"Report Preparation: Quality Control:

Penny A. Brock Donald Harvan
Report Preparation Chemist Report Preparation Chemist

The total number of pages in this data package is m
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Overvie

The samples and associated QC samples were extracted and analyzed according to
procedures described in EPA Method 8290 Rev. 0 (9/94). Any particular difficulties
encountered during the sample handling by Triangle Laboratories will be discussed in the
QC Remarks section below. This report contains results from only the 8290 dioxin/furan
analyses of the three M23 Train samples. '

ali t ample

" A'laboratory method blank, identified as the TLI Blank, was prepared along with the
samples.

| Laboratory control spike (LCS) and laboratory control spike duplicate (LCSD) samples
were extracted and analyzed along with the samples. A report summarizing the analyte
recoveries and relative percent differences for these samples is included in the data
package.

Quality Control Remarks

This release of this particular set of Fuller Air Compliance analytical data by Triangle
Laboratories was authorized by the Quality Control Chemist who has reviewed each
sample data package following a series of inspections/reviews. When applicable, general
deviations from acceptable QC requirements are identified below and comments are made
on the effect of these deviations upon the validity and reliability of the results. Specific
QC issues associated with this particular project are:

Sam'/pm'eceipt: Three M23 Train samples were received from Fuller Air Compliance at
6.0 °C i good condition on March 06, 2001 and stored in a refrigerator at 4 °C. The

\clieﬁéu;hain-of-custody did not indicate whether or not chemical preservatives were
utilized prior to shipment.

The impinger portions were listed on the chain of custody but were not received with the
other portions.

Sample Preparation Laboratory: None

Mass Spectrometry: None
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Data Review: The percent recoveries of 12378-PeCDD, 234678-HxCDF, and 123789-
HxCDF in the LCS and LCSD are above the QC criteria (70-130%); however, the

relative percént difference is within the QC criteria (< 20%). The percent recovery of
123478-HXCDF in the LCSD is slightly above the QC criteria (70-130%); however, the
relative percent difference is within the QC criteria (< 20%). The results for the

associated analytes in the field samples may be overestimated. All affected analytesin o |
the field samples are non-detect or detected with concentrations below the target

detection limits. As the detection limits for the non-detected analytes are below TDL, the
results for these analytes are not significantly affected.

The ion abundance ratio for the 1234789-HpCDF surrogate standard in sample HDO-
M23-R1/701,702,703,704 is outside QC limits. However, the percent recovery is within o «
QC limits. As no analytes are quantified using this standard, the results were release

with no further action

Other Comments: No 2,3,7,8-substituted target analytes were detected in the méthod
blank above the target detection limit (TDL).

During analysis, it was discovered that the recovery standard solution used for these

samples was not at nominal quantities specified by the method. The solution was tested .
and found to contain lower amounts of the 13C12-labeled 1234-TCDD and 123789- ——
HxCDD recovery standards. All calculations associated with this project have been

revised to accommodate this variation. Please note that since recovery standards are not

used in analyte quantitation, analyte calculations are unaffected.

The analytical data presented in this report are consistent with the guidelines of EPA
Method 8290 Rev. 0 (9/94). Any exceptions have been discussed in the QC Remarks
section of this case narrative with emphasis on their effect on the data. Should Fuller Air
Compliance have any questions or comments regarding this data package, please feel free
to contact a Project Scientist at (919) 544-5729.

For Triangle Laboratories, Inc.,

Released by,

Kenneth Varley

Report Preparation Chemist

The total number of pages in the data package is : z % 6 .
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Overview

Seven XAD samples were received from Fuller Air Compliance in good condition March
21, 2001 at 7.0 °C and stored in a refrigerator at 4°C. The samples were extracted and
analyzed by Triangle Laboratories' WHO List procedures. Any particular difficulties
encountered during the sample handling by Triangle Labs will be discussed in the QC
remark section below. Results relate only to the items tested.

Quality Control Samples

A laboratory method blank, identified as the TLI Blank, was prepared along with the
samples.

Laboratory control spike (L.CS) and laboratory control spike duplicate (LCSD) samples
were extracted and analyzed along with the samples. A report summarizing the analyte
recoveries and relative percent differences for these samples is included in the data -
package.

OC Remarks

The release of this particular set of Fuller Air Compliance analytical data by Triangle Labs
was authorized by the Quality Control Chemist who has reviewed each sample data
package individually following a series of inspections/reviews. When applicable, general
deviations from acceptable QC requirements are identified below. Specific QC problems
associated with this particular project are: | .

Sample Preparation Laboratory: None
Mass Spectrometry: None

Data Review: Please note there are no limits for recovery or ion abundance ratios for the
MonoCB, DiCB, or TriCB internal standards. The chemistry of these compounds is such
that recovery limits for these compounds can not be guaranteed. The reported limits are
advisory limits only. The software applies the “V” flag based on these advisory limits.

The percent recoveries of some of the labeled standards in the field samples are outside How Low ¢
QC limits. This indicates that reported concentrations of the associated analytes could be
correspondingly low. The ion abundance ratios for some of the standards are also outside

QC limits. As the QC samples did not similar recoveries this problem is considered
matrix related, and the results were released with no further action.
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The analysis of some of the field samples exhibit the presence of saturated analyte signals
(signals outside the dynamic range of the instrument). The affected analytes are flagged
“S” on the quantitation report. The results for these analytes should be considered
minimum estimates of the actual concentrations present in the samples

By our interpretation, the analytical datain this project is valid based on the guidelines of
Triangle Laboratories' WHO List procedures. Any specific QC concerns or problems
have been discussed in the QC REMARKS section with emphasis on their affect on the
data. Should Fuller Air Compliance have any questions or comments regarding this data
package, please feel free to contact our Project Scientist, Thomasina Austin, at (919) 544-
5729 ext. 257.

For Triangle Laboratories, Inc.,

Released By,

<

&V\ni(\bf HGS-S

eport Preparation Chemist

The total number of pages in this data package is : ggg |

cmany
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PROJECT NARRATIVE

' . PHILIP Analytical Services Inc (Burlington ON)
Philip Project:

AN010302

Philip Submission #:1C0711

Client:

York Service Corporation

Client Project: JCI UPCYCLE-70155

1. SAMPLE RECEIPT/ANALYSIS

a) Sample Listing

Philip BC  Philip ON

ID

ID

Client
Sample ID

Chromium VI via SW846 Method 0051/71 99

11016634
11016635
11016636
11016637
11016638
11016639

. 11016640

012984 01
012985 01
012986 01
012987 01
012988 01
012989 01
012990 01

531 M0061-Blank
516 M0061-SOR1
521 M0061-SO R2
526 M0061-SOR3
501/502 M0061-SIR1
506/507 M0061-SI R2

-511/512 M0061-SI R3

Date
Sampled

01/03/15
01/03/15
01/03/15
01/03/15
01/03/15
01/03/15
01/03/15

00002

Date
Received

01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23
01/03/23

Date
Prepped

01/03/27

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

Run
Date

01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27
01/03/27

Run Date is defined as the date of injection of the last calibration standard (12 hour or less) prior to the
samples analyzed within that run sequence. Therefore the time of calibration injection that defines the
run date is always within 12 hours of the time of sample injection.

b) Shipping Problems: none encountered

¢) Documentation Problems: none encountered

I1. SAMPLE PREP:

No problems encountered

III. SAMPLE ANALYSIS:

See also comments within the appropriate Certificate of Analysis.

a) Hold Times: all within recommended hold times

b) Instrument Calibration: all within control limits

c) Surrogate/Internal Recoveries: except where noted otherwise, all within control limits

' I certify that this data package is in compliance with the terms and conditions of the contract,



00003

both technically and for completeness, for other than the conditions detailed above.

In addition, I certify, that to the best of my knowledge and belief, the data as reported are true and accurate.
Release of the data contained in this data package has been authorized by the cognizant laboratory

official or his/her designee, as verified by this signature.

</ . . ,
kéw % Artrsy ), 2O
wer, Projezlﬁ%ger , U Date
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Z'PHILIP ANALYTICA”L , Case Narrative

——SERVICES——

To: Shari Typer File: CSNRCR6_0035
Date: April 26, 2001 _ CC: BH

From:  Robert Gilbert Page: 1of 1

Inorganic Manager

Subject: Case Narrative for Hexavalent Chromium Analyses of Sample # 16634-40 (Burl #12984-90)

All sami)ies were analysed in accordance to EPA Method 7199. All results are reported from the March 27, 2001 IC run.

Notes:

e NIST 2109 Chromium VI (1000 mg/L) was used to make up the standards used in this analyses. The coefficient of
correlation for the calibration curve was 0.999.

e All samples and blanks were diluted fivefold and hence were reported with a 0.001 mg/L detection limit. The
samples were checked with an acid/base test that showed a concentration higher than 0.1N KOH.

. e All quality control criteria were met.

Rob Gilberl;/
Inorganics Manager
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PROJECT NARRATIVE
' PHILIP Analytical Services Inc (Burlington ON)
Philip Project: AN010302
Philip Submission #:1C0564
Client: York Service Corporation

Client Project: JCI UPCYCLE-70155

1. SAMPLE RECEIPT/ANALYSIS

a) Sample Listing
Philip Client Date Date Date Run
ID Sample ID Sampled  Received  Prepped Date

Total Extractable Chromatographable Organics via EPA/600/R-96/036 '
01225701 Method Blank 01/03/16  01/03/20  01/04/12 01/04/12
012258 01 MTCO, Blank 01/03/16  01/03/20  01/03/22  01/04/12
012259 01 SO-MTCO, R1 Outlet . 01/03/16  01/03/20  01/03/22 01/04/12
01226001 SO-MTCO, R2 Outlet 01/03/16  01/03/20  01/03/22 01/04/12
012261 01 SO-MTCO, R3 Outlet 01/03/16  01/03/20  01/03/22 01/04/18

012262 01 SI-MTCO, R1 Inlet 01/03/16  01/03/20  01/03/22 01/04/18
‘ 012263 01 SI-MTCO, R2 Inlet 01/03/16  01/03/20  "01/03/22 01/04/12
012264 01 SI-MTCO, R3 Inlet . 01/03/16  01/03/20  01/03/22 01/04/12

Gravimetric Organics via EPA/600/R96/036
012257 01 Method Blank 01/03/16  01/03/20  01/04/02  01/04/04
012258 01 MTCO, Blank 01/03/16  01/03/20  01/04/02  01/04/04
012259 01 SO-MTCO, R1 Outlet 01/03/16  01/03/20  01/04/02  01/04/04
012260 01 SO-MTCO, R2 Outlet 01/03/16  01/03/20  01/04/02  01/04/04
012261 01 SO-MTCO, R3 Outlet 01/03/16  01/03/20  01/04/02  01/04/04

012262 01 SI-MTCO, R1 Inlet 01/03/16  01/03/20  01/04/02 01/04/04
012263 01 SI-MTCO, R2 Inlet 01/03/16  01/03/20  01/04/02 01/04/04
012264 01 SI-MTCO, R3 Inlet 01/03/16 = 01/03/20  01/04/02 01/04/04

Run Date is defined as the date of injection of the last calibration standard (12 hour or less) prior to the
samples analyzed within that run sequence. Therefore the time of calibration injection that defines the
run date is always within 12 hours of the time of sample injection.

b) Shipping Problems: none encountered

c¢) Documentation Problems: none encountered

II. SAMPLE PREP:

‘ No problems encountered
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III. SAMPLE ANALYSIS:

' See also comments within the appropriate Certificate of Analysis.
a) Hold Timés: all within recommended hold times
b) Instrument Calibration: all within control limits
c) Surrogate/Internal Recoveries: except where noted otherwise, all within control limits
I certify that this data package is in compliance with the terms and conditions of the contract,

;. both technically and for completeness, for other than the conditions detailed above.

In addition, I certify, that to the best of my knowledge and belief, the data as reported are true and accurate.

Release of the data contained in this data package has been authorized by the cognizant laboratory
official or his/her designee, as verified by this signature.

Ronald A. Mc od,Principal Sci., Ph.D.,C.Chem. ate .
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. ('.J:gmpany:j York Analytical, Inc.

Cli

SW-846 M0040

ReportingNotes -

Scott Grosshandler of Enthalpy Analytical, Inc. received the samples on 3/17/2001
after being relinquished by York Analytical, Inc. No apparent container problems
were noted upon receipt. Prior to and during analysis, the samples were kept under
lock, with access only to authorized personnel of Enthalpy Analytical, Inc.

The samples were analyzed using the 'analytical procedures in SW -846 M0040. All

- samples and standards were injected into the GC using a VICI 6-port gas loop

injection system. The analyzer was a Hewlett-Packard 5890 Series II Gas
Chromatograph equipped with a flame ionization detector using hydrogen as the

" carrier gas. All compounds were referenced to certified gas phase standards.

The samples were separated using a 30m x 0.32 mm ID capillary column. All

- calibration curve(s) and quality assurance point(s) are located in the “Curves”

section of the report and referenced in the "Cal. Curve" section on the Results
page. The following table shows approximate retention times for each analyte.

- Analyte " Retention Time

Methane 1.14
Ethane 1.25
Propane 1.45
Butane. 2.13

. Pentane ' 3.31
. . Hexane 4,74
" Heptane . 6.05

Initial temperature:  38°C, hold for 0.5 minutes
1*Ramp:  6.5°C per minute to 50°C’
2 Ramp:  20°C per minute to 170°C, hold for 2 min.
Net Run Time 10.4 minutes
Pressure Constant: 5.5 psiat45°C
Detector temperature: ~ 225°C

", All standards were within 10% of their tag value.

The symbols MDL and LOQ represent the Minimum Detection Limit and the Limit of '
Quantification.

The symbol J following a value indicates an analytical result between the MDL and
the LOQ. : .

The symbols ND following a value indicate a non-detect or analytical result below
the MDL.

The symbol E following a value indicates an analytical result exceeding, but within
25% of, the highest calibration point unless otherwise noted in the narrative.



Enthalpy Analytical Narrative Summary

| 0301-51

Company: | York Analytical, Inc. / JCI Upcycle

: { 01-70155 | DMB
: | 4506 | SW-846 M0040
CGustody . Scott Grosshandler received the samples on 03/17/2001 after being relinquished by

" York Analytical, Inc. No apparent container problems were noted upon receipt.
Prior to and during analysis, the samples were kept under lock with access only to
authorized personnel of Enthalpy Analytical, Inc.

Analysis The samples were analyzed by sparging a 5 ml aliquot using a OI purge & trap
4460A for 5 minutes. Samples were desorbed for 4 minutes at 180°C with a 6-minute
~ bake out at 180°C. The analyzer was a Hewlett-Packard 5890 Series II Gas _
 Chromatograph equipped with a flame ionization detector using hydrogen as the
¢ .. carrier gas. Cs-C, compounds were referenced to pentane, hexane and heptane

: - standards. All peak areas within the specified time range were summed and
referenced to the appropriate standard curve. -

" The samples were separated using a Restek 30m x 0.32 mm ID Rtx 1 capillary
column. All calibration curve(s) and quality assurance point(s) are located in the
“Curves” section of the report and referenced in the "Cal. Curve" section on the
Results page. The following table shows approximate retention times for each

analyte.
~ Analyte - Retention Time
" Pentane...... 3.84

Hexane 5.05
Heptane 6.22

Initial temperature: ~ 45°C, hold for 1.1 minutes
Ramp: 17.5°C per minute to 185°C
Net Run Time 9.1 minutes
Pressure Constant: 5.5 psi at 45°C
Detector temperature: 225°C

All standards were within 10% of their tag value.

The symbols MDL and LOQ represent the Minimum Detection Limit and the Limit of
Quantification.

The symbol J following a value indicates an analytical result between the MDL and
the LOQ.

The symBols ND following a value indicate a non-detect or analytical result below
the MDL. '

The symbol E following a value indicates an analytical result exceeding, but within
25% of, the highest calibration point unless otherwise noted in the narrative.
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PROJECT NARRATIVE

PHILIP Analytical Services Inc (Burlington ON)
Philip Project: AN010302

Philip Submission #:1C0612

Client: York Service Corporation

Client Project: JCI UPCYCLE-70155

1. SAMPLE RECEIPT/ANALYSIS

a) Sample Listing
Philip BC/ON  Philip ON Client
ID ID - Sample ID

Analysis from PSC - Mississauga, ON
Total Organic Carbon via Combustion - LECO
' 012489 01 Method Blank

012491 01 Upcycle Shale
01249501 U.P. (80194-80195)
012496 01 U.P. (80196-80197)
01249701 U.P.(80198-80199)
012498 01 Baghouse (80200)
012499 01 Baghouse (80201)
01250001 Baghouse (80202)

Analysis from PSC - Reading, PA

Date
Sampled

01/03/16

-01/03/16

01/03/14
01/03/15
01/03/14
01/03/14
01/03/15
01/03/14

Date
Received

01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21

Total Chlorine, Bromine and_FIuorine via SW846 Methods 5050/9056 - IC

1443138 01249001 #2 Fuel Oil
1443651 012491 01 Upcycle Shale
1443653 01249201 Upcycle Feed (80191)

1443654 012493 01 Upcycle Feed (80192). " -

1443656 012494 01 Upcycle Feed (80193)

1443657 01249501 U.P. (80194-80195)
443658/1443659 012496 01 U.P. (80196-80197)

1443660 01249701 U.P.(80198-80199)

01/03/16:

01/03/16
01/03/14
01/03/15
01/03/14
01/03/14
01/03/15
01/03/14

PCDD/F(DBS5) via SW846 Method 8290-Primary Column Analysis

01248901 Method Blank
012492 01 Upcycle Feed (80191)
012493 01 Upcycle Feed (80192)
012494 01 Upcycle Feed (80193)
01249501 U.P. (80194-80195)

- 012496 01 U.P. (80196-80197)
012497 01 U.P. (80198-80199)
012498 01 Baghouse (80200)
012499 01 Baghouse (80201)
012500 01 Baghouse (80202)

01/03/16
01/03/14
01/03/15
01/03/14
01/03/14

. 01/03/15
. 01/03/14

01/03/14
01/03/15
01/03/14

01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21

01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21
01/03/21

00062

Date
Prepped

01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05

01/03/26
01/03/29
01/03/29
01/03/29
01/03/29
01/03/29
01/03/29
01/03/29

01/04/02
01/04/02
01/04/02
01/04/02
01/04/02
01/04/02
01/04/02
01/04/02
01/04/02
01/04/02

Run
Date

01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05
01/04/05

01/03/26
01/03/29
01/03/29
01/03/29

" 01/03/29

01/03/29
01/03/29
01/03/29

01/04/11
01/04/11
01/04/11
01/04/11
01/04/11
01/04/11
01/04/11
01/04/11
01/04/11
01/04/11



2,3,7,8-TCDF (DB225) via SW846 Method 8290-Confirmational Analysis

01248901 Method Blank 01/03/16  01/03/21  01/04/02 01/04/24
012492 01 Upcycle Feed (80191) 01/0314  01/03/21  01/04/02 01/04/24
012493 01 Upcycle Feed (80192) 01/03/15  01/03/21  01/04/02 01/04/24
012494 01 Upcycle Feed (80193) 01/03/14  01/03/21  01/04/02 01/04/24
01249501 U.P. (80194-80195) 01/03/14  01/03/21 01/04/02 01/04/24
012496 01 U.P. (80196-80197) 01/03/15  01/03/21  01/04/02 01/04/24
01249701 U.P. (80198-80199) 01/03/14  01/03/21  01/04/02 01/04/24
012498 01 Baghouse (80200) 01/03/14  01/03/21  01/04/02 01/04/24
012499 01 Baghouse (80201) 01/03/15  01/03/21  01/04/02 01/04/24

Baghouse (80202) 01/03/14  01/03/21  01/04/02 01/04/24

012500 01

00003

Run Date is defined as the date of injection of the last calibration standard (12 hour or less) prior to the
samples analyzed within that run sequence. Therefore the time of calibration injection that defines the
run date is always within 12 hours of the time of sample injection.

b) Shipping Problems: none encountered

c) Documentation Problems: none encountered

1I. SAMPLE PREP:
No problems encountered

III. SAMPLE ANALYSIS:

See also comments within the appropriate Certificate of Analysis.

a) Hold Times: all within recommended hold times

b) Instrument Calibration: all within control limits

c) Surrogate/Internal Recoveries: except where noted otherwise, all within control limits

I certify that this data package is in compliance with the terms and conditions of the contract,
both technically and for completeness, for other than the conditions detailed above.

STari Tyfler, ProjecsMfrager

In addition, I certify, that to the best of my knowledge and belief, the data as reported are true and accurate.

Release of the data contained in this data package has been authorized by the cognizant laboratory
official or his/her designee, as verified by this signature.

%«w 7 2Y ) Anﬂ/# [, 20D
ari d

Date
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“PILOT PROGRAM WORK PLAN”

Submitted by
JCI/UPCYCLE Associates, LLC

December 2, 1999



A. DREDGING

A ‘clamshell dredge has excavated approximately 2000 cubic yards of sediment from
Berth 1 at the Stratus Petroleum Facility located on the Lower Passaic River in Upper
Newark Bay, NJ. The dredge area footprint was approximately 200 linear feet by 90 feet.
~ The specific area to be dredged was coordinated with NJ Maritime Resources and Stratus
Petroleum in order to optimize the most needed area. The dredge utilized a 5 cubic yard
closed clamshell bucket, digging to the design depth of 25 feet below Mean Low Water.
The dredge loaded directly into scows without overflow. The dredged material is
currently awaiting project commencement. When dockside, the dredged material will be
scalped to remove debris and any grossly oversized materials (+3”). Debris will be
collected and delivered via “roll off” container to the nearest permitted solid waste

landfill (to be stipulated).

The dredged material will be removed from the hopper scow by pumping with a
“Dragflow” pump. The submersible “Dragflow” pump apparatus will be suspended in
the hopper scow by means of a backhoe. The pump will transport the slurry
approximately 500 linear feet through a flexible 6-inch pipeline to a 20000-gallon
capacity agitated process tank, located at the Stratus facility (see facility layout drawing).

B. DEWATERING

The area in which the dewatering process will occur will be graded and leveled to
provide a total working space of approximately 100 feet by 50 feet. A layer of 40 mil
HDPE will be placed on the graded and level surface as a precaution in the event of any
spillage. The process area will be provided with a hay bale berm surrounding the work
area as an added measure of security in the event of any spillage.

" The area to be utilized for intermediate storage (approximately 50 feet by 200 feet) for
the dewatered pelletized dredged material will be similarly prepared and also covered
with a layer of 40 mil HDPE.

Previously scalped dredged material (i.e. that which has had all +3”removed) will be fed
to a final scalping screen sized for minus 4" material. Any oversized dredged material
will be collected and recycled through the process. Coincidentally, dilution water will be
added and mixed with the %” minus material passing through the scalping screen and will
be collected in an intermediate, agitated vessel with a nominal capacity of 20000 gallons.
This intermediate feéd slurry will be pumped to the in-line “flo-line” scalper located atop
the slurry tank.  The flo-line scalper is sized to pass all material through a minus 35-mesh
screen. Any material larger than 35-mesh will be collected and reintroduced to the
dewatering system at the intermediate holding vessel. )

The slurry from the holding tank will be pumped to the Solomon Technologies tracking
grid (the initial dewatering equipment) via a feed pump. Coincident with the feeding to
the tracking grid, controlled polymer addition will be made.



The collected solids from the tracking grid will be fed to the belt filter press for the
second dewatering stage. Return water from the initial dewatering step and the. return
water from the second dewatering step, will be collected and pumped back to the front of
the dewatering process to be used as dilution water. The portion of the collected-return
water not required for dilution will be tested prior to discharge to its originating water
source via surface discharge. Characterization and testing of this water will be in
accordance with the procedures outlined in the Sampling and Analysis Plan protocol
referenced herein. 4

The dewatered dredged material filter cake from the belt press (approximately 65% solids

by ‘weight) will be fed to a pelletizer prior to discharge and stored at the intermediate
storage area pending final transport to Norlite. ‘

C. TRANSPORTATION TO NORLITE

Transportation to Norlite Corporation at Cohoes, NY, of pelletized dredged material for
purposes of the Pilot Program, will be by haulers employing covered (tarpaulin) dump
trailers. The dump trailers will be equipped with leak-proof tailgates and secured by
clamps. Additionally, the tailgates will be caulked with silicon sealant to provide an
additional measure of security. Loading and transport will occur when sufficient material
becomes available to optimize the load and minimize expense. For estimating purposes
30 tons (approximately) per load is contemplated. Based upon an estimated 1200 tons of
solids being recovered from the dredged material, it is projected that 40 loads will be
shipped to Norlite throughout the course of the project. All material will be weighed at
Norlite over its certified scale.

D. KILN PROCESSING AND AIR EMISSIONS TESTING AT NORLITE

A .detailed handling, processing, environmental and sampling/testing protocol, i.e,
“Study Plan,” will be submitted to and agreed to by the New York State Department of
Environmental Conservation. The “Study Plan” will be included by reference in the
“Pilot Program” document agreed to by the State of New Jersey.

Prior to processing at Norlite, a small quantity of pelletized material will be tested at the
Fuller Company to determine the optimum mix design (ratio of dredged material, shale
fines and clay overburden) and to test for the necessity of inclusion of a bloating agent in
the mix.

At the Norlite plant, after weighing, pelletized dredged material will be transported by
means of a loader to the crushing/extrusion area of the plant. The pelletized dredged
material will be fed into the crusher that will reduce the particle size to minus 100" mesh.
Also fed to the crusher will be shale fines and overburden clay. This step will insure a
homogeneous mixture to produce a high quality Lightweight Aggregate (LWA). From



the crusher the dry mixture will be fed to a pug mill at which time water will be added to
bring the moisture level to 15-19%. This moisture is essential for proper extrusion to
occur. Should a bloating agent be required it will be added at the pug mill step.

The pug mill will feed the blend directly into the extruder. The extruder will compress .
the mixture and extrude it through a die containing .375 inch and .500 inch holes. The
extruded product will then be transported via loader to a hopper that will feed a conveyor
and scale. Extruded product is weighed and fed directly to the kiln. The kiln is 175 feet
long and 11 feet in diameter. Retention time of the extruded dredged material feedstock
pellets in the kiln is approximately 45 minutes. This retention time raises the temperature
of the material gradually until it reaches a temperature of approximately 2100-2200
degrees Fahrenheit.

The LWA produced in this manner will expand in size to about % inch. Depending on
the intended use of the product (Geotechnical fill, Concrete. Masonry Units, or Structural
Concrete) it may be shipped as is, or further processed in the Norlite “Finish Plant” which
is essentially a crushing and sizing operation. Finished product is ‘stored in stockpiles
until it is loaded into trucks for shipment to projects.

It is estimated that approximately 50 hours of kiln time will be required to process the
dredged material. One of the 2 Notlite kilns will be dedicated solely to this project.
‘During that time the kiln will be set to optimum conditions required to make a quality
product and a rigorous sampling campaign will be employed to monitor the process with
the substitute “feedstock” (standard feedstock is crushed shale).

The sampling and testing program will be similar to the recently completed RCRA Trial
Burn conducted at the facility. Parameters of interest for stack emissions on this Pilot
Program test will be:

Particulate matter
Dioxins/Furans :

. PCB’s (if measured in the raw material)
Semi-volatile Organic Compounds
Volatile Organic Compounds
Metals

Rationale for selection of the sampling and testing parameters is provided as follows.

Particulate Matter

The Norlite Air Pollution Control (APC) system is extremely efficient in removing
particulate matter. Sampling and analysis using worst case scenario parameters including
reduced pressure drop conditions across the baghouse and scrubber systems have proved
this. It is possible that the prepared dredged material feed could potentially create more
dust as it is being processed than does the shale feed since it is an extruded material made
from much finer starting materials than shale. This has the potential of increasing the



dust load in the exhaust that will require removal by the baghouse and the scubber.
Testing for particulate matter in the stack will ensure that the required removal efficiency
is achieved, per USEPA and NYSDEC regulations.

Dioxins/Furans

Norlite’s APC system is maintained to prevent the formation of polychlorinated
dibenzodioxins and_ polychlorinated dibenzofurans. The USEPA regulatory limit for the
emission of this class of compounds is extremely low (0.2 nanograms per dry standard
cubic meter corrected to 7% oxygen). This Pilot test will determine the concentration of
these compounds in the exhaust due to standards that will be required by USEPA and
NYSDEC pursuant to the proposed hazardous waste combustor MACT rule.

-Polychlorinated Biphenyls (PCB’s
For the same reason that dioxins and furans will be tested, PCB’s also will be monitored.
Semi-Volatile and Volatile Organic Compounds

The Pilot test will determine that the trace organic compounds that may be present in the
dredged material are completely combusted or otherwise removed from the air stream.
The analyses will measure removal efficiency for organic compounds present in the
dredged material.

Carbon Monoxide

Carbon monoxide is continuously monitored at Norlite. It is used as an indicator of
complete combustion. In addition, the bloating agent, which may be added to the
dredged material, may contribute to carbon monoxide emissions. The Pilot test will
compare the carbon monoxide data using dredged material to carbon monoxide data
generated from operation of the kiln using shale. ) i

Norlite will also monitor the residuals from the APC system as was done during the
recent Trial Burn. It is anticipated that the extruded dredged material will also be fully
characterized with respect to trace organic compounds.

Metals

The 12 BIF (Boiler and Industrial Furnace) metals as defined by USEPA will be tested in
accordance with appropriate techniques and protocols.



E. CHEMICAL TESTING PLAN and PHYSICAL TESTING PLAN

The specifics of JC/UPCYCLE’s testing plans to be performed during this Pilot program
are provided in the document titled “Sampling and Analysis Plan — Sediment
Decontamination Demonstration Project”, as prepared and submitted on our behalf by
GZAGeoEnvironmental, Inc. and referenced herein.

Chemical and physical parameters in the dredged material, intermediate products, and
other process streams will be analyzed by standardized procedures specified within
Appendix B-Analytical Procedures and . Associated Quality Assurance/Quality Control
Measures as detailed in The Management and Regulation of Dredged Activities and

Dredged Material in New Jersey’s Tidal Waters, October 1997.

All testing will be performed by laboratories holding certifications by the states of New
Jersey and New York that can perform EPA approved methods and are capable of
meeting or exceeding the applicable method detection limits (MDL).

Each laboratory employed will be required to submit a Quality Assurance Project Plan
(QAPP) in order to assure that valid data are generated and used to evaluate the
effectiveness -of the technology in decontaminating the dredged material and in creating a
beneficial and viable end product. The laboratory will archive representative samples.

Quality assurance objectives (i.e. precision, accuracy, method detection limits and
completeness) for each of the analytical measurements will be in strict compliance with
the referenced method. The guidance provided in Appendix B-Analytical Procedures and
Associated Quality. 'Assurance/Quality - Control Measures will be followed. The data
reports submitted will include a description of all methods used in the laboratory and will
cite established methods. Further, an independent data validator will serve to review the
quality control on all of the data generated from analytical laboratories. The objective of
the data validation is to review analytical results for conformance with pre-established

criteria. The independent data validator will objectively apply these criteria to:

e Ensure adherence to the methods specified for the preparation, handling, sampling,
cleanup, and analysis.

e Ensure precision, accuracy and other QC parameters.
e Ensure that properly maintained and calibrated sampling and analytical equipment

has been utilized in the course of the project.

Any deviations from the individual laboratory QAPP’s will be noted and reported.

Specific analytical procedures to be used follow on the next page.



Grain Size/Percent Solids ASTM D-422

TOC EPA Method 9060
Volatiles EPA Method 8260
Semi-Volatiles EPA Method 8270C
Pesticides EPA Method 8081A
Herbicides (not required by NJDEP) EPA Method 8150A
Inorganic Metals EPA Method 6010/7470
PCBs. Aroclors and Congeners EPA Method 8082

PCDD/PCDF

EPA Method 1613 Rev. B

TCLP

EPA Method 1311

MEP

| EPA Method 1320




F. LIGHTWEIGHT AGGREGATE TESTING and UTILIZATION PLAN

1. Physical Testing Plan

Lightweight Aggregate (LWA) has long been 2 commodity -construction material with
broad utilization in both the public and private sectors of construction due to unique
properties resulting from the rotary kiln manufacturing process. As a result, there exists a
comprehensive body of standardized testing procedures employed to insure the suitability
and quality of the material for engineering applications.

The purpose of the test program will be to examine the conformance to industry standards
of LWA (produced utilizing dredged material as a primary feedstock) in structural
concrete, concrete masonry units, and lightweight geotechnical fill.

Verbal agreement has been reached with the Materials Engineering Division of the Port
Authority of New York and New Jersey, the NY Department of Transportation, and the
NJ Turnpike Authority and the NJ Department of Transportation for the testing and
utilization of “UPCYCLED” aggregate in agency construction projects.

Each of the agencies that we have met with has agreed to test the material according to
their standards of material qualification, which are derived from industry standards as
described below and to utilize the material in suitable engineering projects.

BEN

a. Structural Concrete

The testing requirements apprbpriate for these applications are ASTM C-330 “Standard
Specification for Lightweight Aggregates for Structural Concrete”.

b. Concrete Masongy Units

. The testing requirements for these applications are ASTM C-331 “Standard Specification
for Lightweight Aggregates for Concrete Masonry Units”.

C. Geotechnic_al Fill

The testing requirements for this application are as follows:

Dry Loose Density ASTM D- 4254

Dry Compacted Density ASTM D- 4253

Strength Consolidated Drainage
Gradation , ASTM C-136

Soundness . ASTM C-88

Abrasive Resistance ASTM C-131 (B grading
Permeability ASTM D-2434 :

Resistivity * G-57 and CAL DOT 643



pH CAL DOT 643

Chloride Content CAL DOT 422
Sulfate Content CAL DOT 417
Thermal Conductivity ASTM C-177
Freeze and Thaw AASHTO T-177
Specific Gravity and Absorption

Coarse Aggregate ASTM C-127

2. Chemical Testing Plan

For consistency, the LWA will be tested utilizing the same tests as the dredged material
and intermediate product and will include:

Grain size/ percent solids - ASTM D-422

TOC ' EPA Method 9060
Volatiles EPA Method 8260
Semi-volatiles EPA Method 8270C
Pesticides ‘ EPA Method 8081A
Herbicides (not required by NJDEP)  EPA Method 8150A
Inorganic metals EPA Methods 6010/7470
PCB’s EPA Method 8082
PCDD/PCDF EPA Method 1613 Rev. B
TCLP EPA Method 1311

3. Product Utilization Plan

Upon completion of production and following appropriate testing as defined above, the
«“UPCYCLED” aggregate will be utilized in an ongoing project at one or all of the
referenced agencies in accordance with project availability and schedule. We will strive
to apply the material into each of the broad categories of usage; structural concrete,
concrete masonry units, and geotechnical fill. -
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1.0 INTRODUCTION

This document presents the Sampling and Analysis Plan (SAP) for the pilot study
-associated with the Sediment Decontamination Demonstration Project being performed
for the New Jersey Office of Maritime Resources by JCI/Upcycle Associates, LLC.

This SAP describes the procedures to be followed during material sampling and
laboratory analysis of the dewatering, pelletizing and aggregate production steps of the
. decontamination process. The portion of this SAP which addresses the dewatering and
pelletizing phases of the process was prepared in-accordance with The Management and
Regulation of Dredging and Dredged Material in New Jersey's Tidal Waters; October
1997 and New Jersey Department of Environmental Protection Field Sampling
Procedures Manual; May 1992.

Air emissions and air pollution control system residuals monitoring, sampling and
analysis will be performed under a protocol submitted to, and approved by, the New
York State Department of Environmental Conservation. That protocol 18 1ncorporated

by reference and included in thlS SAP. 4

Bulk sediment chemistry analysis of the lightweight aggregate produced -at Norlite
Corporation during this pilot program will be analyzed in accordance with the New
Jersey documents referenced above. The geotechnical laboratory program for the
lightweight aggregate product will be conducted in accordance with applicable American
Society for Testing and Matenals (ASTM) or U.S. Army Corps of Engineers (USACE)
procedures.

2.0 PROJECT DESCRIPTION

The pllot study will consist of subjecting 2000 cubic yards (cy) of dredged material to
a decontamination process developed by JCI/Upcycle Associates, LLC. In general,
the decontamination process consists of dewatering, pelletizing and extrusion of the
dredged material coupled with thermal treatment via a rotary kiln. The obj ective of
the decontamination process is to provide material for beneficial use.

The dewatering and pelletizing steps of the pilot study will be performed at the Stratus
Petroleum facility in Newark, New Jersey. Figure 1 presents a flow diagram of the
dewatering and pelletizing steps of the decontamination process. Proposed sample
locations are identified on Figure 1.

Extrusion of the dredged material and processing via a rotary kiln will be accomplished
at Norlite Corporation in Cohoes, New-York. A process flow diagram and proposed
sampling locations for this portion of the pilot study are included in the Air Emissions
and Air Pollution Control System Residuals Monitoring Protocol identified above and
included by reference herein.



3.0 MATERIAL SAMPLING AND ANALYSIS

A number of materials representing the stages of the decontamination process will be

.sampled and analyzed during this pilot study. A summary of the approximate number
and types of samples to be collected during this pilot study is presented in Table 1. A
total of six sample types will be collected and analyzed during this study. They are:

As-dredged Material

Liquid from the Dewatering Step
Pelletized Filter Cake Solid

Air Emissions

Air Pollution Control System Residuals
Lightweight Aggregate

Sk W -

Samples from the dewatering and pelletizing steps of this process (i.e. sample types
1,2, and 3) will be analyzed for the following analytical parameters by Severn Trent
Laboratories, Inc. (STL), formerly EA Laboratories, in Sparks, Maryland. STL is
certified by both New York and New Jersey (NJ Certification No. 60418; NY
Certification No.10692). One sample of each sample type will be archived by STL for
one year.

e Grain size and % solids as per ASTM D-422 [solids only]

Total Organic Carbon (TOC) as per EPA Method 9060

Volatile Organic Compounds (VOCs) as per EPA Method 8260

Semi-Volatile Organic Compounds (SVOCs) as per EPA Method 8270

Pesticides as per EPA Method 8081A

Herbicides as per EPA Method 8150A [herbicides not required by NJDEP]

Inorganic Metals as per EPA Method 6010/7470

Polychlorinated Biphenyls (PCBs) Aroclors and Congeners as per EPA

Method 8082

¢ Polychlorinated Dibenzo-p-Dioxin and Dibenzofurans (PCDD/PCDF) as per
EPA Method 1613 Revision B.

o Toxicity Characteristic Leaching Procedure (TCLP) as per EPA Method
1311 [solids only]

e Total Suspended Solids as per EPA Method 160.2 [dewatering liquid only]

Quality Assurance/Quality Control (QA/QC) samples such as duplicates,

' field/equipment rinsate blanks, trip blanks and matrix spike/matrix spike duplicate
(MS/MSD) samples will be analyzed throughout the sampling program. The QA/QC
program for the dewatering and pelletizing steps of the process is as follows.
MS/MSD samples will be collected and analyzed at a frequency of one with every
batch of 1-20 samples per sample type. Field/equipment rinsate blanks will be
collected at a frequency of one per sampling procedure. Trip blanks will be collected
at a frequency of one per shipment of aqueous samples to the laboratory. Method
blanks will be analyzed at a frequency of one with every batch of 1-20 samples or
every 12 hours, whichever is less. Surrograte spike recoveries will be performed for



each class of organic compound. Duplicate analyses will be conducted at a frequency |
of one per sample type.

.STL’s Quality Assurance Management Plan is provided in Appendix A.

Samples of the media being monitoring during the emissions testing program at Norlite
(i.e. sample types 4 and 5) will be submitted to laboratories certified by the New York
State Department of Health Environmental Laboratory Accreditation Program (ELAP)
for analysis. Parameters and constituents to be monitored and analyzed, as well as
QA/QC procedures to be followed, are identified in the previously referenced protocol.

Lightweight aggregate manufactured from the dredged material (i.e. sample type 6) will
be analyzed for both bulk chemistry constituents and geotechnical properties. Bulk
" chemistry analysis will be performed by a New York certified laborotory in accordance
with the methods listed above for the pelletized filter cake solid plus Multiple Extraction
Procedure (MEP) as per EPA Method 1320 for inorganic metals only. Geotechnical
testing will be performed by STS Consultants, Ltd. (STS) The STS laboratory is
accredited by the National Voluntary Laboratory Accreditation Program (NVLAP) of the
National Institute of Standards and Technology (Certificate No. 100191-0) and USACE.

The geotechnical tests which will be performed on the lightweight aggregate are:

Particle size as per ASTM C-117 and ASTM C 136

Standard Proctor Compaction Test as per ASTM D 698

Minimum Density Test as per ASTM D 4239

Maximum Density Test as per ASTM D4238

Consolidated Drained Triaxial Test as per USACE EM 1110-2-1906 App. X
Direct Sheer Test as per ASTM D 3080

A E W=

QA/QC procedures and protocols will be performed in accordance with those established
within the ASTM and/or USACE methods. STS’ NVLAP Accreditation documentation
is provided in Appendix B.

A summary of sample preservation methods, holding times, the sampling devices to be
used, sample container requirements, and sample volume requirements is presented in
Table 2. The method detection limits (MDLs) which will be met for this study are listed
in Appendix C. ' . ‘ ‘

Mr. Gerard F. McKenna will independently validate the data generated during this pilot
study.

GZA personnel will collect all dewatering liquid and pelletized filter cake solid
samples. Representatives of the U.S. Environmental Protection Agency (USEPA) and
the United States Army Corps of Engineers (USACE) will sample the as-dredged
material. USEPA/USACE personnel will provide the as-dredged samples to GZA
personnel for compositing and packaging for shipment to the laboratory. Air



emissions, air pollution control system residuals and lightweight aggregate samples
from the processing at Norlite will be collected, packaged and sent to the respective
laboratories by the air emissions testing contractor, ENSR.

31 AS-DREDGED MATERIAL

A clamshell dredge will excavate approximately 2000 cubic yards (cy) of material
from Berth 1 at the Stratus Petroleum Facility and place the material into a dredging
‘hopper scow. Nine grab samples will be randomly collected using a 0.4 cy closed
clamshell from the USACE vessel Gelberman. The samples will be collected by
USEPA/USACE personnel. A relative portion from each of the nine grab samples will
be placed into a USEPA/USACE supplied 250 gallon HDPE container, and
homogenized using a stainless steel Lightnin mixer for twenty minutes in all x-y
directions. All mixing operations will take place on the Gelberman. Following

" homogenization, USEPA/USACE personnel will randomly sub-sample the as-dredged
material using a teflon coated container attached to a telescoping pole. This material
will be placed into a laboratory decontaminated stainless steel bowl provided by GZA
sampling personnel for compositing and sample preparation. =~

With the exception of the VOC portion of each sample, grab samples will be
composited at a frequency of three grab samples/composite to yield a total of three
samples for analysis. Sample compositing will be performed in the field at Stratus
Petroleum using a laboratory decontaminated, stainless steel bowl and spoon or
trowel. All composited samples will be analyzed for the parameters listed in Section
3.0. VOC samples will not be composited. One of the three grab samples per
composite will be arbitrarily selected for VOC analysis.

3.2 LIQUID FROM THE DEWATERING STEP

The decontamination process includes dewatering via a tracking grid and a mechanical
filter press. Water from both dewatering steps will be channeled to one settling tank.

A two-phase sampling and analysis program will be performed on the liquid from the
dewatering step. The phases are identified as (1) initial liquid characterization and (2)
routine sampling and analysis.

Initial characterization will serve to fully characterize the dewatering liquid. This
initial characterization will include all the parameters listed in Table 2. Initial
characterization will require the as-dredged material to be dewatered under a “batch”
scenario. All water initally generated from the dewatering process will be collected in
a nominal 20,000 gallon holding tank. One sample of this water will be collected
directly from the holding tank into appropriate sample containers. These containers
will be shipped to the laboratory for analysis via expedited turnaround time.
Analytical results will be compared with New Jersey Surface Water Quality Standards.
Assuming these values are met, the initial batch of dewatering liquid will be
discharged to the Passaic River.



As part of the initial dewatering liquid characterization, the retention time needed to
meet the Surface Water Quality Standards will be monitored. After holding the initial
© 20,000 gallons of dewatering liquid for 10 minutes, testing for TSS using the Hach
DR850 meter will be started. Testing will continue at 10 minute intervals until the
TSS level of 30 milligrams per liter (mg/L) is obtained. The time period needed to
achieve the 30 mg/L level will constitute the retention time to be used during the
subsequent routine sampling and analysis phase. All values obtained to determine the
retention time will be recorded. :

Once the initial characterization is complete, the routine sampling and analysis
program will be administered. Under the routine sampling and analysis program, the
dewatering liquid will be collected in the nominal 20,000 gallon holding tank. This
tank provides the recirculation water for the process as well as surge capacity. An
overflow stream from the 20,000 gallon tank will flow to a second tank, the discharge
tank. The discharge tank is estimated to be 5,000 gallons with sufficient freeboard
capacity. The discharge tank will allow the overflow water to become quiescent. It is
estimated that the time to achieve quiescence is in the range of 10 to 20 minutes. A
sample will be drawn from the discharge tank and will be analyzed in the field for
Total Suspended Solids (TSS) only, using a Hach DR850 portable meter. TSS will be
used as a surrogate parameter to indicate that water quality is being met for surface
water discharge. If the TSS value of the sample is less than the designated action limit
of 30 mg/L, the liquid will be discharged directly to the Passaic River.. If the action
limit is exceeded, additional settling time will be provided and the liquid will be
resampled for TSS.

3.3 PELLETIZED FILTER CAKE SOLID

It is estimated that approximately 1500 tons of pelletized filter cake solid will be
generated during this pilot study. One grab sample will be collected for every 500
tons of pelletized filter cake solid generated. Grab samples will be collected utilizing a
. laboratory decontaminated, stainless steel scoop or trowel. All pelletized filter cake
solid samples will be analyzed for the parameters listed in Section 3.0.

3.4 AIR EMISSIONS AND AIR POLLUTION CONTROL SYSTEM
RESIDUALS

A stack testing and material testing program is planned during the production
operations at Norlite Corporation. Specifics on this program are provided in the
protocol included by reference herein.

3.5 LIGHTWEIGHT AGGREGATE

It is estimated that approximately 2000 tons of lightweight aggregate will be produced
at Norlite during this pilot program. Sampling and analysis of the lightweight '
aggregate will be perfomed in accordance with the protocol identified in Section 1.0.



The lightweight aggregate produced at Norlite will be tested for the prescribed bulk
~ sediment chemistry parameters and the geotechnical properties identified in Section
3.0 and Table 3. A total of 350 pounds (i.e. 7.5 cubic feet) of aggregate will be

- required for the geotechnical testing portion of this study.

3.6 EQUIPMENT DECONTAMINATION

All equipment involved in GZA field sampling (i.e. sample types 1, 2, and 3) will be
decontaminated as follows.

Sampling equipment, such as trowels, scoops, bowls, spatulas, and spoons will be
decontaminated in a laboratory according to the following procedure:

1. Phosphate-free detergent " and potable water wash;
. Potable water rinse;
3. Ten Percent (10%) nitric acid @ rinse, if sampling for metals
(use one percent (1%) for equipment other than stainless steel),
4, Deionized water rinse;
5. Solvent @ rinse {2 times};
6. Alir dry.

NOTES: (1) = Liquinox or Alconox
(2) = Reagent-grade acid and deionized water
(3) = Pesticide-grade only (e.g. isopropanol, acetone, methanol)

Extraneous contamination will be minimized by wrapping sampling equipment in
aluminum foil when not in use, and changing the sampler's gloves prior to
collection of each individual sample.

. 4.0 SAMPLE CHAIN OF CUSTODY/DOCUMENTATION

41 FIELD LOGBOOK

" GZA sampling personnel are required to keep a field logbook. This field logbook will
be a bound weatherproof logbook that shall be filled out at the location of sample
collection immediately after sampling. It will contain sample particulars including
sample number, sample collection time, sample location, sample descriptions,
sampling methods used, field measurements, name of sampler, and other site-specific
observations. The field logbook will contain any deviations from protocol, visitor's
names during sampling, and other site-specific information the Field Sampler warrants
as noteworthy.

Any corrections made in the field logbook will be made with a single strike through
the information requiring correction. Each correction will be initialed and dated.



4.2

SAMPLE NUMBERING SYSTEM

Each sample collected and/or handled by GZA personnel will be designated by a unique
* alphanumeric code which will identify the sample type and number.

The sample type will be a two-letter identifier i.e., AD for as-dredged material,

DL for dewatering liquid, PC for pelletized filter cake, FB for field/equipment rinsate
blank and TB for trip blank. The sample type identifier will be followed by a hyphen and
then a number indicating sample number. Sample numbers will be given sequentially to
each sample type as they are collected.

The foilowing is a general guide for sample identification:

AA-NN
Sample - Sample
Type Number

Where A = alpha and N = numeric

For Example: DL-01 identifies the first sample of dewatering liquid collected during the
pilot study. DL-02 identifies the second sample of dewatering liquid collected during
this pilot study.

Duplicate samples will be given a sequential number so as to be unidentifiable as a
duplicate by laboratory personnel.

4.3

SAMPLE DOCUMENTATION

The following sample documentation information applies to samples being collected
and/or handled by GZA personnel (i.e. samples from the dewatering and pelletizing

steps.

43.1 Sample Labels

A sample label will be affixed to each sample jar. Each label will indicate the
sample number, as described in Section 4.2 above, the time and date of sample
collection, and the analysis to be performed. Blank and duplicate samples will
be labeled in the same manner as other samples.

4.3.2 Chain of Custody Records

Chain of custody (C-O-C) procedures provide documentation of the handling of
each sample from the time it is collected until it reaches the laboratory. C-O-C
procedures create a record of sample collection, transfer of samples between
personnel, sample shipping and receipt of samples at the laboratory.



The C-O-C record remains with the sample at all times and bears the name of the
person assuming the responsibility for the samples. When transferring samples,
the individuals relinquishing and receiving the samples should sign, date and
note the time of transfer on the C-O-C record.

4.3.3 Chain of Custody Seals

The C-O-C seal is an adhesive seal placed in areas such that if the sealed
container is opened, the seal is broken. The C-O-C seal ensures that no sample
tampering occurs between sample collection and receipt at the laboratory. C-O-C
seals are signed and dated by the individual sealing the container. C-O-C seals
will be placed on coolers used to ship samples via an overnight courier. Clear
tape or strapping tape will be placed over each C-O-C seal.

5.0 SAMPLE PACKAGING AND SHIPPING

Samples collected during the dewatering and pelletizing steps of the process will be
packaged and shipped as follows.

A picnic cooler will be used for sample shipment. If present, the drain plug will be taped
shut. Samples will be placed in the cooler in such a way as not to touch. The samples
will be surrounded by inert packing material such as bubble wrap, foam, or vermiculite.
Ice-packs, or plastic bags filled with ice (double-bagged) will be placed in the coolers so
as to maintain a temperature of 4°C.

The C-O-C record will be placed in a sealed plastic bag and taped to the inside top of the
cooler lid. The C-O-C will note the name of the overnight carrier and airbill number.
Each cooler will be taped shut with strapping tape. At least two custody seals will be
placed on each cooler. All samples will be shipped on the day of sample collection.
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JCI/UPCYCLE PILOT STUDY

E1

SAMPLING PROGRAM SUMMARY

SAMPLE As-Dredged | Dewatering | Pelletized

TYPE Material Liquid Filter Cake
Environmental Samples“) 3 1 3
Duplicates(z) 1 1 1
Field/Equipment Rinsate Blanks® 1 0 1
Trip Blanks® 0 1 0
MS/MSD® 1 1 1
Total Number of Samples 6 4 6

Notes:

(1) Samples collected as follows:

as-dredged material

- 9 grabs/2000cy;3 grabs/composite

dewatering liquid - 1 grab/1st 20,000 gals (all parameters)

subsequent samples 1grab/20,000 gals (TSS only)

pelletized filter cake - 1 grab/500 tons; no compositing

(2) Duplicates collected at a frequency of one per sample type
(3) Field/equipment rinsate blanks collected at a frequency of 1 per sampling proc
(4) Trip Blanks collected at a frequency of one per shipment to the laboratory of a
(5) MS/MSDs collected at a frequency of 1 per 20 samples per sample type
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JCWUP ILOT STUDY
SAMPLING AN LYTICAL PROGRAM
SAMPLE TYPE MATRIX SAMPLING LABORATORY SAMPLE SAMPLE HOLDING
DEVICE ANALYSIS CONTAINER' PRESERVATION TIME
as-dredged material solid |*sampled by grain size/% soilids 3-40z. Glass jars 4°C none
USACE TOC 4°C 28 days
SVOCS 4°C 14 days ext/ 40 days
Pesticides/Herbicides 4°C 14 days exV/ 40 days
Inorganic Metals 4°C 6 months/Hg 28 days
PCBs 4°C 14 days ext/ 40 days
VOCs 14 oz. Glass jar 4°C 14 days
PCDD/PCDF 1-40z. Glass jar 4°C 30 days
dewatering liquid aqueous |None - directly into TOoCc® 500 ml glass jar H,SO, 28 days
sampling containers vocs® 3-40m! VOA HCt 14 days
svocs® 2-1L amber glass 4°C 7 days ex/40 days
Pesticides/Herbicides™ {3-1L amber glass __[4°C 7 days ext/40 days
Inorganic Metals®  [1_4L prastic HNO, 6 months/Hg 28 days
pCBs? 2-1L amberglass__|4°C 7 days ext/40 days
PCDD/PCDF® 2-1L amber glass _ |4°C 14 days
Total Suspended Salids® [1-1L ptastic a'c 7 days
pelletized filter cake solid solid |stainless steel grain size/% soilids 3- 402. Glass jars 4°C none
scoop/trowel TOC 4°C 28 days
SVOCS 4°C 14 days ext/ 40 days
Pesticides/Herbicides 4°C 14 days ext/ 40 days
\norganic Metals 4°C 6 months/Hg 28 days
PCBs 4°C 14 days exV/ 40 days
VOCs 1-4 oz. Glass jar 4'C 14 days
PCDD/PCDF 1-40z. Glass jar 4°C 30 days
TCLP 3-40z. Glass jars 4'C (1)
air emissions (5) (5) (5) (5) (5) (5)
air pollution control } - .
system residuals (5) (5) (5) (5) (5) 5)
lightweight aggregate solid (5) TOC 3-40z. Glass jars 4°C 28 days
SVOCS 4°C 14 days ext/ 40 days
Pesticides/Herbicides 4°C 14 days ext/ 40 days
Inorganic Metals 4°C 6 months/Hg 28 days
PCBs 4°C 14 days ext/ 40 days
VOCs 1-40z. Glass jar 4°C 14 days
PCDD/PCDF 1-40z. Glass jar 4°C 30 days
TCLP 3-40z. Glass jars 4°C {1)
MEP 2-40z. Glass jars 4°C . none specified
geotechnical tests see Table 3
Notes:

Grain size/% solids by method ASTM D-422

TOC by EPA Method 0060

VOCs by EPA Methad 8260
SVOCs by EPA Method 8270C
Pesticides by EPA Method 8081A
Herbicides by EPA Method 8150A
Inorganic Metals by EPA Mehtods 6010/7470
PCBs by EPA Method 8082
PCDD/PCDF by EPA Method 8290
TCLP by EPA Method 1311

MEP by EPA Method 1320 - leachate to be analyzed for Inorganic Metals only

TSS by EPA Method 160.2

(1) Organics: 14 days for leaching;7 days for leachate
extraction; 40 days for extraction analysis

inorganics: 14 days for leaching; 14 days for

exlraction; 6 months/Hg 28 days for extraction

analysis

(2) anatysis run on 1st sample collected only

(3) anatysis run on all samples collected

(4) a!l containers provided by the Iaboratory

(5) see referenced protocol
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JCI/UPCYCLE PILOT STUDY
GEOTECHNICAL TESTING - LIGHTWEIGHT AGGREGATE

SAMPLE NUMBER ' ‘ LABORATORY

TYPE MATRIX OF SAMPLES v ANALYSIS
lightweight aggregate solid 22 Particle Size - ASTM C117; ASTM C136
1 Standard Proctor Compaction [Moisture Density Relationship of Soils - ASTM D698
1 Minimum Index Density of Soils - ASTM D 4254
1 Maximum Density of Soils - ASTM D4253
8 Consolidated Stresses Consolidated Drained Triaxial Test - USACE EM1110-2-1906; App. X
8 Normal Stresses Direct Shear Test - ASTM D 3080

Notes: : No sample preservation required.

No required holding times. :
Except for particle size, all testing will be preceded by soaking the aggregate in water for a minimum
period of 48 hours.



STATE OF NEwW JERSEY
DEPARTMENT OF TRANSPORTATION

1035 PARKWAY AVENUE

P.0O. BOX 60I

. TRENTON, N.J. 08625-060I

CHRISTINE TODD WHITMAN : 609-530-3536

GOVERNOR
JAMES WEINSTEIN . ' PLEASE REPLY To:
NJ MARITIME RESOURCES
COMMISSIONER PO Box 837
TRENTON, NEW JERSEY 08625-0837
TELEPHONE: (609)984-6694
FACSIMILE: (609)984-1468
January 6, 2000

Mr. Jay Derman, P. E.
Upcycle Associates, LLC
P.O. Box 11389
Loundonville, NY 12211

Dear Mr. Derman:

Through legislation, Governor Whitman created the Dredging Project Facilitation Task Force (DPFTF), an
independent body in the Executive Branch, to review agency recommendations for NJ Dredging Projects. The
DPFTF, in their review of the proposals submitted for the Sediment Decontamination Technology Program,
selected five vendors to participate (WEB Consortium, IGT/Endesco, NUI, Upcycle Associates, and BEM
Systems). Selected vendors were required to prove the efficacy of their decontamination technology on NY/NJ
Harbor sediments through pilot projects. NJ Maritime Resources (NJMR) and the NJ Department of
Environmental Protection (NJDEP) would review pilot project reports to determine whether further investigation
would be in the State’s interest. Following successful completion of pilot projects, work plans for demonstration
level projects would be reviewed.

The December 2, 1999 Upcycle Associates Pilot Phase work plan as modified on December 20, 1999 has been
accepted by NJMR and the Site Remediation Program of NJDEP. Permit requirements from the NJDEP Air
Program may necessitate further modifications to the scope of work. To date, despite repeated attempts, NYDEC
has not contacted this office to discuss the project and we remain concerned regarding the status of the DEC
permit. Please note that all permits from NJDEP and NYDEC must be issued before processing of dredged
material can commence. Contract negotiations will begin once NJDEP Air Program issues, if any, are resolved.

We appreciate your patience with the process, and continue to look forward to working with you in the future. As
always, all correspondence regarding the Decontamination Technology Program should come through this office.

Sincerely,

Michael D. Riley ]

Deputy Director, NJ Maritime Resources

cc: Andrew Sinclair
Larry Baier



JCI/UPCYCLE Associates, LL.C
P.0. BOX 11339
LOUDONVILLE, NY 12211-03389
Phone: (518) 463-0905 Fax: (518) 463-1008

December 15, 1999

Mr. W. Scott Douglas
Maritime Specialist
NJ Maritime Resources
P. O. Box 837
Trenton, NJ 08625-0837 .
Re: Sediment Decontamination Pilot Project '
Environmental Work Plan dated November 3, 1999

- Dear Mr. Douglas:

In response to your letter dated December 8, 1999, referencing the Sampling and Analysis Plan
for the Sediment Decontamination Demonstration Project to be conducted at the Stratus
Petroleum Facility in Newark, NJ, please accept this letter addendum as clarification to Section
3.2, Liquid from the Dewatering Step. This clarification is in accordance with the request of the
NJDEP and NJMR.

Specifically, the same initial batch of dewatering liquid will be monitored for pollutants and for
suspended solids. The batch will be monitored for TSS periodically during settling until the 30
mg/L TSS target is reached. ~ At that time, the sample for pollutants will be taken according to
appropriate protocols and shipped for expedited analysis. While waiting for results, the batch
shall be allowed to settle for an additional 24 hours, after which TSS will be measured again and
a second sample taken. This second sample shall be stored under refrigeration at 4 degrees C
until the results from the first sample are received. If the results of the first sample meet surface
water quality standards, then the batch will be discharged to the dredging site and the second
sample will be discarded. Subsequent batches of dewatering liquid will be held until the 30
mg/L TSS level is met. If surface water quality standards are not met, the second sample shall
undergo expedited analysis. When the results of the second sample are received, and the results
indicate compliance with surface water quality standards, then the batch can be discharged at the
dredging site. If surface water quality standards have not been met at this time, JCVUPCYCLE
Associates will call NJDEP for guidance.

Further, in accordance with the request from NJDEP, Section 3.2 is modified to reflect that all
discharges will be monitored for discharge rate using a flow meter.



W. Scott Douglas

. December 15, 1999
Page 2 of 2

I trust the above clarification and modification fully address the comments contained in your
December 8, 1999, letter. Impacts of the above changes to the project budget contamed in our
December 2, 1999, Work Plan submittal will be forthcoming.

Thank you for your assistance in finalizing and approving the Sampling and Analysis Plan.

Sincerely yours, '
JCI/'UPCYCLE Associates, LLC

Jay D. Derman, P.E.

cc: L. Baier - NJDEP
~ R. Dewan - NJDEP
‘ M. Sayres — GZA GeoEnvironmental
H. Schlieper - JCI/UPCYCLE



STATE OF NEwW JERSEY
DEPARTMENT OF TRANSPORTATION

1035 PARKWAY AVENUE

P.O. BOX 601
) 4 TRENTON, N.J. 08625-060I
CHRISTINE TODD WHITMAN : 609-530-3536
GOVERNOR
JAMES WEINSTEIN PLEASE REPLY TO:
. COMMISSIONER NJ MARITIME RESOURCES
PO Box 837

TRENTON, NEW JERSEY 08625-0837
TELEPHONE: (609)984-66%4
FACSIMILE: (609)984-1468

December 8, 1999

Mr. Jay Derman

JCl/Upcycle Associates, LLC
P.O. Box 11389
Loundonville, NY 12211

Re: Environmental Work Plan dated Nov. 3, 1999
Dear Mr. Derman:

The Office of NJ Maritime Resources and the Office of Dredging and Sediment Technology have completéd
their review of the Sampling and Analysis Plan for the Sediment Decontamination Demonstration Project
Stratus Petroleum Facility Newark, NJ dated November 3, 1999.

After careful review we feel that this approach will adequately characterize the success of the Upcycle
process to decontaminate dredged materials from the Stratus facility. One minor clarification is required. In
section 3.2, the plan for monitoring the liquid from the dewatering step is presented. The text here is not
clear as to the order of actions to be taken. To clarify, the NJDEP requests that the same initial batch of
liguid be monitcred for pollutants and monitored for suspended solids.. Specifically the batch should be
monitored for TSS periodically during settling until the 30 mg/L target TSS is reached. At this time, the
sample for pollutants is to be taken according to appropriate protocols and shipped for expedited analysis.
While waiting for results, the batch should be allowed to settle for an additional 24 hours, after which TSS is
to be measured again and a second sample taken. This second sample should be stored under refrigeration at
4 degrees C until the results from the first sample are received. If the results of the first sample indicate that
surface water quality standards are met, then the batch can be discharged to the dredging site. The second
sample could be discarded. Subsequent batches would be held until 30 mg/L TSS is met. If surface water
quality standards are not met, the second sample should be shipped for expedited analysis. When these
results are received, and the results indicate compliance with surface water quality standards, then the batch
can be discharged at the dredging site. Subsequent batches would be held until the TSS level measured at the
time of the second sampling was met. If surface water quality standards are still not met, JCI/Upcycle

' Associates must call NJDEP for guidance.



In order to provide information for a potential permanent JCI/Upcycle Associates facility, the NJDEP also
requests that all discharges be monitored for rate of discharge using a commercially available flow meter.
This information would be useful in determining specific language for a NJPDES permit.

These two clarifications can be made by letter addendum to the prevmusly supplied work plan. We
understand that the aforementioned clarification may impact the project budget. Please make any necessary
changes to the December 2 workplan and forward them to this office so that we may adjust our budget
accordingly. Thank you in advance for your cooperation.

Sincerely,

Sl bt

W. Scott Douglas
Maritime Specialist, NJ Maritime Resources

cc: Richard Dewan, NJDEP
Larry Baier, NJDEP
Hank Schieiper, JCI/Upcycle Assomates
Mike Riley, NJMR
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1.0 INTRODUCTION

‘In May 2000, GZA GeoEnvironmental, Inc. (GZA) was retained by JCUUpcycle

Associates, LLC (JCI) to perform material sampling and -analysis during JCI’s pilot
study associated with the Sediment Decontamination Demonstratlon Project for the New
Jersey Ofﬁce of Mantlme Resources

This document describes the procedures that were followed dunng material sampling
and laboratory analysis of as-dredged material, dewatering liquid and filter cake solids -
generated at the Stratus Petroleum Facility in Newark, New Jersey. This document also

provides analytical results of the dewatering liquid and comparesthose results to the
Surface Water Quality Criteria (SWQC) for SE-3 designated waters. All other analytlcal
results were prov1ded to JCI under separate cover. ‘

2.0 PROJECT OVERVIEW |

The pilot study consisted of subJectmg 2000 cubic yards (cy) of dredged matenal toa

- decontamination process developed by JCI. In general, the decontamination process

consists of dewatering and extrusion of the dredged material coupled with thermal
treatment via a rotary kiln. The objective of the decontammatlon process is to prov1de
material for beneficial use. :

The dewatering step of the pilot study was perforrhed at the Stratus Petroleum facility
in Newark, New Jersey (Stratus). Extrusion of the dredged material and processing

' via a rotary kiln will be accomplished at Norlite Corporation in Cohoes, New York.

This document covers only those materials collected and generated at Stratus:

3.0 MATERIAL SAMPLIN G AND ANALYSIS

A number of materials representing the stages of the decontammatron process at Stratus
were sampled and analyzed during this pilot study. A total of three sample types were -

.collected and analyzed by GZA. They are:

1. As- dredged Material
2. Liquid from the Dewatermg Step
3. F11ter Cake Solid

. Samples of these three types of matenals were analyzed for the following analytlcal

parameters:

¢  Grain size and % solids as per ASTM D-422 [solids only]
e Total Organic Carbon (TOC) as per EPA Method 9060
* Volatile Organic Compounds (VOCs) as per EPA Method 8260
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Semi-Volatile Organic Compounds (SVOCs) as per EPA Method 8270

Pesticides as per EPA Method 8081A

Herbicides as per EPA Method 8150A. [herbicides not required by NIDEP]

Inorganic Metals as per EPA Method 6010/7470

Polychlorinated Biphenyls (PCBs) Aroclors and Congeners as per EPA Method

8082 - _

¢ Polychlorinated leCnZO-p-DlOXIII and Dibenzofurans (PCDD/PCDF) as per
EPA Method 1613 Revision B.

e Toxicity Characteristic Leaching Procedure (TCLP) as per EPA Method 1311

[solids only] :
.o Total Suspended Solids as per EPA Method 160.2 [dewatenng hqllld only]

o Toxicity Testing [dewatermg hiquid only]

" Quality Assurance/Quality Control (QA/QC) samples such as duplicates
field/equipment rinsate blanks, trip blanks and matrix spike/matrix spike duplicate .
© (MS/MSD) samples were collected and analyzed throughout the sampling program.

One sample of each sample type was archived by the laboratory for one year. ..

All analyses except the toxicity testing, were performed by Severn Trent Laboratories,
Inc. (STL) in Pittsburgh, Pennsylvania. STL is certified by both New York and New
Jersey (NJ Certification No. 60418; NY Certification No.10692). Dioxin analyses
were performed by STL in West Sacramento, California. STL subcontracted out the
geotechnical analyses to Geotechnics of Pittsburgh, Pennsylvania. :

Aqua Survey, Inc. of Flemington, New Jersey performed toxicity testmg.

'GZA personnel collected all dewatering liquid and filter cake solid samples.
Representatives of the U.S. Environmental Protection Agency (USEPA) and the

- United States Army-Corps of Engineers (USACE) sampled the as-dredged material.

' USEPA/USACE personnel provided the as-dredged samples to GZA personnel for
' composmng and packagmg for shipment to the laboratory. '

: 3.1 AS-DREDGED MATERIAL.

“GZA performed as-dredged material sampling on July 12, 2000. USEPA/USACE
personnel used a 0.4cy clamshell from the USACE vessel Hayward to randomly
collect grab samples of as dredged material from a dredging hopper scow anchored at
the Stratus Petroleum Facility. The grab samples were placed into a USEPA/USACE
supplied 250 gallon HDPE container, and homogenized using a stainless steel
Lightnin mixer for twenty minutes in all x-y directions. All mixmg operations took -

~ place on the Hayward.

Following homogenization, USEPA/USACE personnel randomly sub-sampled the as-
dredged material and placed this material into nine laboratory decontaminated,
stainless steel bowls provided by GZA sampling personnel for compositing and’
sample preparation. GZA’s Sampling and Analysis Plan specified that as-dredged



material compesiting would be performed at a frequency of three grab samples per ‘
‘composite and that one of the three grab samples per composite would be arbitrarily
.selected for VOC analysis.

VOC samples were not composited. The portion of the material that was submitted
for VOC analysis was collected as a grab sample. GZA collected all- VOC samples
using the NJDEP methanol preservation procedure. - However, ultlmately the VOC
analysis was performed on soils' not preserved with methanol in order to maintain
appropriate method detection limits (see Appendlx A for explanatory letter from
laboratory).

_The remainder of the gfab samples were composited by GZA personnel at a frequency
of three grab samples/composite to y1eld a total of three samples for analysis. As-
dredged material samples are identified as AD-01, AD-02, AD-02 (archlve) AD-03

~and AD-04. AD-04 is a duplicate of sample AD 03.

. Sample c'omposi'tirig was performed by GZA in the field at Stratus using laboratory -
decontaminated, stainless steel bowls and trowels. The material in each bowl was
homogenized and transferred to clean, laboratory supplied sample containers using a .
laboratory decontaminated, stainless steel trowel. Separate samphng eqmpment was
used for each sample. ‘

A field blank/equlpment rinsate blank (FB-01) was collected during the as- dredged
material sampling to confirm that the field equipment and sampling environment did
. not .contaminate the samples. Field blank water was poured over ‘the laboratory
decontaminated equipment and into sample containers on Site: A trip blank (TB- -01)
was included in the cooler containing the VOC samples during transport to confirm
that the samples had not been exposed to targeted compounds while in transport.

* The samples were placed in ice-packed coolers and shipped via Federal Express to
. .STL under proper chain of custody (C-O-C) procedures. C-O-C seals were placed on
the coolers. Any material remaining in- the bowls following sample preparation was
returned to the dredging hopper scow at Stratus.

- Analytlcal results for the as-dredged material samples were provided to ICI under
~ separate cover. :

3.2 LIQUID FROM THE DEWATERING STEP

On August 30, 2000, GZA collected dewatering liquid samples from the discharge
tank at Stratus via a spout located on the side of the tank. Clean, laboratory supplied
sample containers were held directly under the spout during sample collection. No
field sampling equipment was used for sample collection. Samples analyzed for VOC
analysis were collected first. A clean bucket was placed under the sample collection

. area to collect any water lost during sample collection. The water in the bucket was
returned to the holdmg tank after sample collection.



GZA personnel collected a total of three dewatering liquid samples for laboratory -
.analysis. They are identified as DL-01, DL-02 (duplicate of DL-01), and DL-03 (for

archiving). JCI persormnel collected a fourth sample (DL 04) on August 31, 2000, 24

hours after the initial samples were collected. :

Samples were placed in ice-packed coolers and shipped via Federal Express to-STL
under proper C-O-C procedures. C-O-C seals were placed on the coolers. A trip blank
(TB) was included in the cooler during transport to confirm that the samples had not
been exposed to targeted compounds while in transport.

: Analytmal results for the dewatering liquid samples are presented in Table 1, and
discussed in Section 4.0. :

3.3 TOXICITY TESTIN G OF DEWATERING LIQUID

On September 1, 2000, GZA collected a sample of dewatenng liquid for tox101ty
analys1s - Prior to sample c_ollectlon and as required by the toxicity testing laboratory,
‘water quality parameters (i.e. dissolved oxygen, pH, temperature, etc.) were measured
with a portable Horiba U-23 water quality instrument. These field measurements are
presented in Table 2.

Clean, laboratory supplied sample containers were-held directly under the spout for
sample collection. No field sampling equipment was used for sample collection. The
sample was placed in an ice-packed cooler and shipped via Federal Express to Aqua
Survey, Inc. for analysrs under proper C-O- C procedures. Tox101ty testmg results were
provided to JCI under separate cover.

3.4 FILTER CAKE SOLID

Approximately 500 tons of filter cake solid were generated during the pllot study.
Due to a field change in the processing procedure, the filter. cake was not pelletized.
GZA’s Sampling and Analysis Plan (SAP) specified one grab sample to be collected
per 500 tons of filter cake solid generated. . Therefore, in accordance with the SAP,
GZA collected one grab sample plus one duplicate sample of filter cake material (FC-
01 and FC- 02) on August 30, 2000. :

. The ﬁlter cake material was’ sampled from 55-gallon drurns ut111zmg a laboratory
decontaminated; stainless steel trowel. Samples for VOC analysis were collected as
discrete samples. The remainder of the filter cake material was homogenized for
additional analytical parameters. Homogenization was performed in a laboratory -
decontaminated stainless steel bowl with a trowel and then transferred to clean,
laboratory supplied sample contamers -Separate sampling equipment was used for -
each sample. ‘ R

A field blank/equipment rinsate blank (FB) was collected during filter cake.samplihg



to confirm that the field equipment and sampling environment did not contaminate the
samples. Field blank water was poured over the laboratory decontaminated equipment
‘and into sample containers on Site. A trip blank (TB) was included in'the cooler
containing the VOC samples during transport to confirm that the samples had not béen
exposed to targeted compounds while in transport.

The samples were placed in 1ce-packed coolers and shipped via- Federal Express to
STL for analysis under proper C-O-C procedures C-O-C seals were placed on the'
coolers. The analytical results of the filter cake materials were prov1ded to J CI under_
separate cover.

4.0 DEWATERING LIQUID ANALYTICAL RESULTS

“Table 1 summarizes the dewatering liquid analytical results and compares them to the
New Jersey Surface Water Quality Standards (SWQS) for Class SE-3 waters. The SE-
3 (saline waters in estuaries) classification for the Newark Bay was confirmed by Gigi
Mallepalle of NJDEP Division of Surface Water Quality. Table 1 reports only those

" compounds which were detected in the samples. The complete laboratory data .

package was provided to JCI under separate COVer. - ' o '

The dewatering liquid samples collected by GZA and JCI contained pesticides and
inorganic metals at concentrations above the applicable SWQS. Specifically, the
pesticide dieldrin was detected above the SWQS in the sample collected after the 24
hour waiting period (DL-04). The pesticide 4- 4’-DDE was detected above the SWQS

in all three dewatenng liquid samples.

E Three metals were detected in the samples dbove the SWQS. They are arsenic,
manganese and mercury. These metals were detected in both the August 30‘h samples -

 and the August 3 1St sample.

Table | also identifies a number of other compounds detected in the dewatering _liquid
- samples which do not have SWQS.



TABLES



_ Table 1 _
Dewatering Liquid Analytical Results
JCI/Upcycle

Sample ID e , EPA-

_ DL-01 DL-02* (DUP) DL-04 : TB
Lab Sample ID. Method C01010216-001] COI1010216-002 | CO1020124-001 | COI010216-004.
Sampling Date . 8/30/00 8/30/00 - 8/31/00 ’
Dilution Factor - . 1 : 1 1 1
Total Organic Carbon (mg/L) 1 9060 8.8 8.6 6.5 NA
Total Suspended Solids (mg/L) ' 160.2 146 - 143 ] 242 -] ND.
Volatile Organic Compounds (ug/L) 8260 ' .
Acetone : 7.1 I 7.1 J 9.6 J 4.6 7
Bromodichloromethane 1.5 J 1.5 J 1.6 J 5.0 U
2-Butanone 6.4 J 8.9 J 9.4 J 35 I
Chloroform™ - 9.4 94 - 98 J 5.0 U
Semi-Volatile Organic Compounds (ug/L) 8270 . ' .. :
bis(2-Ethylhexyl) phthalate : 1000 U 4.8 J 4.1 T 5.2 J
Pesticides (ug/L) 8081A . . : -
Dieldrin o o 0050 U |-0050 Ul 0021 NA -
4,4'DDE 00082 . JP | 00039 JP| 0015 J NA
Inorganic Metals (ug/L) 6010/7470
Aluminum : 4,380 : 5150 . 19,100 NA
Antimony L 1.5 U 5 . U 31 B NA
. Arsenic § 10.3 114 345 B[ Na
Barium 824 86.8 186 NA
Beryllium ' 0.25 0.28 1.1, B NA
Cadmium 058 . 071 34 B NA
Calcium 119,000 . 122,000 123,000 B NA
Chromium 46.8 55.9 192 ‘NA
Cobalt 32 U .32 ‘U 15.3 B NA
Copper 112 : 82.9 1168 , _NA
Iron 5,810 7,650 .| 34800 B NA
Lead 44.8 508 . 209 "NA
Magnesium 206,000 | 208,000 281,000 - NA
Manganese 1,460 1,520 1,470 NA
Mercury 0.64. 0.85 2.7 "NA
Nickel 13 : a11 52.5 : NA
Potassium 88,900 8,850 109,000 NA
Selenium 22 2.1 U 4 NA
Silver , : 1.6 2.1 5 . NA
Sodium ’ ) - . 1,870,000 1,880,000 2,450,000 - NA
Thallium 55 A 65 . 59 NA |
Vanadium 12.4 13.5 ’ 52.2 o ~ NA
Zing 281 | 158 359 - NA
Note: Only compounds detected are listed. Bolded values indicate an exceedance above the SWQS.
SWQS = Surface Water Quality Standards for a SE-3 Waterbody '
B = Analyte quantified in blank sample as well as matrix sample
J = Indicates an estimated value below the Method Detection Limit. ) .
P = Greater than 25% difference for detected concentrations between two GC columns (lower value reported).
U = Undetected (number in column is the MDL) . .
NA = Not applicable or not analyzed.
ND = Not Detected
NS/Reserved = No standard )
" None = none which would render-the waters unsuitable for the designated uses.
ug/L = microgram per litér :
" Dewater-results ' : . GZA GeoEnvironmental, Inc.

Project No. 75251 - ’ . : ) 10/17/00



Table 2

. ~ | Dewatering Liquid
, Field Measurements for Toxicity Testing
| | JCI/Upcycle
rameter |  Result . Units
pH | 74 Standard units (SU)-
Conductivity 2.1 microSeimens (1S)
|Temperature|  24.8 degrees Centigrade
Turbidity 560 - nephelometric turbidity units (NTU)
, Dissolved 6.1 - | - milligrams per liter (mg/L)
. | Oxygen _ | ' -~ T
‘ ‘Salinity 12 - percent (%)
. Total o o .
Dissolved 13 ' grams per Liter (g/L)
Solids ) |
Oxygen - :
Reduction | - 18 ~ milli Volts (mV)
Potential | B
Ammonia - 3.6 grams per Liter (g/L)

: Fieldparameters A

| ' GZA GeoEnvironmental, Inc.
Project No. 75251

10/17/00



. APPENDIXA

EXPLANATORY LETTER FROM LABORATORY
REGARDING METHANOL PRESERVATION



001-17-2000 TUE-07:29 AM STL PITTSBURGH | O R4I28202080 P.002/005

SEVERN |
° ~r |}

SERVICES

8TL Baltimors
19 Lovetopn Clros
8parks, MD 21162
‘ Tel 410771 4820
» L - o S Fax 410 771 4407
October 11,2000 A : . www.gtl-Ing.com

In accordance with the specifications set forth in The Management and Regularion of Dredging Activities
and Dredged Material in New Jersey s Tidal Waters, October 1997 Attachment 1, Page 1, volatiles -

analyses must be performed using low level sample preparation procedures. As NJ MeOH procedure
constitutes a medium leve] extraction, it does not allow aatisfaction of the progmm goals. Please see
attached example Forms I and the resultant reportmg lumts



007-17-2000 UE 7:29 AN STL PITTSBURGE

Quote No.: 37196
Revision: 1-00 _—
“Dated: 7/02/2000
Printed:. 9:17:34 - 8/12/2000

Client Numbex: 419910

Project Manager:
Protocol:

SBAC: XX A 4D QK 01
~ List: 05003
. Units: ug/kg

Carrie L., Gambeyr
B 28 Day TAT - Sediment

8412 820 2080

Analytical TAT;

Networkable (Y/N): Y
‘Ties (Y/N): N

P, 003/005

26

Dry Weight (¥/N): Y
Qualifiers (Y/N): Y

Test Description: SOLID, 8260B, Voas, :ab-?:sssrvéd-sncafé_ZLG,(;,J (44.,-6

Synonym

00011
00136
00323

. 00340 -

00343

00372 .

00459
00463
00521
00535
00550

00569 -

00574
00933
00336
00943
00852

00386

00998 .
01000
01332
01515
01811
01845
02355
02439
02445

. 02489 .

02518
02522
02525
02613
02627

Name

Acetone

Benzene :
Bromodichloromethane
Bromoform
Bromomethane
2-Butanone

Carbon disulfide
Caxbon tetrachloride

- Chlorobenzene
- Dibromochlorcmethane

Chloroqthane

‘Chloxoform
Chloremethane
1,1-Dichlorcethane
1,2-Dichloroethane
1,1-pichloroethene

1,2~ Dichlcroethene (total)
1,2- chhloropropane

Acia -1,3-Dichloropropene
trans-1,3-Dichloropropene
Ethylbenzene

2-Hexanone

Methylene chlorxide
4-Methyl-2-pentanone
Styzene

1,1,3,2- Tetrachloroethane
‘Tetrachloroethene
Tolueneg
‘1,1,1-Trichloroethans
1,1,2-Trichloroethane
’Trichlorcethene

Vinyl chloride

Xylenea (total)

20

5

5
-5

10
0

2
5
5
5
5
1
5
1

‘10

0

0

0

5
5
5
5
5
5
5
5

2
5
2
5
5
5
5
5
5
5

1
5

0



00T-17-2000 TUE 07:29 AM

STL PITTOBURGH

Quote No.: 37196
Revision: 1-00 ,
Datad: 7/02/2000
Printed: 9:17:3¢ -
Client Number: 413510

Project Manager:

‘carrie L. Gamber

8412 820 2080

9/12/2000

Analytical TAT:

P. 0047005

26

Networkable (Y/N): Y

Tics (Y/N): N

Dry Weight (¥/N): Y
Qualifiers (Y/N): Y

Protocol: B 28 Day TAT - Sediment
BAC: - XX A 4C QK 01 .
Ligt:. 05003 : :
Units: .ug/kg

Test Description: SOLID, 82608, Voas{ Field Preserved MeOH

Synonym . Name "RL
‘00011  Acetone: 1000
00196 Benzene 250
00323 Brcmodichloromethane 250
00340 Bromofoxm ‘250
00343 . Brcmomethane 500
00372  2-Butancne 1000
00459 Carbon disulfide 250
00463 Carbon . tetrachloxide 250
00521 Chlorcbenzene 250
00535. Dihrowochloromathane 250

. 00550 Chloroethane 500
00563 Chloroform ‘250
00574  Chloromethane 500
00933 1,1-Dichloroethane 250
00936 1,2-Dichlorcethane 250

. 00943 1,1-Dichlorcethenes 250
00952 1,2-pichlorcethene (total) - 250
oosse - 1,2~ chhloropropane 250
00998 cis-1,3- chhloropropene - 250
01000 trans-l,3-Dichlbropropene' ‘250
01332  Ethylbenzene 250
01515 2-Hexanone 1000
01811  Methylene chloride 250 -
01845  4-Methyl-2-pentancne 1000
02355 Styrene o : 250
02433 1,1,2,2-Tetrachlorosethane 250
02445 - Tetrachloroethene 250 -
02489 Toluene 250
02518 1,1,1-Trichloroathane 250
02522 1,1,2- Trichloroebhana 250
02525 Trichloroethene 250
03613  Vvinyl chloride 500

350

02627..

Xylenes (total)



(7-17-2000 TUE 07:30 AM STL PITTSBURGH

/Q;ARGET ANALYTE

N\

Attachment 1

£412 820 2080

10| .

Analyle imils acilon
Volatlles ug/L 8oil (ua/
Chloromethane 10 10
Bromomethang 10 10
Vinyl Chloride 10 10
Chloroethane 10 10
Methylene Chioride 10 10
Acetone 10 10
Carbon Disulfidé - 10 10
1,1-Dichloroethene 10 10| .
1,1-Dichloroethane 10 10
1,2-Dichloroethene (tolal) - 10 10
Chloroformn . 10 10
1,2-Dichioroethane. 10 10
2-Butanone(MEK) . 10 10
1,1,1<Trichloroethane 10 10
Carbon Tetrachloride 10 10
_[Bromedichloromethane 10 10
4 ~2.Dichloropropané 10} - 10| -
cle-1,3-Dichloropropene 10 10
{richloroethene 10 10
| Dibromochloromethane 10 10|
1,1,2-Trchloroethane 10 10
Benzene 10 10|
\rans-1.3-Dichloropropene 10 10
[Bromoform ' 10 10
4- Methyl-z-pentanone(MIBK) 10 10
2-Hexanone ' 10 10
Tetrachloroethens 10 10
11,2, 2-Tetrach|oroethane 10 10
Toluene 10
Chlorobenzene .10 10
Ethylbenzene 10 10
Styrene ' 10 70
Xylenes(iotal)- 10 10|
Samlvolatlles
Phenol 10 660
bis-(2+ Chloroethyl)ether 10 880
2-Chlorophenal - 10 860
1,3-Dichlorobenzene " 10 660
1,4-Dichlorobenzens 10 L)
1,2-Dichlorobenzene 10 660
2-Msthylphenol - 10 860
2.2--oxybis(1-Chloropropane) 10 860
4-Methylphenol 10 880
N-Nitroso-disn-propylamine 10 860

\jj

Page 1

P..005/005



Notes




@ AquaSurvey, Inc.

BIOMONITORING REPORT

(Screening Tests)

GZA COMPANY

October 2, 2000

JOB #20-368

499 Point Breeze Road
Flemington, NJ 08822

' Phone:  908/788-8700
' ' Fax: 908/788-9165
E-mail: aquasurvey@aol.com
Web Site: www.aquasurvey.com




Aqua Survey, Inc.

e ASLBIOMONITORING REPORT
' TEST SUMMARY
CLIENT: ' GZA Geo Enviromental
65 Willowbrook Road
Wayne, NJ 07470
TYPE OF TESTS: 48-hour Acute Screening Tests
DATES OF TESTS: Quench Water - September 5-7, 2000
SPECIES: M. bahia
SUMMARY OF_
RESULTS: Percent Survival
Percent

. ~ Concentration Survival

Control 100%

'q 100% Quench Water 95%

Certification:

Accuracy of report certified by:

/. ﬂw o oo

Thomas J. Dolce , Date
Laboratory Manager
2
%g ' Pagel GZA: 20-368
S 499 Point Breeze Road / Flemington, NJ 08822
M Phone: 908/788-8700 Fax: 908/788-9165 E-mail: aquasurvey@aol.com Web Site: www.aquasurvey.com



Aqua Survey, Inc.
q METHOD
Sample Collection: ~ Geon personnel
Sample Type: 24 hour Composite  ___ Other __ Describe: Grab
SAMPLE SAMPLE SAMPLE DATA TAKEN USE IN TOXICITY TEST
COLLECTION UPON
ARRIVAL AT LABORATORY
Date Time Temp. D.O. pH Date(s) Time(s)
Quench Water 9/1/00 1045. 11.2 5.8 7.2 9/5/00 "~ 1615
21513

Dilution Water: 40 Fathoms
Organisms: ‘ M. bahia; ASI Culture

Hatch Date:  9/1/00

Age: 4 days old

: . Effects Measured: Survival
TEST DESIGN
Number of Effluent Concentrations: 2 (50%, 100%)
Number of Replicates per Test Concentration: 2
Number of Test Organisms per Replicate: 10
Number of Test Organisms per Test Concentration: _20
Test Chamber Size: 800 mL Exposure Volume: _500mL
" Page? ' GZA: 20368

‘ g@d l.m'POr

4 499 Point Breeze Road / Flemington, NJ 08822

M Phone: 908/788-8700 Fax: 908/788-9165 E-mail: aquasurvey@aol.com Web Site: www.aquasurvey.com



N

-%ed pape.r

Qn

Aqua Survey, Inc.

WATER QUALITY PARAMETERS

TEMPERATURE D.O.
(°C (mg/L)
Hours , Hours Hours

0 24

21513 Control
Quench

Water

100%

Miscellaneous:

Temperature was maintained within +/- 2°C of test temperature.
Test chambers were not aerated during the test.

" Page? GZA: 20-368

499 Point Breeze Road / Flemington, NJ 08822
Phone: 908/788-8700 Fax: 908/788-9165 E-mail: aquasurvey@aol.com Web Site: www.aquasurvey.com






AQUA SURVEY, INC.
48 HOUR ACUTE BIOASSAY
LIVE COUNTS AND OBSERVATIONS

Job#: A~ 308 _ Species: M bp Mo
Client: ﬂ.}—?____ Test Volume: __4#~ Jliml
. Test Temperature: A(f2 @

Observation Interval- Hours
0 24 <||> 48
Conc. Live Observ., Live Observ. Live Observ.
Count Count Count
ConA | [6 | /9 | || j0 l
8| /4 I ol o]
gl Lo o [0 Jio
B| It N [ o u
0 A s ) Ji T IR
B| /2 ] /o 4 \
A | I
B | |
A I
B I I
A “ |
B I
e | 9lgp | gpfe | 9l
igal |/ /ﬁ’ oy

Terms and Codes for Test Organisms ¢ Appearance and Behaviour - -

Term . Explanation

Normal Unaffected _ . :

Inactive Abnormaly low activity, motionless or nearly so, weak & enfeebled

Imritated Hyperactivity, muscle spasms, erratic swimming

Surfacing : . Rising and remaining unusually long at the surfacs

Abnonnal body orientation Inverted or tumned approximately 90° laterally from normal body pesition
Abnormal skin color Light discolored, dark discolar, or varidiscolored (mottled)

Abnormal skin condition _ Mucus shedding or coagulations, hemorrahaging from gills, eyes or anal opening
Abnormal respiration Rapid, slow, gulping or periodic flexure of the operculum of fish as to reverse

water flow (coughing)

Q
o .
o,
)

SOV s W R e



AQUA SURVEY, INC.

48 HOUR BIOASSAY
GENERA ORMATIO] .
. ob #. o+, S64 ciene Gy ZAA Organism: ALM_L&J
) Dilution Water: Receiving Culturs )l B F gﬂ;;ms Alt v
: Test Volume: iéﬁ_{:\__l;_ Test Type: Flow Through Static Daily Renewal _____ Static Non-Renewal _:1,_ Chamber Volume: dz‘!s mi
Light: 5~ -100 fc
Test Start Date: 915 [ﬂ Time: { M_ Technician: D'/
Test End Date: 7, Chd Time: AL Technician: ﬂﬂlm: —
ACCLIMATION INFORMATION (sborstry or field eclimaton ony)
Exchange rate: Drip Meter, pump Exchange rate (mL/min)
Start date: Time: N Chamber volume:
End date: Time: Feeding: Day0 Day 1
R X Mortality: Dayo0o_____ Day 1 Day2 Day3
Temperature range: Temperature:Day 0 Day2 Day3,
(Geld uss only) : (lab use only)
FO 10 u{ H
Set up date; ‘Whater used:, Diluter by Technician:
Cycles during pretest: Elapsed pretest time:
Day | cycles: psed time: Day 2 cycles: Elapsed Time:
Day 3 cycles: mp;gd time: Total cycles: Elopsed Time:
! (use only for in-lab samuples)
:. EfMuent odor: Color: ‘ 411 s w LJO un Other: Cb'-hjp W
Difuent odar: Color: Clar Other:
: Sample Data taken upon arrival at lab y Use in toxicity test “
ASI Number "
D.O. pH Date(s) Time(s)

ANA{T J 4

74 st s |

AERATION PROCEDURE

sead

l

Acration required. Acration not requir
Description of problem: DO levels below 50% saturation

Cycles increased: Date: —_— Time:
Dilution aeration begun: Date: Time:
Test acration begun: Time

Date:

‘ forms-wp\covepl.wpl

DO levels d. rapidly

PPits

Technician:
Technician:

‘Technician: -



AQUA SURVEY, INC.
96 HOUR BIOASSAY

——

JOB#: 74364

- orGANISM: M baia
CLIENT: @24
~ — ALKALINMY mglLin25mL__|| HARDNESS mg/L in 25 mL
CONC 0 24 | 48 | 72 | 96 } 0 | 24 | 48 | 72 | 96
| 0 stat |40 ' ’\ :
Stop d-3 N \\
it | 4.3 D
: x| 40 40 | 40 sl a0 4ol a0 ARKN 40| 40
| ‘ N7 | N
. Initial /Date/ Time ?"’F& | N
& | 100 Stat | [4 0.0
| stop | 74 [
ot | 0.0 138
x| . 40| 40 | 40 40| 40l 10 20| 40| 40| 40| 40
BFL lisso
Initlal /Date/ Time % l& W‘M

Residual Chlorine mg/L
Conc. 0 24 43 | 72 96
o D

100{ A/D

Initlal/ Date/ Time ” %




Job #: _ 364
Client: GLER

ASI Sample #: AI513
Approx. sample volume:

4L

Sample: CEF

Collection Date/Time:
Initial pH fu(
(Salinity adjusted):

Normality & Vol. of HC/NaOH;
o

Normality & Vol. of HC

No Vol. of HCI/NaOH:

PH:
Date/Time: L ' Initial: o
ASI Sample #: Collection Date/Time:
Approx. sample volume: Initial pH '
(Salinity adjusted):.

Normality & Vol. of HCI/NaOH. pH:
Normality & Vol. of HC/NaOH: pH:
Normality & Vol. of HCI/NaOH: pH:

' ' Date/Time: Initial:
ASI Sample #: Collection Date/Time:
Approx. sample volume: . Initial pH

(Salinity adjusted):
Normality & Vol. of HCI/NaOH: pH:
Normality & Vol. of HCl/NaOH.: pH:
Normality & Vol. of HCI/NaOH: " pH:.
- Date/Time: Initial:
ASI Sample #: Collection Date/Time:
Approx. sample volume: Initial pH: ' :
(Salinity adjusted):
Normality & Vol. of HCI/NaOH: pH:
Normality & Vol. of HCI/NaOH: pH:
Normality & Vol. of HCI/NaOH: pH:
, Date/Time: Initial: -




AQUA SURVEY, INC.

CULTURE LAB DISTRIBUTION FORM

DATE: 915100

TEST JOB#: 203 (5 " CLIENT: GZA
TEST LOCATION: IN-LAB [ x ] FIELD [ ]

TEST SPECIES: m . bnhia

TOTAL NUMBER ORGANISMS TRANSFERRED: BOF

AQUA SURVEY, INC. CULTURE LAB INVESTIGATORS: _CL ,/(' D

A. ORGANISMS

1. ASI CULTURE/HOLDING UNIT: =20 ga llon Tank

2. RECEIVING LOG #: A//F)

3. CULTURE 10G #: J0- OS85

4. AGE/SIZE INFORMATION: /-Scia \f HD Q/[//OO

B. HOLDING [ X ] CULTURE [ ] WATER PARAMETERS

1. TEMPERATURE: 5.1 °C

2. SALINITY: _ 25 4plnf

3. WATER SOURCE: 40 Ffo +hormn.s

C. TRANSFER CUSTODY & TRANSFER

1. LIVESTOCK RELINQUISHMENT DATE: 9/s)o0
TIME: [GOOhCS
BY: e
2. LIVESTOCK RECEIVING DATE: q/s/on
TIME: _/_L(ifabﬁf_
BY:
/Y

3. CULTURE SUPERVISOR OR SENIOR TECH. INITIALS: _( ')

REMARKS:




J;d;z.;w_ /4,

Page | of /

AQUA SURVEY, INC.
‘ Hardness Worksheet

Lot # EDTA: /9jHI7F
Molarity EDTA:  0,0100M

Sample
- Volume Burette Reading mg/L* Initial/
Job # ASI# | DishID (mL) Initial Final Difference CaCO, | Date/Time
4. 396G : | qhd“‘
LI A5 © 21 | 2.2 8% |[M Ty
-39
2369 ' ,
= lagt 2818 | AC 25 2.2 1% |46 | 1gf |w e
e - | -
| iJ-ﬁl’l};?J 51, | T M 6.9 }‘7-’1 0.9 S
371 }
o371
. [
: ! Jle alb
. M| (93 19 |20 |8 |* ar
. )
dig & | & 9T e | zd sy "’“‘wl
brenbr, N | 45 s e [2d |90 |wd¥
4 :
. -
sas 513 | F /8 0 g7 | /gy |850 /“‘,3{9[
a7 A7 |z | a5 0 22 | 220 [eeq |»
|
) mg CaCO, = AxBx1000/mL sample ; Or simplified when 25mL sample used mg CaCO4/L = Ax40
q::re A= volume of standard of EDTA titrant used
. re B= 1 when EDTA molarity is 0.01

NOTE: If sample volume is changed the simplified equation must be altered to reflect change



368B-0.DAT

Actions taken:

DateTime Temp SpCond Salinity DO Conc pH
M/DIY Cc uS/cm ppt mg/L

0 09/05/00 16:07:04 ¢ 21.74 39785.0 25.42 7.31 7.75
1 09/05/00 16:10:26 5% 21.96 40072.0 25.62 6.86 8.00
2 09/05/00 16:16:37 jf) 21.97 40090.0 25.64 7.03 7.84
Project #: /- 2.4 Test type: BéACUTE OCHRONIC OOTHER Date: ‘#57&')
Species: O P. promelas O C. dubia dl M. bahia OOther Day of Study: A
OPERATIONAL RANGE: Check if OK Meter Used:

Temperature: /5 to_ dAd £ Blue &l

Salinity: 23 to_d7 q Red [

Dissolved oxygen: >40 / Eh

pH: : 6.0109.0 Eh

See deviation summary sheet U
Tue Sep 05 16:20:34 2000

lniﬁals:%__
Page 1 of 1



368-24.DAT

DateTime Temp SpCond Salinity DO Conc pH
M/DIY (o uS/cm ppt mg/L ‘ |

0 09/06/00 09:30:19 © 21.84 39970.0 ~ 25.55 6.64 7.78
1 09/06/00 09:30:46 S© 21.71 40591.0 25.99 5.87 7.74
2 09/06/00-09:31:11 /oV  21.77 40691.0 26.06 4,94 7.69
Project#: 32453 Test type: WACUTE [ECHRONIC OOTHER Date:_ 7 /4’% °
Species: 0O P. promelas [ C. dubia W bahia OOCther Day of Study: zY 4’ :
OPERATIONAL RANGE: Check if OK Meter Used:

Temperature: /T w22 ngd Biue O

Salinity: z3 to_ 27 ud Red

Dissolved oxygen: >40/ B/

pH: : 6.0t09.0 [E/

Actions taken:

See deviation summary sheet O
Wed Sep 06 09:36:42 2000

Initials: é ?Z

Page 1 of 1



368B-48.DAT

DateTime Temp SpCond Salinity DO Conc pH
M/DIY Cc uS/cm ppt mg/L
0 ~ 09/07/00 11:05:57 ¢ 21.50 40126.0 2567 6.81 7.83
1 09/07/00 11:06:14 5° 21.52 41293.0 26.50 6.31 7.82
2 09/07/00 11:06:36 /°° 21.57 41553.0 26.68 5.34 7.81

Project#: 363 Test type: @?ZCUTE OCHRONIC OOTHER
M,

Date: 9/7/"‘“

Species: [ P. promelas O C. dubia bahia OOther Day of Study: 48 hes.
OPERATIONAL RANGE: Check if OK Meter Used.:
Temperature: /8 w_22 o Blue E‘/
Salinity: __ 23 to_ 27 rel Red 0
Dissolved oxygen: >40/ E( :
pH: - 6.0t0 90 El/
Actions taken: '

See deviation summary sheet O
Thu Sep 07 11:13:22 2000

Initials: %

Page 1 of 1



ad ®

Discharge #

/

Contact

Mindvs S .,r/<

/

Diluent

Phone #

573/ 2§¢-%¢ oo

g

Collection
Location

Sample Type Key: C = composite; G = grab; § = soil; SD = sediment; SL = sludge

Chronic : other _

s

Job # 7525 /, / Sample T)f Ct)"('?éc’/ (/; (274 d v /Shlpplng lnformatlon

Client 62/4 Go EXYD /‘ANAA‘// gggtl:ction 4 To: é{d @U/mﬂMdé/
Facility St rafes Pescription 6} S //a(.‘,[.,mr)/— L/
toeation TEST TYPE  Acute Diluent Only erom__ (S "‘/7’/&/, MNT 2570

shipment Method / Special Instructions

Zed X

Diluent/Effluent Collected By

Sample Number

Name(Please Print) / Date / Time

Sample
Type

Sample
Volume

Relinquished By
Signature / Date / Time

Received By

Signature / Date / Time

Rel inquished By
Signature / Date / Time

Received By
Signature / Date / Time

FD(&J" ' ﬂ&\"\ ‘\AFDA' 70§I,,w 9///0 o

& 2

/L

72‘1 ﬁ@g{ Z/.'/M /Y/ob

Fo € X

/U

ALT# 2)473

ols”

D htith
.

—

v

S

—

/




ASI, INC.
SAMPLE RECEIVING FORM

Page of .'

e §2A

Jcb

x  1D-368

# of Stipping Cons

I

| sumeavie ol Y

96

Typo of Shipping Container Custody Scal Condition of, Shipping Containers:
:z k/ Abacnt _ A L 14 plablo
Brol
AsT# Samplo ID Type of Numiborof | Condition of Tearp. °C Ie + Typo of
Container Containers Samplest Sample®
' s
w13 | EF P la 14 Tl £ ]E¢
2 .
3.
4.
.
6.
7
. 8.
.9
- 10
Notes: (Diacrepancics Between Sample Labsi and COC Recond)
Opened /Received by @/ Date/Time: i'[)/@[@
- / T -
§ - Sail A - Acceptablo I-lcs
So - Sediment U - Unusablo or Contaminated D-Dryle
- 8- Shdge B - Bluc Ico
W Water N - Nons
E - Effluent
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OPERATIONS SERVICES CORPORATION

P.O. Box 260123 PH (303) 984-2060
LAKEWOOD, CO 80226-0123 FAX (303) 989-4989
Mr. Jay Derman, P.E. November 1, 2000

JC/Upcycle Associates, LLC
P.O. Box 11389
Loudonville, NY 12211-0389 . -

Re:  Project Report: Solid/Liquid Separation & Solids Dewatering Pilot
Passaic River Sediments; Stratus Petroleum, Newark, NJ
Operations Services Corporation Project 99 017

Dear Jay:

This document reports the data, observations, and results of a pilot project conducted by
Operations Services Corporation (OSC) as a subcontractor to the JCI/Upcycle Associates, LLC
(JCl/Upcycle) joint venture, at a site located within the property boundaries of Stratus Petroleum
in Newark, NJ, in June, July, and August of 2000. Pilot work performed was sanctioned and
regulated by the State of New Jersey, Department of Transportation, Maritime Resources
division.

The primary objective of the program was the pilot-scale evaluation of a waterway dredged-
sediment decontamination technology pioneered by JCI/Upcycle. That technology incorporates a
solid/liquid separation and solids dewatering step to properly prepare sediments for subsequent
treatments; it is the separation and dewatering step which was contracted and performed by OSC,
and addressed in this report. Other components potentially inherent in the overall process such as
dredging, introduction of fixation and/or binding agents, thermal treatments, etc. were not
included in OSC’s scope of work, and are therefore not discussed in this report.

Introduction & Background

On August 25, 1999 and May 31, 2000, OSC evaluated Passaic River sediment samples provided
by JCI/Upcycle. These samples were obtained from the dredged sediment supply and judged to
be typical of the sediments being considered for testing by the State of New Jersey, Maritime
Resources. The evaluations’ objectives were to establish the applicability of OSC’s proprietary
solid/liquid (S/L) separation and dewatering technologies to the sediment, measure some of the
physical properties of the sediment, and generate data necessary for cost estimation. (Because the
separation technology uses polymeric flocculant, the cost of that agent is an important variable in
project cost scheduling.) The bench-scale test work clearly showed the sediment to be responsive
to flocculation, with a dosage of approximately 5.0-6.5 pounds of polymeric flocculant (~30%

oscC
WATERWAY RESTORATION



Mr. Jay Derman
November 1, 2000
Page 2

concentration basis) per dry ton of sediment. The flocculated sediment separated efficiently,
showing minimal losses to the aqueous phase, and dewatered well, with a predicted belt press
cake solids content of 40-45% by weight.

OSC followed the laboratory study with budgetary and, following receipt of the State bidding
documents, final quotations for the pilot dewatering operation. In addition, OSC submitted to the
State and JCI/Upcycle Equipment Inventory Information, Air Permit Emission Point Inventory
data, and site layout drawings. In accordance with guidance provided by the State in response to
these submittals, OSC began mobilizing equipment to the Stratus Petroleum site in late June 2000,
set up the equipment through July 14, and began processing sediment the week of July 17. On
July 27, the results of analysis performed on a.grab sample of dewatered sediment showed a
mercury concentration that was greater than anticipated. Operation was suspended until August

21, 2000. Following completion of operatlons on September 2, equipment was demobilized and
the site cleared by September 18.

Site Plan and Process Description

Figure 1, attached, shows the finalized site plan with respect to OSC’s separation and dewatering
equipment. To accommodate some low-hanging high-voltage power lines, the original set-up was
altered slightly from the original submittals.

In operation, slurried sediments were pumped from the floating scows to Tank T-1. Oversized
(greater than ~4”) debris was removed using a static screen (SS), through which the slurry was
pumped. To adjust the solids concentration of the slurry accumulated in T-1, river water was
pumped to T-1 on an as-needed basis. Tank T-1 was equipped with three electric motor-driven
stirrers to blend the slurry, ensuring consistent solids concentration per batch. Prepared slurry
was pumped to the Control Module, where the flow rate was regulated using hand-controlled
valving and a Doppler flow indicator. Slurry then flowed to the Primary Dewatering Module
(PDM) where it contacted and was thoroughly mixed with polymeric flocculant. The now-
flocculated slurry discharged onto a separation panel, separating floccules from the aqueous
phase. Accumulating floccule masses transferred by gravity to a 2.5-meter Parkson belt press for
secondary, mechanical dewatering. Water from both primary and secondary dewatering was .
directed to the belt press collection reservoir; small centrifugal pumps transferred it to Tank T 2
for initial settling, then to Tank T-3 for final settling. :

Solids captured and dewatered by the PDM and belt press discharged into a screw conveyor, '

which in turn deposited the solids onto a short belt conveyor. Accumulating solids were either
briefly stockpiled, or discharged directly into the bucket of a front-end loader for placement in

lined roll-off containers.
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Description of Operations

Feed Preparation: A submersible centrifugal pump suspended from a cable was used to
transfer sediment from the storage scows to Tank T-1. Because the sediments had been held in
the scows for several months prior to the project’s start, the sediments had consolidated
somewhat and proved difficult to re-suspend. To increase pumping efficiency, both river water
and, after operations began, process water were used to flood the sediment in the scows. This
procedure, in combination with dilution using process and river water, permitted a relatively
consistent supply of slurry at appropriate solids concentration. Because Tank T-1 was filled
alternately with either thick slurry or water, resulting in ‘a non-homogenous mixture during fill
episodes, the S/L separation and dewatering operation was run on a batch-continuous, rather than
fully continuous basis. . :

The static screen recovered only a very small quantity of debris, mainly litter, from the slurried
sediments. The sediments consisted of very fine-sized material, with no significant quantity of
sands or even silts.

Primary Dewatering: Prepared slurry was pumped from Tank T-1 to OSC’s Control Module.
An operator controlled the flow rate of slurry to the PDM by a diaphragm valve; the flow rate
was measured by a Doppler-principle flow meter. With some expected varation due to
downstream process requirements, slurry flow ranged from about 250 gallons per minute (gpm)
to 400 gpm. Periodic measurements of the solids concentration (by Coriolis-principle device)
showed values from 5% to 12% solids by weight. This approximate range was established in
bench-scale testing as the optimal range for proper and efficient flocculation. When too-dilute or
too-enriched slurry was prepared inadvertently, operations were briefly halted and adjustments
(addition of water or sediments) made to Tank T-1 contents.

In addition to slurry flow regulation, the Control Module prepared dilute flocculant for use. The
emulsion flocculant product (Calgon WT-2706 anionic emulsion), supplied at a nominal
concentration of about 30%, was diluted in an automated process to supply a dosing
concentration of approximately 0.75 - 2.0.grams per liter. The prepared flocculant was pumped
to the PDM-located slurry/polymer mixer with a progressive cavity pump controlled by either the
~ operator in manual mode, or proportionally to the slurry density as measured by the Coriolis
instrument. The dilute flocculant flow rate typically ranged between 10 and 20 gpm in response
to slurry flow rate and density, and polymer concentration.

Dilute flocculant and prepared, metered slurry were mixed at the PDM in an OSC-designed static
mixer. By swapping individual elements in this mixer, mixing intensity could be varied as required
to effect efficient flocculation. Flocculated slurry exited the static mixer and entered the PDM,
finally discharging onto a separation panel. Approximately 85% of the free water was extracted
in this step, with recovered solids accumulating on the panel and ultimately transterring, by
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gravity flow, to the belt press feed zone. Recovered water flowed to the belt press basin.

Secondary Dewatering: The Parkson 2.5-meter belt press received the well-flocculated and
partially dewatered solids on a moving fabric belt. The press’s mechanical dewatering action
served to squeeze out the water interstitial to the floccule masses. Because the floccule structure
was preserved by the process, a clear pressate with low suspended solids content resulted. The
secondary-dewatered solids exited the press into a screw- or belt-conveyor, depending upon
equipment configuration. Accumulating dewatered solids were placed in poly-lined roll-off
containers; the containers were covered upon filling. Pressate combined with PDM water
reported to the belt press basin, then was pumped to Tank T-2 for clarification.

Process Data

‘Depending upon feed slurry flow rate and prepared slurry solids concentration, the throughput
range of the pilot equipment configuration was 3 - 13 tons per hour, on a dry solids basis. This
datum is based on flow rates of 250-400 gpm, and solids concentrations of 5-12% by weight.
Based on data for total polymer consumed over the course of the project and average dilute
flocculant flow rates, the field dosage was approximately 3.0-3.5 pounds emulsion product
(@~30% concentration) per dry ton of solids processed. This value is significantly lower than the
bench scale datum of 5-6.5 Ibs/ton polymer consumption.

Using a typical flow rate value of 375 gpm, a slurry solids content of 10% solids, and a fully
dewatered press cake solids content of 45% solids, the pilot process produced about 0.34 cubic
yards of dewatered solids per minute. This value is in good agreement with the observed
accumulation rates during operations. Note that the press cake solids content varied with changes
in specific process variables, especially slurry solids concentration. Because smaller floccules
entrain less water than larger floccules, and because elevated slurry solids concentrations tend to
favor the formation of relatively larger floccules, press cake solids concentration was inversely
proportional to feed slurry solids concentration,

Belt press loading, using the processing example above and assuming a primary-dewatered
product solids concentration of 25%, was about 0.78 cubic yards per minute, or about 0.02 cubic
yards per foot of moving belt (@ 40 feet per minute.) In terms of dry solids, the press handled
about 325 pounds per minute; in terms of slurry volume, about 140 gallons per minute.

Process Considerations .

Pilot operations serve as an opportunity to explore and evaluate the unique set of parameters that
only arise in continuous operation. This section discusses the Stratus pilot, the lessons learned,
and considerations for larger scale processing.
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Process Sensitivities: The pilot work was instructive in defining the actual and potential
sensitivities of the S/L separation and solids dewatering process. Because OSC’s mobile
equipment was designed to incorporate much of the equipment necessary for just this kind of
work, sensitivity inherent in those unit operations has been minimized or eliminated. What
remains are the effects of sediment and/or fluidizing water on the process chemistry or mechanics.
The solids concentration of the feed slurry was clearly an area of process sensitivity, as mentioned
in an earlier section of this report. Several of the requirements of the combined technology
package are contradictory with respect to establishing an optimum solids concentration in feed
slurry. The S/L separation and primary dewatering steps respond best to pulp densities near the
top of the established acceptable range, building large, stable floccules, and the belt press can
accept higher throughput when fed these larger floccule masses. However, large floccule
formation is deleterious to press cake quality with respect to moisture content, and the function of
the dewatering step is to prepare solids with as little free water as possible, to enable efficient and
economical thermal preparation of aggregate. A challenge of “commercial” operation will be to
balance these contradictory requirements.

The pilot run permitted the evaluation of different pulp densities and observation of the effects.
The solids concentration of press cake resulting from feed pulp densities in the 5-10% solids
range exceeded 55%, by weight. This cake quality was judged to be adequate for subsequent’
processing steps. The solids concentration of press cake produced from feed pulp density in the
10-12% solids range showed about 38% solids, by weight, and was judged to be marginal for.
subsequent processing. Examination of this variable at pilot scale provides guidance for larger
scale operations, which should target a feed slurry pulp density of 8-10% solids.

Flocculant Dosage & Dosing: As remarked upon earlier in this document, the consumption
of polymeric flocculant by the subject sediments was only about ' - %s of the predicted value.
Because polymer is a major cost of operation; the implication of this datum is significant. In
addition, the dosing rate was consistent throughout the pilot operation, suggesting that
consumption does not vary significantly with changes in sediment properties or composition.
While it is acknowledged that the relatively small volume of sediments available for testing
probably does not exhibit the range of composition present in the entire waterway, the data is
nevertheless valuable in demonstrating compositional uniformity within the limits of the exercise.
The data suggest that, at the increased slurry flow rates of larger scale operation, polymer dosing
rates will be relatively stable, contributing to steady-state operation.

Primary Dewatering: Well-flocculated sediments responded very well to OSC’s proprietary
primary dewatering technology. Flocculated solids were efficiently separated, and dewatered of
about 85% of the free water. The equipment utilized for the pilot was deliberately undersized,
relative to the belt press, to provide a processing margin for cake quality. The pilot information
showed that:

»  the PDM capacity was not exceeded by any mass flow rate supplied during the run, and
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therefore a baseline throughput can be set for larger scale operation. This baseline is
approximately 375 gpm/12% solids per 30 ft* of separation panel.

»  flocculant dispersion in OSC’s static mixer, at the baseline mass flow condition, was
satisfactory; no changes will be required for scale-up

»  aqueous phase evacuation was satisfactory at pilot scale; scale-up will be linear.

Secondary Dewatering: The belt press used in piloting was deliberately oversized, with
respect to the PDM. Consequently, no capacity problems were expected or experienced. For
larger scale operation, a similar over-capacity would be specified to prevent bottlenecking at this
important step in the process. In commercial operation OSC uses specially modified belt presses
which operate at higher maximum belt speeds than the Parkson used in the pilot run. These
presses, by virtue of the greater belt speed, provide the desired capacity margin.

Conveyance: No scale-up issues are anticipated. The mass flow and solids concentration data
will permit accurate sizing of all conveyance apparatus.

Process Flow Diagram

Figure 2 is a preliminary commercial process flow diagram prepared using the data and
assumptions from the pilot operation. As can be seen, the PFD closely follows the processing
scheme of the pilot operation, with two notable exceptions, an increased feed slurry surge
capacity of two, 20,000-gallon tanks, and the use of filtration for final treatment of the aqueous
phase prior to discharge.

The use of 2 feed surge tanks will allow one tank to be actively feeding the process, while the
alternate tank is being filled with freshly excavated slurry.

The aqueous phase product will be initially clarified by settling, as was done in the pilot run.
Because the suspended solids will be flocculated, settling will be effective as a primary step. To
ensure process continuity, the clarifier supernate is filtered, probably through sand filters, to
postively trap any remnant suspended solids.

Conclusions and Recommendations

The pilot sediment dewatering operation conducted at Stratus Petroleum successfully
demonstrated the competence of OSC’s equipment package, produced the required test quantities
of dewatered solids, and generated data sufficient to advance the program to its next phase. OSC
recommends that the PFD presented herein be fully developed and used as a basis for that next
phase.
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OSC appreciated the opportunity to participate in this technology evaluation. Please contact me
or Robert Braddock with any questions on this document or the pilot operation.

Best regards,
OPERATIONS SERVICES CORPORATION

P77 <

R. Lee Schwartz
Chief Engineer

pc: R. Braddock
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15134 West Hunziker
Pocatello, Idaho 83202
Phone: 208-237-1314

Fax: 208-238-1834
www.lewiscorporation.com

corporation

Port of Newark Dredging Project --- Newark, NJ

To: Paul Bastian
From: Michael Patterson

Date: 9/25/00
Subject: Trip Report

Paul:

The following notes outline events encountered during my recent trip to Newark,
NJ to assist in the production of briquettes from dredgings excavated from the

‘ Port of Newark.

| arrived at the jobsite at approximately 8:30 AM Thursday July 20" escorted by
Bob Braddock. Upon arrival | inspected the briquette press and confirmed that it
was operational. |then energized the machine and explained its operation to two
technicians who were assisting Bob Braddock. | then tried to process some
material that had been ran through the filter press and deposited into the gravity
feed hopper above the press. This material was thought to be “off spec” due to
the condition of the belts in the filter press. Bob Braddock and his technicians
spent the rest of that morning changing the filter belts. This off spec material was
fairly wet, as free moisture could be seen and squeezed from the material. |
attempted to process this material through the Briquette press, but had difficulty
in getting the material to flow through the gravity feed hopper above the press -
and down into the rolls. The material would actual form a “bridge” above the rolls
and would not feed down into the nip region (narrow gap between the rolls). This
can be attributed to the wet condition of the material, which allowed the rolls to
spin on the material , never generating enough frictional force to draw the
material into the nip region, and thus be formed into briquettes. Once it became
evident to me that the material was not going to feed into the rolls, | switched the
rotational direction of the rolls in attempt to clear the off spec material from the
gravity feed hopper. | supplemented this process by manually directing material
onto the roll surface with the aid of a wooden 2x4 found at the jobsite.



Removal of the material from the briquette press coincided with the installation of
the new belts in the filter press. With installation of the new belts complete, Bob
Braddock and his technicians attempted to process more material through the
filter press. This stage of processing was a trial and error procedure as they
were attempting to calibrate the filter press to achieve its optimal performance.

This attempt at calibration generated a quantity of material that had to be run
through the briquette press in order to remove it from the system. Accordingly,
material was fed into the gravity feed hopper of the briquette press, meeting with
the same results as earlier. The wet material formed a bridge in the hopper and
would not feed into the nip region. Thus, | reverted back to the process
described earlier for clearing the wet material from the briquette press. The wet
nature of the material, coupled with the wash down water used to clean the press
caused a number of the conveyor belts to slip on the non-lagged conveyor
pulleys, requiring me to bring them back into adjustment.

A very few briquettes were produced, but would lose their shape upon being
transferred with the adjoining conveying system. | was able to remove a few
briquettes from the belt prior to the transfer point and set them aside. These
briquettes were allowed to cure in the sun and did achieve the desired shape and
hardness after approximately 5 hours of elapsed time.

Bob Braddock and his technicians continued to make adjustments to the filter
press and flocculent injection system throughout the afternoon and into the early
evening. '

Friday July 21, 2000

| arrived at the jobsite and energized the press and conveying system and
attempted to process more material that had been generated from the filter
press. It appeared as though the filter press was working as intended, producing
a thin (approximately 3/8" thick) sheet that broke up under its own weight into the
receiving screw conveyor. The moisture content of the material did appear to be
less than the material produced the day before. However, the briquetting results
were nearly the same as the earlier trials. No free moisture could be squeezed
from the material, but it is was still too wet to feed into and be processed by the
briguette press.

| repeated the procedure described earlier to remove the material from the press,
in hopes of receiving drier material from the filter press.

After making a few more adjustments to the filter press, Bob Braddock declared
the filter press was performing to the best of its ability, and was producing the
optimal product it was capable of under the current conditions.



While this material was better than what they initially started with, it was still too
wet to be successfully briquetted without some form of thermal drying taking
place.

A decision was reached that afternoon to process additional material through the
filter press on Monday July 24" and deposit it into wind rows, which it was hoped
would provide additional drying opportunity for the material and allow for a more
successful briquetting experience. They anticipated letting the material dry in the
wind rows for approximately one day, making it Tuesday before they were ready
to process any additional material through the briquette press.

Monday July 24, 2000

| contacted Bob Braddock at approximately 10:00 AM to inquire whether or not
they would require any assistance in briquetting any additional material that day.
He informed that they were continuing with the plan to place material into wind
rows and that they did not plan to make any briquetting attempts for the
remainder of that day. 4

Upon hearing that information, | proceeded with my travel plans and returned to
Pocatello.

Should you have any questions about the events outlined above, or which to
discuss any of the observations, please feel free to contact me.

Sincerely,

Michael Patterson
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o OBJECTIVES

General objectives of this test and development program are as follows:

» To demonstrate at the pilot scale that dredged material can be
converted to a quality lightweight aggregate product.

> To provide test data upon which to base the engineering design for a
commercial-scale lightweight aggregate production facility.

» To serve as a key component of an R&D program being undertaken by
JCI/Upcycle to support permit applications for the commercial
lightweight aggregate process.

The specific technical objectlves of this test and development program are as
follows:

> To demonstrate the adequacy of the equipment planned for drying,
extruding and rotary kiln operations.

»> To quantify air emissions for the design of required air pollution control
(APC) systems to satisfy regulatory requirements.

> To determine production and energy consumption rates for the full-
scale plant.

> To collect sufficient data for FFE Mlnerals to offer process guarantees
for the full-scale kiln system.

-‘ BACKGROUND
JCI/UPCYCLE Associates, LLC has been-awarded a contract from the New
Jersey Department of Transportation, Office of Maritime Resources, to perform a
sediment decontamination pilot project to demonstrate the efficacy of its
technology to beneficially use dredged material as a feedstock for the
manufacture of lightweight aggregate.

The processing of the dredged material will occur in two major steps, the first
being the pre-kiln processing step to be completed in New Jersey at the dredging
site, (Stratus Petroleum, Newark, NJ), and the second being the kiln processing
step to be completed at FFE Minerals, Catasauqua, PA. A complete description
of the kiln processing step including material and gas sampling protocols is
included in the following document: “Test Program for the Sediment
Decontamination Project”, Revision 004, submitted by FFE Minerals to
JCI/Upcycle Associates LLC on 28Mar01. This document is included in the
Appendix of this report.

The pre-kiln processing step completed in SepQ0 included debris removal, initial

sizing, dewatering and the full characterization, including bulk sediment

chemistry, of both the as-dredged material and the dewatered filter cake solid.

This work was supervised by JCI/Upcycle Associates, and a sample of the final

dewatered dredge filter cake was shipped to Fuller Company’s Research Facility
‘ to support the kiln processing step.



A laboratory study was performed in Oct00 using the dewatered filter cake solid
prepared in Sep00. This laboratory study was performed for JCI/Upcycle
Associates LLC to evaluate the feasibility of producing a quality aggregate from
dredge filter cake. A sample of shale fines from the Lehigh Portland Cement
lightweight aggregate facility in Woodsboro, Maryland was also supplied for use
as an admixture if required to optimize the properties of the dredge-based
aggregate and ensure the production of a quality, marketable lightweight
aggregate product.

The laboratory study demonstrated the capability of producing a lightweight
aggregate from a feedstock containing 70-100% dredge filter cake without the
addition of organic bloating enhancing agents. Upon considering a number of
process, economic and market factors, a feed mix containing 70% dredge filter
cake and 30% ground shale fines (dry basis) was recommended for the pilot
rotary kiln study to support the production of a high-quality lightweight aggregate
with properties satisfying all applicable ASTM specifications. A preliminary pilot
rotary kiln test did successfully demonstrate the production of a lightweight
aggregate with a density of 34 Ib/cf from an extruded pellet feed containing 70%
dredge filter cake and 30% ground shale fines.

The following test report was prepared for JCI/Upcycle-covering the Phase 1-
laboratory study: “Laboratory Evaluation of Lightweight Aggregate Production
from Dredge Filter Cake (Phase 1-Laboratory Study)”, Oct00. A copy of this
report is included in the Appendix.

Based on the success of the laboratory study, the pilot rotary kiln program was
scheduled for dates of 13-17Mar01. This program included the rotary kiln
production of lightweight aggregate and solid/gas sampling as specified in the
Test Program document, and is the main focus of this final test report. Mr. Jay
Derman of JCI/Upcycle Associates was present to observe the program in its
entirety. The following personnel were present to observe a portion of the kiln
program: Ms. Lisa Baron, Maritime Specialist-Technology Programs, of New
Jersey Maritime Resources, Mr. Scott Douglas, Maritime Specialist-Dredging
Programs, of New Jersey Maritime Resources, Mr. Huan Ed Feng, Assistant
Professor, Montclair State University, Mr. Keith Jones, Senior Physicist,
Brookhaven National Laboratory, and Mr. Eric Stern, Regional Contaminated
Sediment Program Manager, U.S. Environmental Protection Agency.

EQUIPMENT

The following pilot systems were utilized to support this test program: hammermill
dryer, extruder and rotary kiln. Descriptions of each system are included below.

Pilot Hammermill Dryer System: A schematic of the hammermill dryer system is
provided in Figure 1. This schematic includes all primary components of the
hammermill system including air heater, hammermill, feed circuit and baghouse,
and indicates points of data acquisition.
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Figure 1: Pilot Hammermill Dryer System Schemat-id

The GP-1518 impact dryer mill unit includes a rotor containing thirty-six (36) wear
resistant hammers. The rotor is spun at 4300 rpm by a 40 hp motor coupled via
a belt-drive. Hot air generated by a direct-fired combustion chamber enters the
mill near the bottom of the rotor. The feed stream is added at this same location
via a screw conveyor. A high-pressure fan provides the air input to the
combustion chamber, and the flow is measured using an averaging pitot tube.

The material is dispersed into the gas stream by the high-speed rotor, and the
material laden gas passes through the rotor and up to a dynamic separator. The
speed of the dynamic separator may be adjusted between 30-300 rpm to control
the particle top size. Particulate and gas passing through the separator are
directed to a jet pulse baghouse for product collection and then to an 1.D. fan.
The fan is adjusted to maintain a neutral static pressure at the mill gas inlet
location.

The wet dredge filter cake feed rate is controlled using a variable-speed table
feeder. The cake discharges into a pug mill mixer, where dry product is added
via a variable-speed screw feeder. The two materials are blended in the pug mill
to improve the flow properties of the cake before it enters the screw conveyor
and mill. The filter cake feed rate is determined by monitoring the weight and



addition rate of filter cake to the feeder. The dry product recycle rate is
determined using a screw calibration curve. The production rate from the mill is
determined using product weight and time data.

Gas temperatures are recorded using calibrated Type-K thermocouples. Static
pressures are monitored using U-tube manometers and recorded using
calibrated pressure transducers. Thermocouple, pressure transducer and gas '
analyzer outputs are monitored and recorded every 60 seconds by a data
acquisition system. The natural gas input to the combustion chamber is
measured using a calibrated rotameter.

The mill system emissions are measured at the baghouse outlet location. In
addition to the sampling performed by FAC, FFE Minerals performed continuous
analysis to determine the concentrations of NOy, SO,, CO, COz and O,. A
Rosemount MLT4 analyzer was utilized for determining the concentrations of
NO,, SO,, CO and O,. A Siemens Ultramat 23 was utilized for determining the
concentration of CO,. The sample gas for both analyzers was drawn through a
heated line followed by a gas conditioner for particulate and moisture removal.

Pilot Extruder: The pilot extruder used to produce the pellet feed for the test
program is a 4" Terrier Auger-type unit manufactured by the Bonnot Company.
The unit is driven by a variable-speed Reeves 5 HP 220v/3¢ motor (13.6 amps)
with a 36.3:1 gear reducer. The final output speed is in the range of 23.8-71.7
RPM. A Simpson 0-25 amp meter indicates the motor power draw. Material is
hand fed to the open 8" diameter, 29" long mixing section containing a pug-type
mixing assembly. The mixing paddles are orientated to move the material to the
compression zone during the mixing process. The material is collected by the
screw flights in the 14" long compression zone, and then compressed as the
chamber diameter is reduced from 8" to 4". A 7/8" thick die plate is bolted to the
discharge of the compression zone. The material is forced through (16) V2"
diameter holes in the die plate, and then the emerging extrusions break off
against a stop plate to a length of 1-2”.

1’ x 15’ Pilot Rotary Kiln System: A schematic of the pilot rotary kiln system is
provided in Figure 2. This schematic includes all components of the pilot kiln
system, and indicates temperature and pressure monitoring locations.

The 1'x15' rotary kiln is formed from a 21" diameter carbon steel cylinder 15" in
length, and lined with 4.5" of a high alumina (70% Al,O3) refractory brick to
provide an inside diameter of 12". Two riding rings and accompanying trunnion
rollers provide support of the kiln shell. A thrust roller positioned on the
discharge end side of the drive sprocket restricts kiln movement in the horizontal
plane. The roller also prevents excessive contact pressure at the carbon block
seals located at both ends of the shell. These seals include a carbon block ring
attached to the stationary hoods, and a spring-loaded seal plate supported by the
kiln shell.



The kiln is chain driven by a 15hp motor coupled to a 6:1 variable speed reducer
unit. The final output speed range offered by the drive provides for a kiln speed
range of 0.45-2.7 RPM. The kiln frame pivots about the feed end to permit
adjustment of the kiln slope, up to a maximum slope setting of 0.8"/ft. The slope
was set and maintained at 0.5"/ft for the pilot program.
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Figure 2: 1' x 15' Pilot Rotary Kiln System

A North American dual fuel burner (Model #6422-6) configured for the
combustion of #2 fuel oil is utilized for combustion control. The burner
incorporates a natural gas pilot assembly. Primary air for combustion is divided
into two streams. The first stream serves as atomizing air for the pilot assembly,
- and the second stream is directed through the main bumer chamber. The total
primary airflow is measured using a 2" averaging pitot tube. Secondary
preheated air from the cooler enters the kiln through the bottom of the firing
hood. The flow rate of secondary air is measured using a 2" averaging pitot tube.

The maximum hot zone temperature is determined by two calibrated devices: a
hand-held Raytek Raynger 3l Series infrared thermometer and a platinum
thermocouple located 24" from the firing end of the kiln shell. The infrared



reading is taken through a 3" diameter quartz sight glass located on the firing
hood.

A kiln process gas temperature profile is generated by data provided by six
calibrated platinum thermocouples positioned at points 24", 43", 67", 105", 141’
and 165" from the kiln discharge end. These thermocouples extend
approximately 4" into the kiln interior. As previously mentioned, the
thermocouple at the 24" position is utilized as an indication of the maximum
process gas temperature, and its output used as the control point. A calibrated
Type K thermocouple positioned inside of the feed hood, immediately outside the
kiln shell indicates the kiln outlet gas temperature. Pressure taps are located in
the firing and feed hoods.

The process gas stream is drawn from the kiln through an 8" diameter 316SS
vertical gas sampling duct. This duct was fabricated to facilitate kiln off gas
stream gas sampling and flow measurements. The exit flow from the gas
sampling duct enters a natural gas-fired afterburner. The position of the gas inlet
directs the kiln off gas stream through the natural gas flame to combust carbon
monoxide and organic volatiles present. Additional air is added to the afterburner
to support combustion of the natural gas and off gas combustibles. Air and
natural gas flow rates are indicated by calibrated rotameters. The afterburner
gas inlet and outlet temperatures are indicated by calibrated Type K
thermocouples. Static pressure taps are located at the gas inlet and outlet
locations. '

The afterburner off gas stream is pulled through a filtering device containing 144
ceramic filter elements. This filter offers a maximum operating temperature of
950°F, and operates with a row jet pulse cleaning circuit. Ambient air is drawn
into the system just downstream of the afterbumer through an adjustable damper
to control the filter inlet temperature. Fines collected in the filter are discharged
through slide gates valves, collected in a metal bucket and periodically weighed.
Pressure and temperature are monitored at the inlet and outlet of the filter.

The filtered gas is finally drawn through a wet scrubber for acid gas neutralization
and final pollutant removal. The wet scrubber includes an automatic pH control
utilizing a 50% solution of sodium hydroxide, circulating pump, packed bed, spray
nozzle and de-mister. The total gas flow rate entering the scrubber is measured
using a 6” averaging pitot tube. The process gas stream is drawn from the
scrubber through a 8" diameter 316SS vertical gas sampling duct. This duct was
fabricated to facilitate scrubber off gas stream gas sampling and flow
measurements. The exit flow from the sampling duct is directed to an |.D. fan
and damper system used to control pressure conditions within the kiln. The
scrubber outlet gas temperature is monitored using a calibrated thermocouple.

The feed material is weighed using a calibrated scale before it is added to the
feeder bin. The kiln feed rate is controlled using a variable speed belt conveyor



positioned under the feed bin. This feeder sits on top of a 500 pound capacity
platform scale utilized to monitor and record the material inventory in the feed
bin. The feed pellets drop into a bucket elevator, the elevator lifts the material to
a height of 12', and then the material is discharged through a 4" diameter rotary
valve and into the kiln. The use of a belt feeder minimizes material degradation
in the feed delivery circuit. The feed rate is calculated by monitoring the change
in bin inventory weight indicated by the platform scale.

A 1" tall retaining ring is attached to the feed end of the kiln shell to minimize
material dropout. Dropout that does collect in the feed hood is discharged
through a manually operated slide gate assembly and weighed.

Product discharges from the kiln and drops into a 6” x 3’ stainless steel cross bar
cooler. An adjustable speed reciprocating shaft containing five pusher
assemblies transports the material through the cooler to the discharge port.-
Cooled material discharged from the cooler passes through dual slide gate
valves and enters a stainless steel collection pan. Air injected into the cooler
plenum is distributed across the cooler using an air distribution plate. The air
proceeds to pass through the bed of aggregate and then enters the bottom of the
kiln firing hood. Temperatures are monitored at the following locations: plenum,
product discharge, and preheated air at the firing hood inlet. Pressures are
monitored in the plenum and freeboard areas. '

Rotary kiln shell temperatures are measured using a Raytek Raynger MX4
infrared thermometer. The emissivity is set to 0.9 for all readings.

The kiln process emissions are measured at the kiln exit and scrubber exit
locations. In addition to the sampling performed by FAC, FFE Minerals
performed continuous analysis at both locations to determine the concentrations
of NO,, SO,, CO, CO,, O,, THC and CH4. Both sample trains included a »
Rosemount MLT4 analyzer for determining the concentrations of NOy, SOz, CO
and O,, a Siemens Ultramat 23 for determining the concentration of CO,, and a
JUM 109A hydrocarbon analyzer for determining the concentrations of total
hydrocarbons and CHs. The sample gas for both sets of analyzers were drawn
through separate circuits including a heated line followed by a gas conditioner for
particulate and moisture removal. The gas sample for the hydrocarbon analyzer
was bypassed around the conditioner.

All static pressure locations are connected to U-tube manometers and pressure
transducers. Thermocouple, pressure transducer and gas analyzer outputs are
monitored and recorded every 60 seconds by a data acquisition system.

PROCEDURE
The following samples were provided by JCI/Upcycle Associates LLC for the test
program:




> Dredge Filter Cake:  Lab #200914 8,000 Ib.
> Shale Fines: A Lab #200925 4,600 Ib.

The 8,000 pounds of dredge filter cake collected from the Stratus Petroleum site
in Newark, New Jersey were received in twenty 55-gallon drums on 05Sep00. A
5 gallon composite sample was collected from the twenty drums and submitted
for physical (particle size distribution, moisture and bulk density), chemical
(complete oxide analysis, organic carbon, sulfide sulfur and chlorides) and lab
emission analyses. The 4,600 pounds of shale collected from the Lehigh
Portland Cement lightweight aggregate facility located in Woodsboro, Maryland
were received in eight 55-gallon drums on 18Sep00. A grab sample of the shale
was subjected to the same analyses specified for the dredge sample. The
results of these analyses are included in the Phase 1 laboratory test report in the
Appendix. Approximately 1,500 pounds of the dredge filter cake were utilized to
support the Phase 1 laboratory work and kiln shakedown testing performed in
Oct00.

Hammermill Dryer Operation — 28Feb01: v :

The unit was cleaned on 27Feb immediately followed by drying and milling of the
4,600 pounds of shale fines. The FFE Minerals gas analysis equipment was
setup and operation checked during this operation. FAC arrived on site at
approximately 1500 hr and proceeded to setup for sampling at the mill baghouse
outlet location. | |

The air heater on the mill system was ignited at 0620 hr on 28Feb and the
system was preheated using a total airflow of 1000 scfm. During this preheat
period, the FFE Minerals analyzers were calibrated and placed on line. The table
feeder was turned on at 0810 hr and set to deliver 500 Ib/hr of dredge filter cake
to the mill. In addition, the recycle feed screw was turned on at 0812 hr and set
to deliver 250 Io/hr of dry product to the pug mill. This dry product was prepared
on 27Feb01. '

Following the start of the feeders, the mili inlet gas temperature was adjusted to
maintain a temperature of 80-90°C at the mill exit. Adjustments to the inlet -
temperature were made more or less continuously throughout the remainder of
the mill operation. The dry recycle rate was increased to 350 lb/hr at 0828 hr to
improve the flow properties of the material entering the mill. '

The feed systems were stopped at 0900 hr due to a broken valve on the
baghouse discharge cone. This was replaced and then the feeders were
restarted at 1011 hr. Feed stoppages were required at 1040 hr due to a
compressor outage and at 1115 hr due to a blockage at the mill inlet. Problems
with blockages at the mill inlet continued until 1350 hr.

An increase in the dry recycle rate to 500 Ib/hr improved material flow in the mill.
Stable operation was maintained until 1708 hr. At this time, a loss of dry recycle



flow allowed wet filter cake to enter the mill. This stopped the mill rotor. The mill
was cleared and the system restarted at 1743 hr. Several adjustments were
made to the bumer at this time to eliminate the high levels of CO emitted earlier
in the day.

FAC completed gas sampling at 2130 hr. The airflow and feed rate to the mill
were increased in order to maximize capacity. The mill system was shutdown at
2245 hr after all dredge material was processed. No deposits were found when
the system was shutdown and later inspected.

Pilot Rotary Kiln System Operation:

The 1’ x 15’ pilot rotary kiln system and instrumentation were setup as described
in the Equipment section of this report. Flow rates, material weights,
temperatures, pressures and emission concentrations were determined using
calibrated instrumentation. Weight, temperature, pressure and gas analysis data
were recorded in 60 second increments using the data acquisition equipment. A
log was maintained to record observations and system adjustments made during
pilot testing. System startup and sampling were performed as described in the
Project Outline included in the Appendix. '

Phase 1: 0807 hr — 0750 hr, 13-14Mar01
Objective: Determine the kiln operating conditions required to produce a
lightweight aggregate product with a bulk density in the range of 35-40
Ib/cf, and then stabilize kiln and afterburner operation.

The kiln system was started at 0040 hr following the procedure detailed in the
Project Outline (see Appendix). The system was preheated for a period of
approximately six hours while flow adjustments were made and the gas
analyzers were calibrated. Oxygen was injected into the firing hood to maintain
an acceptable oxygen concentration (>8%) at the kiln exit. The belt feeder was
started at 0807 hr and set to deliver 40 Ib/hr of feed pellets to the process.

The maximum kiln temperature was gradually increased while the product was
inspected for signs of bloating. A small degree of bloating was observed at 0908
hr. A product with a bulk density of 30 Ib/cf was produced at 0949 hr using a
temperature of 1140°C. The target temperature was reduced to 1130-1 135°C in
an attempt to minimize the agglomeration that began to occur at 1140°C.

An upset in the kiln temperature profile was accompanied by balling and ringing
beginning at 1120 hr. A number of temperature adjustments made over the next
two hours were not successful in reducing agglomeration while maintaining the
target product density of 35 Ib/cf. Airflow adjustments were made to the burner to
obtain a tighter, more radiant flame. These adjustments were successful in
reducing the degree of ringing in the kiln. The product density at this time was
approximately 40 Ib/cf. o



Shell cooling fans were added at 1708 hr. This was done in an attempt to reduce
the lining hot face temperature and reduce ringing. Some improvement was
noted after the addition of three cooling fans.

The kiln speed was increased to 1.5 rpm at 1911 hr. However, before the effect
of this change could be realized, the bucket elevator belt failed. The kiln was
-idled at temperature while repairs were made. The elevator was repaired at
0122 hr on 14Mar and the feed system restarted.

The ringing observed previously continued after the kiln restart. The kiln speed
was reduced to 1.2 rpm at 0740 hr as the higher speed did not indicate any
improvement. The speed was later increased to 1.8 rpm (0940 hr), and this
speed was maintained until the conclusion of the test program. The process

flows were stable in preparation for the start of emission testing by FAC at 0750
hr.

Phase 2: 0750 hr — 0545 hr, 14-16Mar01
Obijective: Maintain stable kiln system operation and perform material and
.gas sampling as specified in the Test Program document.

At 0955 hr it was observed that the kiln airflow had decreased. An adjustment
was made at this time to obtain the desired air flow rate. FAC was notified of this
adjustment, and it was agreed that it did not effect the tests in progress.

The feed pellets were screened to remove minus %” fines beginning at 1410 hr.
This was performed in an attempt to reduce the fines loading in the hot zone and
the potential for ringing. Some improvement was observed.

Minor adjustments to the hot zone temperature were made to control product
density during the program. In addition, minor adjustments were made
periodically to the feed belt speed to maintain a feed rate of 40 Ib/hr. No
significant modifications were made until the conclusion of emission testing
performed by FAC.

All power to the kiln 110v power supply circuit was lost at 1727 hr. This
effectively shutdown all emission tests in progress and stopped the feed system.
All tests in progress at the time were continued at 1812 hr when the feed system
was re-started. FAC completed all testing by 0545 hr on 16Mar.

Phase 3: 0545 hr — 0300 hr, 16-17Mar01
Objective: Maximize kiln production and process all remaining feed
pellets. Adjust conditions as required to produce a lightweight aggregate
product with a bulk density in the range of 35-40 Ib/cf, and then stabilize
kiln and afterburner operation.
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The feed rate was increased to 60 Ib/hr at 0607 hr. A further increase to 70 Ib/hr

was made at 0803 hr. The increased rate led to a cooler failure at 1546 hr. After

this point, all product was discharged from the kiln directly into containers. A

maximum feed rate of 85 Ib/hr was established by 1947 hr and maintained until

all feed was processed at 0203 hr on 17Mar. A stable kiln temperature profile

was maintained while the kiln load was discharged while the off gas stream was «
monitored for carbon monoxide and sulfur dioxide. These values stabilized at

0400 hr to indicate the baseline emission levels from the bumer only.

The kiln was shutdown at 0402 hr. The scrubber inventory was drained and all
samples were, weighed.

RESULTS & DISCUSSION

This test program was performed to demonstrate the feasibility of producing
lightweight aggregate from harbor sediment in accordance with the procedures
outlined in the following document submitted by FFE Minerals to JCI/Upcycle
Associates LLC on 28Mar01: “Test Program for the Sediment Decontamination
Project”, Revision 004. This document is included in the Appendix of this report.
Tables 1 and 2 in this document outline solids and gas sample analyses and
methods applied during this program.

A laboratory study was performed in Oct00 using the dewatered filter cake solids
prepared by JCI/Upcycle Associates and supplied to FFE Minerals in Sep00.
The study successfully demonstrated the production of a lightweight aggregate
from a feedstock containing 70-100% dredge filter cake (dry basis) without the
addition of organic bloating enhancing agents. As bloating agents were not
required in the lightweight aggregate process, the analyses of bloating agents as
specified in Table 1 of the Test Program document were not performed.

Upon considering a number of process, economic and market factors, a feed mix
containing 70% dredge filter cake and 30% ground shale fines (dry basis) was

“recommended for the pilot rotary kiln study to support the production of a high-
quality lightweight aggregate with properties satisfying all applicable ASTM
specifications. The following test report was prepared for JC!/Upcycle covering
the Phase 1 laboratory study: “Laboratory Evaluation of Lightweight Aggregate
Production from Dredge Filter Cake (Phase 1-Laboratory Study)”, Oct00. A copy
of this report is included in the Appendix.

The laboratory test report includes moisture, bulk density, particle size
distribution and complete chemical oxide analyses of the “as received” dredge
filter cake and shale fines (Tables 1, 2 and 3, and Figure 10). The shale fines
were also analyzed for total organic carbon and halogens, and these results are
included in FAC's report.

The “as received” dredge filter cake and shale fines were separately dried and
ground to minus 100 mesh using an air-swept hammermill dryer system. This
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drying/sizing operation was required to produce fine, free-flowing materials that
could then be homogenized and extruded. The Equipment section of this report
includes a description of the pilot hammermill dryer circuit. A full page schematic
of the hammermill dryer system is included in Figure 31 in the Appendix.

A total of 4,587 pounds of shale fines containing 8.05% free moisture were
ground in the hammermill system to produce 3,986 pounds of shale with a
moisture level of 0.51%. The shale product from the hammermill system was
97.5% passing 100 mesh (150 microns) with a bulk density of 42.8 Ib/cf. See
Table 9 in the Appendix for a material balance covering shale processing in the
mill system and Figure 8 in the Appendix for a complete laser particle size
distribution of the ground shale.

The “as received” dredge filter cake (6,504 pounds, 80.8 Ib/cf) with a free
moisture level of 57% was dried to produce 2,497 pounds of free-flowing material
with a moisture level of 4.43% (bulk density=36.5 Ib/cf). Due to the sticky nature
of the “as received” filter cake, mill product collected from the baghouse was
mixed into the filter cake to obtain a material consistency suitable for the mill
operation. A recycle rate equivalent to about 100% of the dredge filter cake feed
rate was required to produce a free flowing mix (BD=56.7 Ib/cf, 25-30% free
moisture) that did not promote buildup in the mill. Higher mix moisture levels
utilized early in the test resulted in mill inlet chute plugging. The use of product
recycle would be recommended for the commercial mill system to limit the
potential for material flow and coating problems.

Table 10 in the Appendix includes a material balance for the dredge filter cake
drying operation. The dry balance differential is associated with material losses
in the feed circuit, baghouse and during handling. Figure 9 in the Appendix
includes a complete laser particle size distribution for the dried dredge filter cake
(98.1% passing 100 mesh). '

The target hammermill operating conditions for drying the dredge filter cake were
as follows: 1000 scfm air input, 500 Ib/hr dredge filter cake feed rate and 80-90°C
mill outlet gas temperature. The mill outlet temperature was controlled by
adjusting the inlet gas temperature. Previous work has shown that operation with
a mill outlet temperature of 80-90°C will minimize the potential for carbon
monoxide and hydrocarbon emissions from dredge material. Table 11 in the
Appendix includes a summary of operating data recorded during the drying of the
dredge filter cake, and includes data recorded during milling of the shale fines.
Figure 10 includes complete temperature and pressure profiles for the period of
dredge filter cake drying. See Table 12 in the Appendix for an operating log.

The hammermill off gas was analyzed at the baghouse exit location as specified
in Table 2 of the Test Program document. A final arrangement was made with
FAC where FAC would determine and report the emission of SO, NOx, CO, O,
CO and total hydrocarbons. FFE Minerals continued to analyze for SOz, NOy,
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CO,, Oy, and CO on a continuous basis for the sole purpose of developing an
emission profile for the duration of the mill operation (see Figure 11 in the
Appendix). The data collected by FFE Minerals is not utilized to determine
emission rates from the hammemmill dryer process.

The FFE Minerals emission profile shows a high CO concentration in the mill off
gas up to 1750 hr, at which time the CO concentration was reduced from an
average of approximately 100 ppm to <10 ppm. This reduction was obtained by
adjusting air distribution to the air heater burner to improve combustion
conditions in the primary burning zone - no other process adjustments were
performed. Based on this observation, the first set of emission tests performed
by FAC prior to 1750 hr is not representative of the total emissions from the
process in terms of CO, VOC and NO, emissions. The second set of emission
data is considered representative of the emission rates of these components
from the hammermill process.

The hammermill dryer flow rate and composition data was collected by FAC and
is included in their report. Utilizing the second set of data from the period of
1826-2126 hr, 28Feb, the following emission rates are calculated per ton of
dredge filter cake processed and per ton of lightweight aggregate to be
produced:

Table 1: Emission Rates - Hammermill Dryer System

b/hr |b/st dredge Ib/st LWA
S02 <0.01 <0.036 <0.067
NOx 5.00E-02 1.82E-01 3.33E-01
CO 6.00E-02 2.18E-01 4.00E-01
VOC 3.00E-02 1.09E-01 2.00E-01
PCDD/PCDF (TEQ) 1.13E-12 4.11E-12 7.53E-12
Particulate 1.40E-01 5.09E-01 9.33E-01
' Hg <1.5E-06] <5.45E-06] '<1.00E-05

The emission rates calculated above are based on a dredged filter cake feed rate
of 0.275 stph, a corresponding lightweight aggregate production rate of 0.150
stph. The factor utilized to determine corresponding aggregate production is
described later in this report. It should be noted that the commercial hammermill
dryer process will utilize waste heat from the kiln and afterburner circuit and,
therefore, will not contribute to final NOy emissions. A portion of the CO and
VOC emissions from the hammermill dryer process may have been contributed
by the burner and therefore overstate estimated annual emissions.

The high particulate emissions from the drying process (0.013 gr/dscf — 98%
collection efficiency) are attributed to the condition of the filter bags in the pilot
baghouse. A commercial baghouse would typically provide a particulate
collection efficiency of >99.9%.
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A pelletized feed was produced for the rotary kiln system using an extrusion
process. The feed pellet preparation included (1) blending dried dredge filter
cake and shale using the ratio determined from the laboratory study, (2) adding
water to increase the blend moisture level to approximately 15%, (3) extruding
the blend to produce %" diameter x 1-2” long pellets, (4) and then passing the
pellets through the extruder a second time to maximize green strength. A total of
4,119 pounds of pellets were produced demonstrating acceptable green strength.
The use of an extruder for pellet formation is recommended for the commercial
system.

The rotary kiln program was performed during the period of 13-17Mar01. Total
lightweight aggregate production during the program amounted to 3,084 pounds.
Process adjustments were performed primarily on 13Mar in an attempt to
produce a lightweight aggregate with a bulk density in the target range of 35-40
Ib/cf. Minor adjustments were completed the moming of 14Mar, and then stable
operating and flow conditions were maintained until the conclusion of emission
testing by FAC personnel at 0545 hr on 16Mar. Kiln capacity was then increased
and the processing of all feed pellets completed by 0300 hr on 17Mar.

A Project Outline describing kiln startup, operation, data collection and sampling
procedures is included in the Appendix. Copies of the operating log are included
in Table 13 - Table 21 in the Appendix. The Equipment section of this report
includes a description of the pilot rotary kiln system. A full page schematic of the
rotary kiln system is included in Figure 32 in the Appendix.

Average kiln operating conditions utilized during the period of gas sampling
performed by FAC (Phase 2) are included in Table 5-Table 6. These conditions
supported the production of a lightweight aggregate product with an average bulk
density of 37.95 Ib/cf. The overall average product bulk density level for the
program was 37.59 Ib/cf. See Table 22 - Table 24 in the Appendix for bulk
density data. Minor ringing and agglomeration were observed throughout the
program, and are attributed to the small size of the kiln burning zone and the
generation of hot spots. Attempts to reduce the bulk density to <35 Ib/cf during
Phase 1 via temperature and material residence time adjustments were
accompanied by increased ringing and agglomeration.

Graphs of the kiln system temperature, pressure and emission profiles (kiln exit
and scrubber exit locations) for 15Mar are included in Figure 3-Figure 6. Similar
graphs for remaining test days are included in Figure 12-Figure 27 in the
Appendix. See Table 25 - Table 40 in the Appendix for all kiln operating data
recorded by operating personnel during the program. The emission profiles were
generated using data collected by FFE Minerals personnel. This data is not
utilized for emission rate calculations. All emission rate calculations are
performed utilizing emission data collected by FAC.
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A complete material balance covering the rotary kiln operation is included in
Table 7. The balance differential on a loss-free basis is —1.90%. The following
production balance is derived from the material balance after accounting for the
loss-free differential: processing 1 short ton feed pellets = 0.7631 short ton
lightweight aggregate product + 0.0026 short ton ceramic filter fines + 0.2343
short ton losses (water + chemical losses).

Based on the kiln system material balance, it is estimated that one short ton of
dredge material filter cake containing 57% moisture will yield 0.546 st lightweight
aggregate. This correlation was determined by placing one short ton of dredge
material filter cake on a dry basis (0.43 st dry dredge), adding 30% shale to
produce 0.614 st dry mix, extruding the mix with 14.3% moisture to produce
0.716 st of feed pellets, and then applying the pilot kiln production balance to
obtain a lightweight aggregate quantity of 0.546 st.

Physical and chemical analysis of composite feed, kiln product, ceramic filter
fines, fuel oil, scrubber liquor and scrubber water samples were performed by
FFE Minerals and York Analytical Laboratories as per requirements stated in the
Test Program document, Table 1. Individual samples collected by FFE Minerals
during the period of emission testing as performed by FAC were supplied to York
Analytical Laboratories who, in turn, prepared composite samples representing '
the following time periods: ‘

1. 0800-0730 hr, 14-15Mar
2. 0800-0600 hr, 15-16Mar
3. 0800-0600 hr, 14-16Mar

Portions of these composite samples were returned to FFE Minerals to facilitate
specified analyses FFE Minerals’ laboratories. Analyses performed by York
Analytical for FAC are included in FAC’s report.

Physical analyses, including moisture, bulk density and free moisture data,
performed by FFE Minerals on the feed pellets are included in Table 41 - Table
43 in the Appendix. In general, the feed pellets are characterized as follows:
14% free moisture, 70 Ib/cf bulk density and 3" x 3/8” particle size range.
Chemical analyses performed on the feed pellets are included in Table 44 -
Table 46 in the Appendix.

Physical and chemical analyses of the kiln product samples performed by FFE
Minerals are included in Table 47 - Table 52 in the Appendix. The product
particle size was generally 3” x %” with a bulk density of 40 Ib/cf. In addition to
the analyses reported in Table 47 - Table 52, the product samples were analyzed
to determined crushing strength and moisture absorption by FFE Minerals.
Results of these tests are as follows:
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1) Kiln Product, 0800-0730 hr, 14-15Mar:
a) >210 Ib average crushing strength
b) 10.31% moisture absorption

2) Kiln Product, 0800-0600 hr, 15-16Mar:
a) >219 Ib average crushing strength
b) 10.79% moisture absorption

3) Kiln Product, 0800-0600 hr, 14-16Mar:
a) >213 Ib average crushing strength
b) 10.43% moisture absorption

The results stated above are considered very good in terms of crushing strength.
The crushing strength values exceed many commercial lightweight aggregates
currently on the market. The moisture absorption levels are below the generally
accepted maximum level of 15-20%.

A sample of kiln product was crushed and sized (vibrating screen and jaw
crusher circuit) to obtain a gradation meeting ASTM'’s specificaticns for a %" X
No. 4 structural lightweight aggregate. This sample was sent to SOR Testing
Laboratories in Cedar Grove, New Jersey for aggregate analyses as specified in
ASTM C330 for structural lightweight aggregate. Results obtained by SOR are
included in the report in the Appendix. This report indicates that the kiln product
met all requirements of ASTM C330 except for the specification for gradation.
The failure of the gradation to meet ASTM specifications is a function of how the
aggregate was prepared by FFE Minerals. A commercial crusher (i.e. cone
crusher) designed to produce a %” x No. 4 aggregate will ensure compliance with
ASTM gradation specifications. ‘

Physical and chemical analyses of the ceramic filter fines samples are included
in Figure 28 - Figure 30 and Table 53 - Table 55 in the Appendix. The particle
size of the ceramic filter fines was generally 100% passing 150 microns with a
bulk density of 22 Ib/cf.

A sample of the fuel oil supply used for the kiln burner was analyzed by FFE
Minerals for density, ultimate analysis, chlorine, fluorine and gross heat value.
These results are included in Table 56 in the Appendix. A net or low heating
value of 18,414 Btu/lb (129,619 Btu/gal) is calculated using the gross heat value
and hydrogen content.

Three scrubber liquor samples were analyzed by FFE Minerals to determine the
concentration of total sulfur. Results are included in Table 57 - Table 59 in the
Appendix. A total scrubber liquor inventory of 745.8 pounds was collected at the
end of the program, and 3,356 pounds of water were added to the scrubber
during the period of 0800-0500 hr, 14-16Mar corresponding to the scrubber
samples analyzed.
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A heat balance (see Table 8) was performed around the rotary kiln using
operating data and measured shell temperatures collected at 0835 hr on 15May,
and measured gas flow rates and compositions determined by FAC. A
comparison of total heat in to total heat out indicates an imbalance of —1.2%. A
summary of the heat load distribution includes: Shell heat fiux=70.92%, off gas
stream =19.53%, product stream =5.47%, fines stream =0.01% and reactions
=4.07%. The reactions in the heat balance due not account for minor
components such as sulfide oxidation or alkali volatilization.

The specific fuel consumption for the pilot rotary kiln was 15.58 MMBtu/st of
product. This is considerably greater than the expected commercial kiln specific
fuel consumption of 2 MMBtu/st due to a low material loading (3.2% of kiln
volume vs 10-15%), high air/solids ratio (6.6 vs 1-2) and high shell heat flux (71%
vs 5-10%) in the pilot kiln. The higher firing rate in the pilot system must be
considered when estimating the emission of NO, from the commercial process.

~ The NOy emission data from a commercial lightweight aggregate rotary kiln
process with an allowance for NO, contribution from the afterburner should be
used. '

Table 2 provides a summary of emissions across the kiln system’s air pollution
control circuit:

Table 2: Emission Summary - Rotary Kiln System

Kiln Exit Scrubber Exit
Emissions Emissions Reduction
ib/hr Ib/hr %
S02 2.10E-01 9.33E-04 99.56%
NOXx 1.80E-01 1.99E-01 -10.56%
CcO 2.50E-01 2.07E-02 91.72%
: VOC 1.40E-02 2.99E-03 78.64%
Total Particulate 1.80E-01 1.42E-02f - 92.11%
Hag 4.46E-05 1.71E-05 61.66%
PCB's 4.04E-06 5.23E-08 98.71%
PCDD+PCDF (TEQ) 5.34E-09 3.24E-11 99.39%
HCI 1.79E-01 6.44E-05 99.96%
cr® 2 77E-06 3.94E-07 85.78%

The reduction values refer to the change in contaminant levels across the kiln
system air pollution control equipment. The pollution control circuit was
comprised of a high temperature afterburner, particulate collection filter with
ceramic elements and caustic wet scrubber. As the reduction values suggest,
the process including the pollution control circuit was generally very effective at
reducing pollutant levels. Higher reduction levels would be expected in the
commercial process due to improved APC performance.

17



Table 3 provides a comparison of emissions from the pilot rotary kiln system
to those reported from existing commercial operating lightweight aggregate
plants (an average of 3 facilities):

Table 3: Emission Projections

Pilot Kiln | Hammermill Total Pilot Typical

System Dryer System Commercial

Emissions | Emissions | Emissions Emissions

Ib/ton LWA{ Ib/ton LWA Ib/ton LWA Ib/ton LWA
SQ2] 5.71E-02 <6.70E-02 <9.41E-02 4.40E+00
NOx| 1.22E+01 3.33E-01 1.22E+01 2.26E+00
COl 1.27E+00 4.00E-01 1.67E+00 9.00E-01
VOC 1.83E-01 <2.00E-01 <3.83E-01 7.00E-02
bl Particulate] - 8.70E-01 '9.33E-01 1.80E+00 7.90E-01
Hal 1.05E-08 <1.00E-05 <1.06E-03 n/a
PCB'sl _3.20E-06 n/a 3.20E-06 n/a
CDD+PCDF]  1.98E-09 2.47E-10 2.23E-09 n/a
HCI| <3.94E-03 n/a <3.94E-03 1,46E-02
cr'l <2.41E-05 n/al _ <2.41E-05 n/a

The projected commercial emission data in Table 3 includes contributions of SOy,
CO, VOC, total particulate, Hg and PCDD/PCDF from the hammermill dryer
process. NO, generated in the dryer system is excluded because the
commercial dryer will use waste heat from the afterburner. Given the lower
specific fuel consumption of the dredge-to-lightweight aggregate process
(significantly lower NOy formation) and better performance of commercial scale
APC equipment (lower particulate, CO and VOC emissions), the emission levels
from the commercial dredge-to-lightweight aggregate process are expected to be
comparable to or lower than typical emission levels from conventional
commercial lightweight aggregate kiln systems.

A sulfur balance was performed for the rotary kiln process and is included in
Table 60 in the Appendix. The sulfur output distribution is as follows: kiln product
= 77.32%, fines = 1.51%, scrubber effluent = 20.95% and off gas = 0.22%.

A schematic of the proposed commercial process configuration is included in
Figure 7. The dredge filter cake and shale fines are metered into a mixing device
to produce a homogenous feed for the dryer system. The mixed material enters
a hammermill dryer system where it is dried to a moisture level of 5-10% and all
agglomerates, coarse sand and aggregates are ground to minus 100 mesh. This
dried, ground material is collected using a cyclone collector and a baghouse
collector. A portion of this dried material is returned to the dryer feed mixer in
order to reduce the moisture level in the dryer feed and improve flow properties
of the material entering the hammermill.
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The dried, ground material is directed to an extrusion circuit for pellet formation.
The dried material is mixed with water (may be water from the dredge dewatering
circuit — not shown) to obtain a mix moisture level of 15%. This moisture level is
required to enable the production of strong pellets in the extruder. The wet mix is
extruded to form cylindrical pellets, which are directed to the kiln feed bin or
stockpiled for future processing.

The extruded pellets are fed to a conventional lightweight aggregate rotary kiln
system. They pass through a preheat zone comprised of lifters and dams, and
then expanded in the firing zone to produce lightweight aggregate. The
aggregate is discharged from the kiln into a cooling device, which recovers heat
for the kiln and significantly reduces the specific fuel consumption for the
process. A portion of the preheated air may be directed to the afterbumer to
maximize afterburner efficiency. The cooled aggregate is crushed and screened
to produce the target gradations, stockpiled and then delivered to market.

The kiln off gas is directed to the high temperature afterburner. Fuel and air are
added to the afterburner to raise the gas temperature to about 900°C for CO and
VOGC destruction. The hot afterburner off gas is utilized in the hammermill dryer
to support the drying heat load, filtered in the main baghouse and then directed
to a scrubbing circuit for final pollutant removal.

The system is designed to enable kiln operation while the dryer is idle and,
likewise, enable dryer operation when the kiln is idle. When the dryer is idle, the
afterburner off gas is directed to a quench chamber where water is added to
reduce the gas temperature to a level that is suitable for handling in the
baghouse/scrubber circuit. When the kiln is idle, all heat for drying is supplied
using the afterburner only. '

The following table includes estimated production costs for a conventional
lightweight aggregate facility:

Table 4: Estimated Production Costs for Lightweight Aggregate (USS$)

Plant A Plant B Average of
Several Plants
Labor 3.25 4.80 4.05
Fuel 2.50 3.30 2.80
Power 0.75 0.88 0.85
Other 0.50 1.00 0.80
Total 7.00 9.98 8.50
Maintenance 1.08 1.20 1.10
Total 8.08 11.18 9.60
Overhead 1.00 1.60 1.30
Depreciation 1.15 3.00 2.00
Total / cu yd LWA . 10.23 15.78 12.90
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However, it should be noted that the fuel costs for a dredge-to-LWA facility would
be 2x the above values due to the inclusion of an afterburner to the process. So
the fuel cost would be 6.60 and the overall cost per cubic yard of LWA would be
$ 19.08.

The cost for a “greenfield” plant designed to process 500,000 stpy of dredge
material into lightweight aggregate is approximately $30MM.: However, by
utilizing used equipment or developing a dredge processing plant at some
existing facility that has a rotary kiln, this price could be dramatically reduced.

Since the early 1960’s FFE Minerals has performed pilot kiln tests and laboratory
tests on potential raw materials. FFE Minerals has performed testing on the raw
materials of all of the current 27 operating LWA plants in North America. Based
on that experience, we have determined that this process could be
commercialized from a process and aggregate quality standpoint.
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Table 5: Average Kiln Operating Data-Part 1

DATE I 13-14Mar | 14-16Mar | 16-17Mar
PHASE | 1. | 2 | 3
TIME foso7-0750nrf0750-0545nrJ0545-0300hr
TEMPERATURE (°C):
COOLER PLENUM 58 87 n/a
COOLER AIR OUT 269 . 345 n/a
COOLER DISCHARGE 47 59 n/a
KILN #1 1089 1062 1049
KILN #2 1019 995 976
KILN #3 866 839 810
KILN #4 701 668 635
KILN #5 565 530 490
KILN #6 485 452 411
KILN EXIT 461 437 414]
KILN EXIT SAMPLE DUCT 385 353 339
AFTERBURNER INLET 267 249 238
AFTERBURNER OUTLET 915 912 915
FILTER INLET 239 237 217
FILTER OUTLET 155 147 143
SCRUBBER QUTLET 45 45 44
HOT ZONE OPTICAL 1082 1077 n/a
PRESSURE ("WG):
COOLER PLENUM 4.1 1.5 n/a
COOLER FREEBOARD 0.0} 0.0 n/a
FIRING HOOD ' 0.0 0.0 0.0
FEED HOOD 0.0 0.0 0.0
AFTERBURNER INLET 0.0 0.0 0.0
AFTERBURNER OUTLET -0.1 -0.1 -0.2
FILTER INLET -0.6 -0.5 -0.8
FILTER OQOUTLET -3.0 -2.4 -3.0
TELEDYNE DATA (% DRY): ,
KILN EXIT %02 9.00%} 8.80% 8.67%
% COMB 0.38%} 1.53% 0.40%
AFTERBURNER OUTUJ% 02 4.83"/4 4.56% 4.45%
% COMB 0.21% 0.20% 0.19%
FILTER OUTLET % Q2 16.15%] 15.32% 14.33%
% COMB ] 0.20%} 0.30% 1.36%
MEASURED KILN INPUT:
PRIMARY (BURNER) AIR (SCFM): | 28.8] 29.9 30.8
SECONDARY (COOLER) AIR (SCFM):] 20.7] 12.3 13.1
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Table 6: Average Kiln Operating Data-Part 2

DATE 13-14Mar § 14-16Mar § 16-17Mar
PHASE 1 2 3 .

TIME 807-0750h®P750-0545hp545-0300hr
OXYGEN (SCFM): 5.6 6.0 6.7
TOTAL INPUT (SCFM): 55.1 48.2 50.6
FUEL OIL (GPH) 2.35 2.14 2.13
FUEL OIL (BTU/HR): 305,500 278,367 276,441

CALCULATED KILN EXIT FLOW::

LEAK AIR (SCFM): 0.5 0.0
TOTAL FLOW (SCFM): 59 .1 53.7
TOTAL FLOW (DSCFM): 52.4 47 .6
TOTAL FLOW (ACFM): 147.6 125.4
KILN EXIT GAS VELOCITY (FPS): 3.1 2.7
AFTERBURNER:
AIR (SCFM): 42.2 38.2
NATURAL GAS (SCFM): 3.6 4.4
NATURAL GAS (BTU/HR): 201,259 245,651
FILTER EXIT:
EXIT FLOW (SCFM): | EEET | 333.9
GAS SAMPLING DATA:
KILN EXIT
SO02 -ppm 273 461
NOx -ppm 432 528
CO -ppm 769 1593
CO2 -% 14.3 15.5
02-% 8.1 9.7
THC -ppm 26 26
CH4 - ppm 8 8
SCRUBBER EXIT
S0O2 -ppm 1 2
NOx -ppm 107 54
CO -ppm 0 0
CO2 -% 2.9 3.1
02-% 17.4 17.6
THC -ppm 6 1
CH4 - ppm 16 3
MISC DATA:
FEED RATE (LB/HR): 42.0 79.2
KILN SPEED (RPM): 1.6 1.8
MATERIAL RESIDENCE TIME (min): I 4J 37
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Table 7: Material Balance - Rotary Kiin Process

Feed Pellets @ 14.30% H20/10.48% LO!

TOTAL MATERIAL IN

41193 - 3160.3

Kiln Product @ 0% H2O/-0.22% LO 3083.8 . 3090.6
Filter Fines @ 0% H20/11.84% LOI 111 9.7
TOTAL MATERIAL OUT 3094.9 3100.3
Loss-free difference between material in and material out: -1.90%
Pilot Rotary Kiln System Production Balance:
76.31% Kiln Product
0.26% Filter Fines
23.43% H2O/Chermical Losses
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‘ Table 8: Heat Balance-Rotary Kiln

HEAT IN BTU/HR kcal/hr %
1 Primary Air: 136.9 Ib/hr 8.3 btu/lb 1,137 2861 0.40%
2 Secondar)'[ Air: 55.7 Ib/hr 170.5 btu/lb : 9,488 2,391 3.34%
3 Fuel Qil: 2.0 gph 129,619 btu/gal LHV 261,830 65,981 | 92.25%
4 Oxygen: 28.8 Ib/hr 6.7 btu/lb 194 491 0.07%
5 Feed Pellets: 45.0 Ib/r 8.6 btu/b 389 98| 0.14%
6 Feed Carbon (2%}): 0.8 ib/hr 14000.0 btulb 10,798 2,721 3.80%
TOTAL IN ) 283,837 71,527 | 100.0%
HEAT OUT BTU/HR | kcal/hr %

1 Radiation & Convection: 199,360 50,239 | 70.92%
Firing Hood: - 63,404 | - 15,978 | 22.55%
Rotary Shell: 108,576 | 27,361 | 38.62%
Feed Hood: 27,380 6,900 9.74%

2 Kiln Off Gas @ 810 °F
co2 53.3 Ib/hr x 172.8 btu/lb 9,207 2,320 3.28%
H20 24.2 Ib/hrx 373.1 btulb 9,015 2,272 3.21%
N2 169.8 Ib/hrx 194.1 btu/b 32,947 8,303 | 11.72%
. 3 Excess 02 @ 810 °F: 20.5 Ib/hrx 180.4 btu/lb 3,700 932 1.32%
4 Product @ ) 1933 °F: 33.7 Ib/hrx 456.2 btuflb 15,368 3,873) 5.47%
5 Ceramic Fiiter Fines @ 810 °F: 0.1 Ib/hrx 186.6 btu/lb 23 6| 0.01%
6 Feed Moisture Latent Heat: ’ 6.4 Ib/hrx 950.0 btu/tb 6,113 1,541 217%
7 Unrealized Heat from CO: 0.25 Ib/hr x 4,347 btu/lb 1,087 274 | 0.39%
8 Carbonate Calcination: 1.9 Ib/rx 840.0 btu/lb 1,634 412 0.58%
9 Bound Water: 2.2 lb/hrx 1,200.0 btu/b 2,670 673 | 0.95%
TOTAL OUT | 281,123 70,843 | 100.0%

-1.0% difference between the total heat in and the total heat out
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CONCLUSIONS & RECOMMENDATIONS:

1. A quality lightweight aggregate with an average bulk density of 37.6 Ib/cf
was produced using a conventional counter-current rotary kiln process.
Commercialization of this process is considered viable.

2. The lightweight aggregate product satisfied all requirements of ASTM
C330 for structural aggregate except for gradation. The problem with
gradation may be easily corrected via improved screening and crushing
methods. '

3. Pellets with acceptable green strength for the kiln process were produced
from a mix of dredge and shale using an extruder circuit.

4. The heated air-swept hammermill dryer system was effective for drying
and sizing the dredge filter cake. Mixing of dry product into the dredge filter
cake using a ratio of 1:1 was required to prevent sticking in the mill.

5. The emission of CO and VOC's from the hammermill circuit were very low
when operating with a mill off gas temperature of 80-90°C. ’ '
6. The total contaminant inputs to the pilot rotary kiln system with the feed
pellet stream were generally reduced by >90% as the result of thermal -
processing and the use of air pollution control equipment. The poliution
control circuit was comprised of a high temperature afterburner, particulate
collection filter with ceramic elements and caustic wet scrubber.

7. Emission and solids sampling as specified in the Test Program document
were successfully completed during the operation of the hammermill and
rotary kiln systems.

8. Since the early 1960’s FFE Minerals has performed pilot kiln tests and
laboratory tests on potential raw materials. FFE Minerals has performed
testing on the raw materials of all of the current 27 operating LWA plants in

~ North America. Based on that experience, we have determined that this
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process could be commercialized from a process and aggregate quality
standpoint. '
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1.0 Introduction

1.1  Summary of Test Program

11.1 General Information An air emissions testing program was conducted on
pilot-scale equipment for thermal processing of dredged materials for JCI/Upcycle
Associates, LLC (JCI). Testing was conducted at F. L. Smidth Inc.’s Research and
Development facility in Catasaqua, Pennsylvania. Testing was performed on February

28 and March 14-16, 2001 by Fuller Air Compliance (FAC) of Roanoke, Virginia.

F. L. Smidth, Inc. coordinated the test program, operated the thermal processing
equipment, and collected process samples. FAC (a division of F. L. Smidth) provided
the personnel for sampling of all stack emissions, and for the quality control and quality

assurance of sampling and analysis.

1.1.2 Objective The purpose of testing was to quantify air emissions from three
points within the thermal process facility: the outlet to the baghouse serving the
Hammermill grinder dryer, the inlet to the emissions control equipment serving the’
rotary kiln, and the outlet to the emissions control equipment serving the rotary kiln. A

description of the thermal process facility is provided in Section 2.

1.1.3 Test Program A summary of the test program, including pollutants sampled
and number and duration of each test run at each location is provided in Table 1-1.

Tables 1-2 A and B detail the process materials sampling.



Table 1-1: Test Program Overview for Air Emissions Sampling: JCl/Upcycle
Process . . No of .
Stream (s) Sampling Method(s) Poll‘utant(s) Sampled Analytical Method Runs Run Duration

EPA Method 6C" Sulfur Dioxide (80;) EPA Method 6C" 2 167.4 and
Hammermill 180 minutes™
Grinder Dryer EPA Method 7E® Nitrogen Oxides (NO,) EPA Method 7E™ 2
EPA Method 10" Carbon Monoxide (CO) EPA Method 10tV 2
EPA Method 25A Total Hydrocarbons (THC) | EPA Method 25A® 2
EPA Method 23 Dioxins/Furans EPA Method 8290® 2
EPA Method 5@ Particulate EPA Method 5™ 2 118 and 120
EPA Method 101A®@® Mercury EPA Method 101A®@ minutes”
Rotary Kiin Exit | EPA Method 6Ct" Sulfur Dioxide (SO,) EPA Method 6C(" 3 60 minutes
APC Inlet and 5
Outlet® - EPA Method 7E® Nitrogen Oxides (NO,) EPA Method 7E® 3 60 minutes
EPA Method 10" Carbon Monoxide (CO) EPA Method 10 3 60 minutes
EPA Method 25A1" Total Hydrocarbons (THC) | EPA Method 25A®" 3 60 minutes
EPA Method 5" Particulate EPA Method 5V 3 60 minutes
(New Jersey Method 1) (New Jersey Method 1)
EPA Method 202 Condensible Particulate EPA Method 202
EPA Method 23" Dioxins/Furans EPA Method 23 3 180 minutes
Semivolatile Organics EPA Method 8270
PCB's EPA Method 8082®
Modified EPA Method Total Chromatographable EPA Method 3 180 minutes
23" Semivolatile Organics 600/R36/036®
EPA Method 29 Multiple Metals EPA Method 29t 3 120 minutes
EPA Method 0030® Volatile Organics EPA Method 8260 3 40 minutes
EPA Method 0040® Volatile Organics EPA Method 18" 3 60 minutes
EPA Method 0050 Hydrogen Chioride (HCI) EPA Method 0050 3 120 minutes
Hydrogen Bromide (HBr) :
Hydrogen Fluoride (HF)
 Chlorine (Cly)
Ammonia (NH,)
EPA Method 0061® Hexavalent Chromium EPA Method 0061® 3 120 minutes
Notes:
(1) From 40 CFR 60, Appendix A.
2 From 40 CFR 61, Appendix B.
(3 EPA Methods S was performed in conjunction with EPA Method 101A using a combined sampling train (see discussion
Section 4.1.6)
(4) With the exception of EPA Methods 6C, 7E, 10, and 25A, the rotary kiln exit (scrubber inlet) and scrubber outlet were tested
simultaneously)
(5) From New Jersey Technical Manual 1004, Guidelines for Compliance Stack Emission Test Programs, July 2000
(6) From Test Methods for Evaluating Solid Waste, Physical/Chemical Methods (EPA SW-846).
U] The first sampling run at the hammermill baghouse outlet was abbreviated because of a process upset (see discussion
Section 3.2.1)

8) From EPA Methods for Chemical Analysis of Water and Wastes.




Table 1-2 A.
Process Materials Sampling Overview: JCl/Upcycle

4 : Number of
sampie " serploArayts | Somple | Sampis
P quency Analyzed ®
. . 1 per entire 2 samples:
Fuel Qil Eﬂgﬁ:g)s (Chlorine, Bromine, EPA Method 300.0™ test grab sample
program and duplicate
Metals (Excluding Mercury) EPA Method 6010B®
. - . .
Mercury EPA Method 7471 1 per entire 2 samples:
Shale Halogens (Chlorine, Bromine test gr?jbdsarpplf
. , ) and duplicate
Fluorine) EPA Method 300.0 program
Total Organic Carbon See Section 4.2.2.11
‘Metals (Excluding Mercury) EPA Method 6010B@
Mercury EPA Method 7471@
Halogens (Chlorine, Bromine, EPA M )
; ethod 300.0
Fluorine) . 4 samples:
PCDD/PCDF . EPA Method 8290@ .
1) composite of
Herbicides EPA Method 8150? first test day
Feed - EPA Methods 3550B%@ . 2) composite of
Pellets Pesticides and 8081@ 60 min second test day
EPA Methods 3550B%® 3 i
PCBs ) composite of
- and 8082% samples 1 and 2
Volatile Organic Compounds EPA Method 8260@ 4) duplicate of 2
Semivolatile Organic Compounds | EPA Method 8270
TCLP Volatiles EPA Method 8260?
TCLP Semivolatiles EPA Method 8270%®
Metals (Excluding Mercury) EPA Method 6010B®@
Mercury EPA Method 7471@
Total Organic Carbon See Section 4.2.2.11
PCDD/PCDF EPA Method 8290% 3 samples:
Ceramic besticides EPA Methods 35508 first test day
: 2 :
glelatﬁ:rh and 8081 180 min 2) composite of
PCB EPA Methods 35508 second test day
s and 8082@ _
3) composite of
Volatile Organic Compounds EPA Method 8260%® samples 1 and 2
Semivolatile Organic Compounds | EPA Method 8270%

TCLP Volatiles

EPA Method 8260?

TCLP Semivolatiles

EPA Method 8270%
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Table 1-2 B.
Process Materials Sampling Overview: JCl/Upcycie
. . Number of
Sample Sample Analysis Sample .
Analyte(s) Samples
Type Method Frequency Analyzed ®
Metals (Excluding Mercury) 'EPA Method 6010B@
Mercury EPA Method 7471%
Halogens (Chlorine, Brom ine, , 0
Fluorine) EPA Method 300.0
PCDD/PCDF EPA Method 82901
Herbicides EPA Method 8150
.. EPA Method -
Pesticides 35508("’6’ aﬁ d58081(2) 3 samples:
1) composite of
EPA Methods
PCBs 3550B@ and 8082 first test day
Aggregate . ; } @ : 2) composite of
Product Volatile Organic Compounds EPA Method 8260 30 min second test day
-Semivolatile Organic .
EPA Method 8270@ 3) composite of
| Compounds samples 1 and 2
; 2)
TCLP Volatiles EPA Method 8260 4) duplicate of 2
TCLP Semivolatiles EPA Method 8270%
TCLP Metals (Excluding EPA Method 601082
Mercury)
' TCLP Mercury EPA Method 7471®@
MEP Metals (Excluding EPA Method 6010B@
Mercury)
MEP Mercury EPA Method 74712
S Metals (Excluding Mercury) EPA Method 6010B@ - ‘
Scrubber ‘ ‘ 1 per 2 samples:
Makeup Mercury EPA Method 7471% | entire test grab sample
Water rogram and duplicate
Total Halogens EPA Method 300.00 | P9 P
Metals (Excluding Mercury) | EPA Method 6010B® 4 grab
samples at:
Scrubber (2) ) 1) test beginning
Liquor ‘Mercury EPA Method 7471 240 min 2) test midpoint
0 3) test end
Total Halogens EPA Method 300.0 4) duplicate of 3

MErom EPA Methods for Chemical Analysis of Water and Wastes.
®From EPA Test Methods for Evaluating Solid W aste, Physical/Chemical Methods (EPA SW -846).
®Detailed break down of sample collection and analy ses is presented in Section 4.3.2.1.




All testing on the Hammermill grinder dryer was conducted February 28, 2001. The rotary
kiln was tested March 14-16, 2001. With the exception of the gaseous pollutant testing for
S0,, NO,, CO and THC, each test run was accompanied by simultaneous measurement bf
average temperature, moisture content, molecular weight, velocity, and volumetric flow rate
of the flue gas. The SO,, NO,, CO and THC testing was conducted concurrently with
volumetric flowrate measurements to fac.ilitate calculation of mass emission rates. At the
rotary kiln, and also with the exception of the testing for SO,, NO,, CO and THC, test runs
were cdnducted simultaneously at the inlet and outlet to the pollution control systéms. In_let
and outlet SO,, NO,, CO and THC testing was conducted separately, but on the same test

day.

1.2 Key Personnel The following personnel participated in the test program:

Name Affiliation Position Telephone No.
Jay Derman, PE JCl/Upcycle Overall Project Manager (518) 463-0905
Bill Lindquist F. L. Smidth, Inc. Manager-R & D (610) 266-5042
Mike Prokesch F. L. Smidth, Inc. Senior Project Engineer (610) 266-5039
Art Nunn FAC Vice President (540) 639-7536 ‘
Andy Hetz FAC - Manager - Field Testing (540) 639-8768
Tony Underwood FAC Project Manager . . - (540) 265-1987
Jeff Poiron FAC : Quality Assurance Coordinator  (215) 364-8940
Dave Vecellio FAC Assistant Project Manager (540) 265-1987
Rusty Caton FAC Field Technician (540) 265-1987
Frank Craighead FAC Field Technician (540) 265-1987
Charlie Garner FAC Field Technician (540) 265-1987
Paul Rice FAC | Field Technician (215) 364-8940
Jason Young FAC Field Technician (215) 364-8940
James McKenna Fuller Bulk Handling Field Technician (610) 264-6469
Jeremy McKenna FAC EPA Observer (540) 265-1987
Huan Feng Montclair State Univ. EPA Observer (631) 344-4588
Keith Jones BNL* Program Manager . (631) 344-4588
Eric Stern USEPA Project Manager (212) 637-3806
Scott Douglas NJMR Maritime Specialist (609) 984-8564
Lisa Baron NJMR (609) 984-8564




2.0 Plantand Sampling Location Descriptions

2.1  Process Description and Operation  The aggregate product was a mixture of
dredge material, Shale and water. Prior to thermal processing, the feed materials were
ground and dried in the Hammermill grinder dryer. The shale and dredge feed stocks
were processed separately. A GP-1518 impact dryer mill was used to grind the feed
material and dry it to less than 5%. Hot air generated by a direct gas-fired combustion
chamber entered the bottom of the mill along with the feed stre_am. The material was
dispersed into the gas Astream by the high-speed rotor, and the material-laden gas
passed through the rotor and up to a dynamic sepérator. The sepafator consisted of a
spinning impeller that captured and returned the larger particles to the Hammermill and

allowed the fines to pass through to a baghouse.

The dried dredge and shale collected in the baghouse were mixed at a ratio of 70%
dredge to 30 % shale (dry weight), and then hydrated to a moisture content of approx-
imately 15 % by weight. The feed mixture was then loaded into an auger-type extruder

and extruded into pellets approximately 0.5 inches in diameter and 2 inches long.

The pelletized feed material was processed in a #2 fuel oil-fired counter-current rotary
kiln. The kiln hot zone temperature was adjusted in the range of 1050 -1 150°C (1920 -
2100°F) to support the thermal expansion of the material required for the production of
lightweight aggregate. Total material residence time in the kiln ranged from 30 to 60
minutes. Figure 2-1 shows a diagram of the roiary kiln, including all sampling

locations.
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2.2  Control Equipment Description  Particulate emissions (as well as product

collection) from the Hammermill grinder dryer was achieved by a jet pulse baghouse.

The kiln exhaust was directed to a natural gas-fired afterburner operating at 900-950°C
(1650-1740°F) for the combustion of hydrocarbons and carbon monoxide. Following
the afterburner, emissions passed through a high-temperature ceramic filter for
particulate removal. At that point, the gas stream entered a packed tower scrubber

where an aqueous sodium hydroxide solution was used to remove acid gases.

2.3  Flue Gas and Process Sampling Locations

2.3.1 Hammermill Baghouse Exhaust Flue gas sampling was performed at the
outlet to the baghéuse serving the Hammermill grinder dryer. Figure 2-2 provides a
schematic of the Hammermill baghouse exhaust sampling location. The exhaust duct
had an internal diameter of 17.5 inches af the sampling location and two sets of two test
ports (4 inches in diameter), each set positioned apart at a 90° angle. The first set of
test ports were used for mercury and particulate testing, and were Iocafed 97 inches
(5.5 diameters) downstream from the nearest disturbance and 159 inches (9.1
diameters) from the nearest upstream disturbance. The second set of test ports were
used for dioxin/furan, SO,, NO,, CO and THC testing, and were located 206 inches
(11.8 diameters) downstream from the nearest disturbance and 50 inches (2.9

diameters) from the nearest upstream disturbance.
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Figure 2-2: Schematic of Hammermill Baghouse Outlet Sampling Locations
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2.3.2 Rotary Kiln Outlet (Air Pollution Control Inlet)  Figure 2-3 provides a
schematic of the rotary kiln outlet (air pollution control inlet) sampling location. The
exhaust duct had an internal diameter of 7.9 inches at the sampling location and was
equipped with four levels of test ports used in sampling, accessed by temporary
scaffolding. The duct was also equipped with monorail supports which were used to
support each sampling train. AII sampling was conducted at a single point near the
center of the duct. The first (or lower) level test port was used for EPA Methods 0040,
0061, 23 and particulate testing and was located 49 inches (6.2 diameters) downstream
from the nearest disturbance, and 61 inches (7.7 diameters) from the nearest upstream
disturbance.' The second level test port was used for the SO,, NO,, CO and THC
testing and was located 65 inches (8.2 diameters) downstream from the nearest
disturbance, and 45 inches (5.7 diameters) from the nearest upstream disturbance.
The third level test port was used for the EPA Methods 0030, 29, 0050 and total
chromatographable organics testing, and was located 85 inches (10.8 diameters)
down;;tream from the nearest disturbance, and 25 inches (3.2 diameters) from the '
nearest upstream disturbance. The fourth (or upper) level consisted of two test ports
used to conduct flow and temperature measurements testing, and was located 85
inches (13.0 diameters) downstream from the nearest disturbance, and 7 inches (0.9

diameters) from the nearest upstream disturbance.
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2.3.3 Rotary Kiln Scrubber Outlet  Figure 2-4 provides a schematic of the rotary
scrubber outlet sampling location. The exhaust duct had an internal diameter of 7.9
inches at the sampling location and was equipped with fodr levels of test ports used in
sampling. The test ports were accessed by temporary scaffolding and were equipped
with monorail attachments which were used to support the sampling trains. All
sampling was conducted at a single point near the center of the duct. The first (or
upper) level location consisted of two test ports offset at 90°. These ports were used for
flow and temperature testing, and were located 49 inches (6.2 diameters) downstream
from the nearest disturbance and 61 inches (7.7 diameters) from the nearest upstream
disturbance. The second level test port was uéed for the SO,, NO,, CO and THC
testing, and was located 65 inches (8.2 diameters) downstream from the nearest
disturbance and 45 inches (5.7 diameters) from the nearest upstream disturbance. The
third level test port was used for the for EPA Methods 0040, 0061, 23 and particulate
testing, and was located 85 inches (10.8 diameters) downstream from the nearest
disturbance and 25 inches (3.2 diameters) from the nearest upstream disturbance. The
fourth (or lower) level test port was used for the EPA Methods 0030, 28, 0050 and total
chromagraphable organics, and was located 85 inches (13.0 diameters) downstream
from the nearest disturbance and 7 inches (0.9 diameters) from the nearest upstream

disturbance.
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2.3.4 Process Sampling Locations

2341 Fuel_ Oil One fuel oil sample was taken from the 150-gallon supply tank
during the test program. Although the supply tank was refilled éeveral times during
testing, it was supplied by a larger supply tank that remained homogeneous during the

test program.

The fuel oil sample was dipped from the tank using a polyethylene scoop and

transferred to a 1 liter amber glass jar fitted with a Teflon-lined screw cap.

2.3.4.2 Shale One shale sample was taken from the shale feedstock during the test
program. The sample was taken from a location in the process after the Hammermill
grinder dryer, but befdre the mixing stage of the shale and dredge material in the
forming of the raw feed pellets. A stainless steel scoop was used to take the sample.

The sample was stored in labeled polyethylene bags.

2.3.4.3 Feed Pellets One sample of the raw feed pellets was taken each hour
during the test program. The sample was taken from the feed conveyor at the inlet to
the kiln. A stainless steel scoop was used to take the samples and transfer each

sample to a labeled polyethylene bag.

2.3.4.4 Aggregate Product The finished aggregate product was sampled from the

product cooler at the discharge to the kiln. Samples were taken once every 30 minutes

14



during the test program using a stainless steel scoop. Each sample was stored ina

labeled polyethylene bag.

2.3.4.5 Ceramic Filter Catch  Samples were taken from the hopper beneath the
ceramic filter once every three hours during the test program. The samples were

collected in a steel container and transferred to labeled polyethylene bags.

2.3.4.6 Scrubber Liquor .Scrubber liquor samples were taken ‘prior to entry into the
scrubber. Sampling was conducted from a tap betweén the discharge of the

recirculation pump and the spray nozzles within thé scrubber. Samples were -collected
and stored in 250 mi amber glass jars fitted with Teflon-lined screw caps approximately

every 240 minutes during testing.

2.3.4.7 Scrubber Makeup Water  Potable water from the local municipal water
supply was used as scrubber water makeup. Samples were collected every 120
minutes from at tap on the makeup line prior to the scrubber water holding tank. The
samples were poured directly from the tap into 250 ml amber glass jars fitted with

Teflon-lined screw caps.

3.0 Summary and Discussion of Test Results

3.4 TestLogs Testlogs detailing the date and time of each test are provided in

Appendix A.
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3.2 Field Test Changes and Problems No major problems were encountered in
the execution of this test program, and no significant test changes were made. With
the exceptions discussed below, all testing was conducted in accordance with the

quality assurance project plan issued by FAC prior to the test program.

3.2.1 Shortened Mercury, Particulate, and PCDD/PCDF Sampling Runs at the
Hammermill Baghouse Outlet The Hammermill grinder dryer came off line (the
rotor stopped) with 2 minutes left in the first EPA Method 5/101A (HDO-M5/101A-R1)
sampling run, and with 12.6 minutes left in the first PCDD/PCDF (HDO-M23-R1)
sampling run. Since the testing was nearly complete, the decision was made to
consider the abbreviated run as valid rather than to restart the run after the process

came on line.

3.2.2 Voided PCDD/PCDF Run The post-test leak check failed for the first
PCDD/PCDF run conducted at the kiln scrubber outlet (KSO-M23-R1; 03/14/01).
Subsequently, the run was voided and an additional test run was conducted at both the
air pollution control inlet and outlet locations. Data repoﬁed in Tables 3-8, 3-9, 3-10A,
3-1OB,.3-1 1A, 3-11B, 3-12, and 3-13 (presented in Section 3.3) are based on the

second third, and fourth PCDD/PCDF runs.

3.2.3 Voided EPA Methods 3A, 6C, 7E, 10 and 25A  The second EPA Methods 3A,

6C, 7E, 10 and 25A run (KSO-CEM-R2 and KSI-CEM-R2) conducted on March 14,
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2001 was not used in the three run average because a carbon monoxide spike caused
the CO-monitor to read above the span of the analyzer. Only O, and CO, data were
used from the run due to the potential for a process upset. Daté were lost for the third
EPA Methods 3A, 6C, 7E, 10 and 25A run (KSO-CEM-R3 and .KSI-CEM-RB) conducted
on March 14, 2001. KSO-CEM-R3 was lost due to equipment malfunction which
prevented the downloading of the CEM data from the datalogger to the'CEM computer.
Data for these runs were colleéted for EPA Methods 3A, 6C, 7E, 10 and 25A at the air
pollution control outlet and EPA Method 3A (for O, and CO,) at the air pollution control
inlet location. Subsequently, two additional 60-minute runs were conducted and these

data are reported in Tables 3-3 and 3-4 (see Section 3.3 to follow).

The loss of the EPA Method 3A (O, and CO,) data also affects the determination of gas
molecular weight used to calculate flow for concurrent particulate and EPA Method

0050 sampling runs. Since O, and CO, concentrations were nearly constant throughout
the test program, data for thé lost test runs were taken from the average of valid O, and

CO, test runs immediately before and after the data were lost.

3.2.4 Interrupted PCDD/PCDF Sampling On March 15 at 1731, the fodrth
PCDD/PCDF sampling run conducted on the kiln was interrupted due to a loss of power
to the 110-volt kiln power circuit. Power was restored and sampling resumed on March

15 at 1849 after the kiln had stabilized.
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3.2.5. Single Point Sampling at the Hammermill Baghouse Outlet Sampling
Location  All isokinetic sampling at the Hammermill baghouse outlet was conducted
at a single point of average velocity. This differs from the procedures outlined in the
QAPP, which proposed traversing the isokinetic éampling trains at twelve points (six in

each of two ports) in accordance with EPA Method 1.

The deviation was made for two reasons. First, one of‘ the sampling ports at each of
the two test locations was obstructed by a baghouse which was directly behind the
sampling ports. Second, the available temporary scaffolding and lack of a monorail

attachment did not allow the test team to support the sampling train during a traverse.

3.2.6 No Duplicate Analysis of the Ceramic Filter Cétch DUplicate'analyses were
not performed on the ceramic filter catch samples as originally stated in the QAPP.
Notwithstanding that the entire ceramic filter catch was collected for the process

samples, the sample volume was not sufficient to conduct duplicate analyses.

3.2.7 Consistent Presence of Methylene Chloride, Chloroform and Toluene in the
EPA Method 0030 and Process Samples The EPA Method 0030 and process
sample results for methylene chloride, toluene, and chloroform may be the result of field
or laboratory contamination. Both methylene chloride and toluene were present in the
EPA Method 0030 blank (the EPA Method 0030 analyses did not include chloroform)
and were found in higher quantities at the outlet than at the inlet sampling location.

These solvents were used in the field and at the analytical laboratory.
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FAC is uhsure at what point the suspected contaminatien may have occurred. Measures
were taken in the field to prevent solvent contamination. The EPA Method 0030 samples
were recovered in a separate trailer and kept in‘ separate coolers from other samples to
prevent this from occurring. Also,‘ the process samples were handled by F. L. Smidth
personnel and kept completely separate from the emissions testing samples, some of

which contained methylene chloride and toluene.

However, contamination wifh laboratory solvents is common and difficult to trace in the air
sampling industry, given that quantities are detected and measured et the microgram level
and gallons of these reagents were used in sampling and analysis. In any event, the

methylene chloride, toluene, and chloroform results should be considered suspect for this

sampling program.

3.2.8 Reanalysis of Scrubber Water Samples for Mercury  The scrubber water

mercury concentrations presented Table 3-33 are the result of a re-analysis of the
samples. Initially, the analyses showed a decrease in mercury concentration over time
(which was later found not to be the case). These results were questioned and a re-

analysis was conducted.
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Further investigation revealed that the caustic within the scrubber water was neutralizing
the acid used to digest precipitate within the samples prior to analysis. The precipitate
had apparently contained mercury that was not dissolved into solution prior to the first
analysis. During re-analysis, additional acid was added to the samples to overcome the

effect of the caustic and the precipitate within the samples was dissolved into solution.

3.4 Presentation of Results Tables 3-1A through 3-1C summgrize the overall air .
emissions of the various analyte groups sampled during the test program. Tables 3-2
through 3-26 show summaries of the results for each of the sampling methods used during
the test program. Tables 3-27 through 3-33 present sumrﬁaries of the process samples

results. More detailed data and resuilts can be found in Appendices B through K.
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TABLE 3-1A

OVERALL SUMMARY OF ANALYTICAL RESULTS

FROM JCI/UPCYCLE TEST PROGRAM

Pollutant Reporting | Hammermill. | Kiln Scrubber Kiln Scrubber
Units Dryer Outlet Inlet Outlet
Instrumental Monitoring System Analytes via EPA Methods 6C, 7E, 10 and 25A
Sulfur dioxide (SO,) Ib/hr *0.02 0.21 9.33 X 10*
Nitrogen oxides (NO,) as NO, Ib/hr 0.04 0.18 1.89 X 10
Carbon monoxide (CO) Ib/hr 0.29 0.25 2.07 X 10?
z‘m\ygg‘fa": p‘:g:)aa‘::‘: Organic Compounds Ib/hr NA 0.014 2.99 X 10°
;/g;taiI:eOrganic Compounds (VOC) as Ib/hr 0.19 NA NA
Total Particulate Material via EPA Method 5 (Hammermill) and NJ Method 1/EPA Method 202 (Kiln)
Tota! Particulate Materia! (PM) Ib/hr 0.14 0.18 0.0142
PCDD/PCDF, SVOC (Analytical Method 8270), and PCB via EPA Method 23

Polychlorinated dibenzo-p-dioxins (PCDD) (bTEQ/hr 1.03x 10" 2.02x10°® 7.29 X 1072
Polychlorinated dibenzofurans (PCDF) IbTEQ/hr 211 x10™M 3.32x10° 2.51 X 10"
Semi-volatile organic compounds (SVOC) — NA | see Table 3-10 see Table 3-11

Total mono-chlorinated biphenyls ib/hr NA 1.23x 107 1.31x 10°
Total di-chlorinated biphenyls ib/hr NA 2.17 x 107 8.18 x 10°
Total tri-chlorinated biphenyls Ib/hr NA 5.15 x 107 9.65 x 10°®
Total tetra-chlorinated biphenyls Ib/hr NA 1.55x 10% 1.14 x 10°
Total penta-chlorinated biphenyls Ib/hr NA 9.36 x 107 1.35x 10°®
Total hexa-chlorinated biphenyls Ib/hr NA 437 x107 5.24 x 10°
Total hepta-chiorinated biphenyls Ib/hr NA 2.03x 107 1.50 x10°
Total octa-chlorinated biphenyls 1b/hr NA 2.93x 10°® " 1.38x 10"
Total nona-chlorinated biphenyls Ib/hr NA 2.34 x 10°% 1.08 x 10°®
Deca-chlorinated biphenyl ib/hr NA 8.40x 10°® 3.36 x 10"

Metals via EPA Method 29

Aluminum (Al) Ib/hr NA 2.15x10% 3.06 X 10°%
Antimony (Sb) Ib/he NA 3.37 x10° 3.73 X107
Arsenic (As) Ib/hr NA 3.21x10° 1.31x 10°®
Barium (Ba) ib/hr NA 2.11x10°% 9.11 x 107
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TABLE 3-1B
OVERALL SUMMARY OF ANALYTICAL RESULTS
FROM JCI/UPCYCLE TEST PROGRAM (continued)

Analyte(s) Core ™ | Daver outiot | iniet | outiet
Metals via EPA Method 29 (continued)
Beryliium (Be) Ib/hr NA <4.24 X107 <4.62X10°
Cadmium (Cd) ib/hr NA 4.41X10° 8.88 X 10°
Calcium (Ca) Ib/hr NA 2.00 X 10° 1.02 X 10
Chromium (Cr) Ib/hr NA 7.25 X 10 3.53 X 10
Cobalt (Co) Ib/hr NA <424X10% | <4.15X107
Copper (Cu) Ib/hr NA 7.85 X107 116X 10°.
iron (Fe) Ib/hr NA 2.81x10° 4.69 X 10°
Lead (Pb) Ib/hr NA 1.41 X10° 1.44 X 10"
Magnesium (Mg) Ib/hr " NA 1.01 X 10° 1.96 X 10°®
Manganese (Mn) | Ib/hr NA 9.86 X 10° 2.48 X 10°
Mercury (Hg) Ib/hr | <5.52x10° 4.46 X 10° 1.71 X 10°
Nickel (Ni) Ibthr NA 3.79X10° 5.92X10%
Potassium (K) ib/hr NA 1.89 X 107 2.00 X 10
Selenium (Se) ib/hr NA 4,64 X 10° 8.41 X107
Silver (Ag) Ib/hr NA <4.24 X 10 <4.62X 107
Sodium (Na) . Ib/hr NA 2.00 X 10° 6.81 X 10
Thallium (T1) Ib/hr NA 2.15 X 10°% 7.44 X 107
Vanadium (V) Ib/hr NA 6.62 X 10°® <3.88 X 107
Zinc (Zn) Ib/hr NA 3.13x10* 2.40 X 10°
Total Chromatographable SVOC
SVOC - Gravimetric Organics (>C-16) Ib/hr NA 4.39 X 10° 1.63X10*
svoc- ?E?T:,?Sgﬁ"gi%f Organics it NA 1.85 X 10° 3.96 X 10
Targeted VOC via EPA Method 0030
Volatile organic compounds (VOC) —_— NA ?‘Z?)I e 3-19 A/B iiile 320 A/B
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TABLE 3-1C
OVERALL SUMMARY OF ANALYTICAL RESULTS
FROM JCI/UPCYCLE TEST PROGRAM (continued)

Analytels) D | Dryor Outet | et | outet
Total VOC via EPA Method 0040
Methane (CH,) Ib/hr NA 4.80 X 10 3.97 X 10°
Ethane (C,H;) Ib/hr NA <1.12X 10" <1.01 X10%
C, as ethane Ib/hr NA 2.72X10° <1.01X10°
Propane (C;Hg) Ib/hr NA <1.65X 10* <1.49 X 10°
C, as propane Ib/hr NA 1.12X103 <1.49X10°
Butane (C,H,;) Ib/hr NA <2147X10% | -~ <1.96X10°
Pentane (C;H,,) Ib/hr NA <270 X10* <243 X10°
C; as pentane Ib/hr NA 6.66 X 10° 451 X10°
Hexane (CgHs.) Ib/hr NA <3.23X10* <2.91X10°
C, as hexane [b/hr NA <1.13 X107 <8.96 X 107
Heptane (C;Hys) Ib/hr NA <3.75X 10* <3.38X 103
C, as heptane Ib/hr NA . *111 X108 *8.61 X 10%
HCI, HBr, HF, NH,, and Cl, via EPA Method 0050
Hydrogen chloride (HCI) Ib/hr NA 1.79 X107 <6.44 X 10°
Hydrogen bromide (HBr) {b/hr NA 1.43 X10° <1.22X10*
Hydrogen fluoride (HF) Ib/hr NA 1.04 X102 <6.59 X 10°
Ammonia (NH,) ib/hr NA 8.59.X10? <1.14 X 10°
Chlorine (Cl) Ib/hr NA 1.18 X10° <4.61X10°
Hexavalent Chromium via EPA Method ,
Hexavalent Chromium (Cr®*) Ib/hr NA 2.77 X 10° <3.94 X 107

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).

* See individual summary table for specific circumstances regarding analytical results data.
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TABLE 3-2

SUMMARY OF SOz, NOx, CO, AND VOC EMISSIONS
JCIUPCYCLE

HAMMERMILL DRYER OUTLET

RUN 1.D. HDO-M23-R1 HDO-M23-R2 AVERAGE
DATE 02/28/01 02/28/01

TIME STARTED 14:19 18:26

TIME ENDED 17:06 21:26

SAMPLING PARAMETERS

Metered Volume - dcf 151.493 192.467 171.980
Corrected Volume - dscf 156.392 199.872 178.132
Total Test Time - min 167.4 : 180 . 173.7
GAS PARAMETERS

Gas Temperature - ° F 121 ' 121 121
Oxygen - % 19.6 19.8 19.7
Carbon Dioxide - % 0.4 , 0.7 0.6
Moisture - % 5.8 6.6 6.2
GAS FLOWRATE

Velocity - ft/sec 14.44 : 16.61 15.52
Actual Volume - acfm . 1447 1665 1556
Standard Volume - dscfm 1209 1378 : 1294
S0O2 EMISSIONS

Concentration - ppmdv 1.63 < 1.00 * 1.32

Mass Rate - Ib/hr 0.02 < 0.01 * 0.02

NOyx EMISSIONS (as NO2)

Concentration - ppmdv 2.89 4.80 3.85
Mass Rate - Ib/hr 0.03 0.05 0.04
CO EMISSIONS

Concentration - ppmdv 98.61 10.72 54.67
Mass Rate - Ib/hr 0.52 0.06 0.29

VOC EMISSIONS (as Propane)

Concentration - ppmwv ‘ 38.95 3.42 21.19
Concentration - ppmdv 41.33 3.66 22.50
Mass Rate - Ib/hr ' 0.34 0.03 0.19
Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
* The SO2 concentration was corrected for system bias to a negative concentration. A nominal,
or estimated detection limit of 1 ppm is provided and included in the two-run average.
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TABLE 3-3

SUMMARY OF SOz, NOx, CO, AND VOC LOADINGS
JCIVUPCYCLE

KILN SCRUBBER INLET

RUNLD. SI-CEMS-R1 SI-CEMS-R2 SI-CEMS-R3 AVERAGE
DATE 03/14/01 03/14/01 03/14/01

TIME STARTED ) 17:36 19:18 21:08

TIME ENDED 18:36 20:18 22:08

GAS PARAMETERS AND FLOWRATE

Moisture - % 156.6 (1) 15.6 (1) 16.3 (2) 15.8
Standard Volume - dscfm 51 (1) 51 (1) 51 (2) 51
SOz LOADINGS

Concentration - ppmdv 417.74 404.02 401.55 407.77
Mass Rate - lb/hr 0.21 0.21 "0.20 0.21
NOx LOADINGS (as NO3)

Concentration - ppmdv 527.08 487.96 504.68 506.57
Mass Rate - Ib/hr . 0.19 0.18 0.18 0.18
CO LOADINGS

Concentration - ppmdv 1138.45 117414 1018.43 1110.34
Mass Rate - Ib/hr 0.25 0.26 0.23 0.25
VOC LOADINGS (as Propane)

Concentration - ppmwv 34,76 35.41 32.91 *34.36
Concentration - ppmdv 4119 41.96 39.34 40.83
Mass Rate - Ib/hr : 0.014 0.015 0.014 0.014
Notes

(1) Gas moisture and flowrate data taken from run 1 of the SW84

6 Method 0061 sampling (KSI-M0061-R1).

(2) Gas moisture and flowrate data taken from run 2 of the SW846 Method 0061 sampling (KSI-M0061-R2).
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- TABLE 34

SUMMARY OF SOz, NOx, CO, AND VOC EMISSIONS
JCI/UPCYCLE

KILN SCRUBBER OUTLET

RUN1.D. SO-CEMS-R1 SO-CEMS-R4 SO-CEMS-R5 AVERAGE
DATE 03/14/01 03/14/01 03/14/01

TIME STARTED ' 07:50 13:03 14:33
.TIME ENDED 08:50 14:03 15:33

GAS PARAMETERS AND FLOWRATE

Moisture - % 9.7 (1) 8.9 (2) 8.9 (2) 9.1
. Standard Volume - dscfm 427 (1) 434 (2) 434 (2) 432

SOz EMISSIONS

Concentration - ppmdv 0.20 0.24 0.21 0.22

Mass Rate - Ib/hr 8.52E-04 1.04E-03 9.08E-04 9.33E-04

NOx EMISSIONS (as NO2)

Concentration - ppmdv 41.42 65.95 85.01 T 64.13
Mass Rate - Ib/hr 1.27E-01 2.05E-01 2.64E-01 1.99E-01
CO EMISSIONS :

Concentration - ppmdv < 1.00 * < 1.00 * 30.91 < 10.97

Mass Rate - Ib/hr 1.86E-03 1.89E-03 5.85E-02 2.07E-02

VOC EMISSIONS (as Propane)

Concentration - ppmwv 1.82 2.75 1.83 ] ' 2.13
Concentration - ppmdv 2.01 3.02 . 2.01 2.35
Mass Rate - Ib/hr 5.91E-03 8.99E-03 5.98E-03 6.96E-03
Notes

Runs 4 (SO-CEMS-R4) and 5 (SO-CEMS-RS5) were used due to a CO spike above the span of the monitor
during run 2 (SO-CEMS-R2) and loss of data for run 3 SO-CEMS-R3 due to FAC equipment malfunction.
(1) Gas moisture and flowrate data taken from run 1 of the New Jersey Method 5 sampling (KSO-NJ1-R1).
(2) Gas moisture and flowrate data taken from run 3 of the SW846 Method 0050 sampling (KSO-M0050-R3).
< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
* The CO concentration was corrected for system bias to a negative concentration. A nominal, '

or estimated detection limit of 1 ppm is provided and included in the two-run average.
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TABLE 3-5

SUMMARY OF PARTICULATE LOADINGS
JCIUPCYCLE

KILN SCRUBBER INLET

RUN I.D. KSI-NJ1-R1 KSI-NJ1-R2 KSI-NJ1-R3 AVERAGE
DATE 03/14/01 03/14/01 03/14/01

TIME STARTED 07:50 09:34 11:14

TIME ENDED 08:50 10:34 12:14

SAMPLING PARAMETERS

Metered Volume - dcf 41.802 43.214 42.758 42.591
Corrected Volume - dscf 39.874 41.143 40.758 40.592
Total Test Time - min 60 60 60 60
% Isokinetics 106.7 109.2 197.6 107.8
GAS PARAMETERS

Gas Temperature - ° F 724 686 678 696
Oxygen - % 7.7 8.6 8.1* 8.1
Carbon Dioxide - % 15.1 15.6 153 * 15.3
Moisture - % 14.1 14.7 14.6 14.5
GAS FLOWRATE

Velocity - ft/sec 6.52 _ 6.41 6.39 6.44
Actual Volume - acfm 133 131 131 132
Standard Volume - dscfm 51 51 52 51
SUSPENDED PARTICULATE LOADINGS

Conc. - gr/dscf 0.255 0.329 0.272 0.285
Mass Rate - Ib/hr 0.11 . 0.14 0.12 0.13
CONDENSIBLE PARTICULATE LOADINGS

Conc. - gr/dscf 0.115 0.119 0.112 0.115
Mass Rate - Ib/hr 0.05 0.05 0.05 0.05
TOTAL PARTICULATE LOADINGS

Conc. - gr/idscf 0.370 0.448 0.384 0.401
Mass Rate - Ib/hr 0.16 0.20 0.17 0.18

Notes

* 0, and CO: data were lost due to FAC equipment malfunction. Values shown are averages of

runs 1 (KSI-NJ1-R1) and 2 (KSI-NJ1-R2).
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TABLE 3-6

SUMMARY OF PARTICULATE EMISSIONS

JCI/UPCYCLE

KILN SCRUBBER OUTLET
RUN I.D. KSO-NJ1-R1 KSO-NJ1-R2 KSO-NJ1-R3 AVERAGE
DATE 03/14/01 03/14/01 03/14/01
TIME STARTED 07:50 09:34 11:14
TIME ENDED 08:50 10:34 12:14
SAMPLING PARAMETERS
Metered Volume - dcf 58.673 59.258 59.654 59.195
Corrected Volume - dscf 56.322 56.509 56.873 56.568
Total Test Time - min - 60 60 60 60
% Isokinetics 97.6 99.1 98.0 98.2
GAS PARAMETERS
Gas Temperature - ° F i 112 112 113 112
Oxygen - % 16.9 15.2 16.1 * 16.1
Carbon Dioxide - % 3.1 4.8 39" 39
Moisture - % 9.7 - 10.6 8.6 9.6
GAS FLOWRATE .
Velocity - f/sec - 25.19 25.16 25.09 25.15
Actual Volume - acfm 514 514 512 514
Standard Volume - dscfm 427 422 430 426
SUSPENDED PARTICULATE EMISSIONS
Conc. - gr/dscf 0.0018 - 0.0022 0.0020 0.0020
Mass Rate - Ib/hr 0.0066 0.0080 0.0072 0.0073
CONDENSIBLE PARTICULATE EMISSIONS
Conc. - gr/dscf 0.0022 ‘ 0.0021 0.0014 0.0019
Mass Rate - Ib/hr 0.0080 -. 0.0075 0.0051 0.0069
TOTAL PARTICULATE EMISSIONS
Conc. - gr/dscf - 0.0040 0.0043 0.0033 0.0039
Mass Rate - Ib/hr 0.0147 0.0155 0.0123 0.0142

Notes
* 02 and CO2 data were lost due to FAC equipment malfunction. Values shown are averages of
runs 1 (KSO-NJ1-R1) and 2 (KSO-NJ1-R2).
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TABLE 3-7

SUMMARY OF PCDD/PCDF EMISSIONS

JCI/UPCYCLE

HAMMERMILL DRYER OUTLET

RUN 1.D. HDO-M23-R1 HDO-M23-R2 AVERAGE

DATE .02/28/01 02/28/01

TIME STARTED 14:19 18:26

TIME ENDED 17:06 21:26

SAMPLING PARAMETERS

Metered Volume - dcf 151.493 192.467 171.980

Corrected Volume - dscf 156.392 199.872 178.132

Total Test Time - min 167.4 180.0 173.7

% lsokinetics 94.0 98.0 96.0
~GAS PARAMETERS

Gas Temperature - ° F 121 123 122

Oxygen - % 19.6 19.8 19.7

Carbon Dioxide - % 04 0.7 0.6

Moisture - % 5.8 6.6 6.2 .

GAS FLOWRATE

Velocity - ft/sec 14.44 16.61 156.52

Actual Volume - acfm 1447 1665 1556

Standard Volume - dscfm 1209 1378 1294

PCDD EMISSIONS

Conc. - ng/Nm® @7% Oz . 0.23 0.84 0.53

Conc. - ngTEF/Nm® @7% Oz (I-TEF/89) 0.00 0.00 0.00

Mass Rate - ib/hr 9.20E-11 3.10E-10 2.01E-10

Mass Rate - IbTEQ/hr (I-TEF/89) 9.20E-13 1.13E-12 1.03E-12

PCDF EMISSIONS

Conc. - ng/Nm? @7% Oz 1.06 0.00 0.53

Conc. - ngTEF/Nm® @7% Oz (I-TEF/89) 0.10 _ 0.00 0.05

Mass Rate - Ib/hr 4.29E-10 0.00E+00 2.15E-10

Mass Rate - IbTEQ/hr (I-TEF/89) 4.23E-11 0.00E+00 2.11E-11

PCDD + PCDF EMISSIONS

Conc. - ng/INm® @7% Oz v 1.28 0.84 1.06

Conc. - ngTEF/Nm? @7% Oz (I-TEF/89) 0.11 0.00 0.05

Mass Rate - Ib/hr 5.21E-10 3.10E-10 4.16E-10

Mass Rate - IbTEQ/hr (I-TEF/89) 4.32E-11 1.13E-12 2.22E-11

Notes

Furan emissions were below detection limits for all species during HDO-M23-R2.
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TABLE 3-8

SUMMARY OF PCDD/PCDF LOADINGS
JCI/UPCYCLE

KILN SCRUBBER INLET

RUN 1.D. KSI-M23-R2 KSI-M23-R3 KSI-M23-R4 AVERAGE

DATE 03/15/01 03/15/01 03/15/01

TIME STARTED 07:19 11:26 16:12

TIME ENDED 10:19 14:26 20:30

SAMPLING PARAMETERS

Metered Volume - dcf 120.308 118.469 118.502 119.093

Corrected Volume - dscf 114.759 112.238 112.371 113.123

Total Test Time - min 180 180 180 180
~ % Isokinetics 103.7 102.8 1014 102.6

GAS PARAMETERS _

Gas Temperature - ° F 661 658 652 657

Oxygen - % 9.2 9.7 9.2 9.4

Carbon Dioxide - % 15.7 16.2 16.4 16.1

Moisture - % 15.9 15.3 15.3 15.5

GAS FLOWRATE

Velocity - ft/sec 6.21 -6.06 6.11 6.13

Actual Volume - acfm 127 124 125 125

Standard Volume - dscfm 50 . 49 50 50

PCDD LOADINGS

Conc. - ng/Nm3 @7% Oz 267.88 406.45 293.78 322.70

Conc. - ngTEF/Nm® @7% Oz (I-TEF/89) 12.28 16.11 13.52 - 13.97

Mass Rate - Ib/hr 3.94E-08 5.67E-08 4.33E-08 4.65E-08

Mass Rate - IbTEQ/hr (I-TEF/89) 1.81E-09 2.25E-09 1.99E-09 2.02E-09

PCDF LOADINGS

conc. - ng/Nmé @7% O2 239.34 434.70 221.25 298.43

Conc. - ngTEF/Nm® @7% Oz (I-TEF/89) 19.94 27.98 21.18 23.03

Mass Rate - Ib/hr 3.52E-08 6.06E-08 3.26E-08 4.28E-08

Mass Rate - IbTEQ/hr (I-TEF/89) 2.94E-09 3.90E-09 3.13E-09 3.32E-09

PCDD + PCDF LOADINGS

Conc. - ng/Nm3 @7% O2 507.22 841.15 515.03 621.14

Conc. - ngTEF/Nm?® @7% Oz (I-TEF/89) 32.22 44.10 34.70 37.00

Mass Rate - Ib/hr 7.47E-08 1.17E-07 7.60E-08 8.93E-08

Mass Rate - IbTEQ/hr (-TEF/89) 4.74E-09 6.15E-09 5.12E-09 5.34E-09
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TABLE 3-9

SUMMARY OF PCDD/PCDF EMISSIONS
JCIUPCYCLE

KILN SCRUBBER OUTLET

RUNL.D. KS0-M23-R2 KSO-M23-R3 KSO-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01

TIME STARTED 07:19 11:26 16:12

TIME ENDED 10:19 14:26 20:30

SAMPLING PARAMETERS

Metered Volume - dcf 160.487 172.786 173.403 168.892
Corrected Volume - dscf 154.180 164.016 164.238 160.812
Total Test Time - min 180 © 180 180 180
% lsokinetics 100.6 100.6 99.4 100.2
GAS PARAMETERS

Gas Temperature - ° F 114 116 117 116
Oxygen - % 17.0 171 171 171
Carbon Dioxide - % 35 3.6 3.6 . 3.5
Moisture - % 9.1 8.7 9.0 8.9
GAS FLOWRATE

Velocity - ft/sec 2217 23.57 23.98 23.24
Actual Volume - acfm 453 ' 481 490 475
Standard Volume - dscfm 378 402 408 396
PCDD EMISSIONS

Conc. - ng/Nm3 @7% O2 1.25 1.34 1.77 1.46
Conc. - ngTEF/Nm?® @7% Oz (I-TEF/89) 0.02 0.02 0.02 0.02
Mass Rate - Ib/hr 461E-10 5.09E-10 6.83E-10 5.51E-10
Mass Rate - IbTEQ/hr (I-TEF/89) 5.61E-12 8.04E-12 8.21E-12 7.29E-12
PCDF EMISSIONS

Conc. - ng/Nm? @7% Oz 1.61 2.10 2.28 2.00
Conc. - ngTEF/Nm? @7% Oz (I-TEF/89) 0.05 0.07 0.07 0.07
Mass Rate - Ib/hr 5.91E-10 7.98E-10 8.76E-10 7.55E-10
Mass Rate - IbTEQ/hr (I-TEF/89) 1.89E-11 2.77E-11 . 2.88E-11 2.51E-11
PCDD + PCDF EMISSIONS

Conc. - ng/Nm3 @7% Oz 2.86 3.44 4.05 3.45
Conc. - ngTEF/Nm?® @7% Oz (I-TEF/89) 0.07 0.09 0.10 0.09
Mass Rate - Ib/hr 1.05E-09 1.31E-09 1.56E-09 1.31E-09
Mass Rate - IbTEQ/hr (I-TEF/89) 2.45E-11 3.57E-11 3.70E-11 3.24E-11
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TABLE 3-10A
(CONTINUED ON TABLE 3-10B)

SUMMARY OF SVOC LOADINGS
JCWUPCYCLE

KILN SCRUBBER INLET

RUN LD. KSI-M23-R2 KSI-M23-R3 KSI-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01
TIME STARTED 07:19 11:26 16:12
TIME ENDED 10:19 14:26 20:30
SAMPLING PARAMETERS
Metered Volume - dcf 120.308 118.469 118.502 119.093
Corrected Volume - dscf 114.759 112.238 112.371 113.123
Total Test Time - min 180 180 180 180
% Isokinetics 103.7 102.8 101.4 102.6
GAS PARAMETERS
Gas Temperature - ° F 661 658 652 657
Oxygen - % 9.2 9.7 9.2 94
Carbon Dioxide - % 167 16.2 16.4 16.1
Moisture - % 15.9 15.3 16.3 15.5
GAS FLOWRATE
Velocity - f/sec 6.21 6.06 6.11 6.13
Actual Volume - acfm 127 124 125 125
Standard Volume - dscfm 50 49 - 50 50
SVOC LOADINGS - Ib/hr
Phenol 1.38E-05 7.4378E-06 9.096E-06 1.01E-05
bis(2-Chloroethyl)ether < 1147E-07 < 1.2181E-07 < 1.283E-07 < 1.22E-07
2-Chlorophenol 8.62E-06 4.0161E-06 6.783E-06 6.47E-06
1,3-Dichlorobenzene 1.56E-06 J 1.0018E-06 1.476E-06 J - 1.35E-06
1,4-Dichlorobenzene 3.27E-06 1.6155E-06 2.272E-06 - 2.39E-06
_1,2-Dichlorobenzene 2.24E-06 1.3894E-06 2.018E-06 1.88E-06
2,2'-oxybis(1-Chloropropane) < 8.79E-08 < 9.1501E-08 < 9.637E-08 < 9.19E-08
Benzyi alcohol 2.52E-06 1.313E-05 3.048E-06 6.23E-06
2-Methylphenol J 3.01E-07 J 4.237E-07 J 2.247E-07 J  3.17E-07
3/4-Methyliphenol J 1.14E-06 J 9.9368E-07 ' J 8.005E-07 J 9.78E-07
N-Nitroso-di-propylamine < 1.54E-07 < 1.6085E-07 < 1.691E-07 < 1.61E-07
Hexachloroethane < 1.59E-07 < 1.6552E-07 < 1.744E-07 < 1.66E-07
Nitrobenzene 2.37E-06 1.83E-06 2.353E-06 2.18E-06
Isophorone < 6.24E-08 < 6.7023E-08 < 6.503E-08 <  6.48E-08
2-Nitorphenol 4.15E-06 . 2.4099E-06 3.697E-06 3.42E-06
2,4-Dimethylphenol < 1.056-07 < 1.119E-07 < 1.088E-07 < 1.08E-07
bis(2-Chloroethoxy)methane < 1.06E-07 < 1.1306E-07 < 1.094E-07 < 1.09E-07
2,4-Dichloropheno! 2.90E-06 1.4762E-06 2.617€-06 2.33E-06
1,2,4-Trichlorobenzene 2.53E-06 1.4395E-06 1.909E-06 1.96E-06
Naphthaiene 2.84E-05 1.7489E-05 2.189E-05 2.26E-05
4-Chloroaniline < 9.48E-08 < 1.0199E-07 < 9.873E-08 <  9.85E-08
Hexachlorobutadiene < 1.60E-07 < 1.7134E-07 < 1.661E-07 < 1.66E-07
4-Chloro-3-methyiphenol < 1.16E-07 < 1.2472E-07 < 1.206E-07 < 1.21E-07
2-Methylnaphthalene J 8.49E-07 J 6.4983E-07 J 6.19E-07 J  7.06E-07
Hexechlorocyclopentadiene < 1.86E-07 < 1.7251E-07 < 1.673E-07 < 1.65E-07
2,4,6-Trichlorophenol 3.84E-06 2.5288E-06 3.806E-06 3.39E-06
2,4,5-Trichlorophenol J 2.49E-07 J 1.4104E-07 J 1.579E-07 J 1.83E-07
2-Chloronaphthalene J 4.34E-07 J 5.0821E-07 J 6.089E-07 J  5.17E-07
2-Nitoraniline < 1.85E-07 < 2.0573E-07 < 1.992E-07 < 1.97E-07
Dimethylphthalate < 5.26E-08 < 5.8281E-08 < 5.616E-08 < 5.57E-08
2,6-Dinitrotoluene < 2.29E-07 < 2.5469E-07 < 2.465E-07 < 2.43E-07
2,4-Dinitrotoluene < 1.68E-07 < 1.865E-07 < 1.803E-07 < 1.78E-07




TABLE 3-10B
(TABLE 3-10A CONTINUED)

SUMMARY OF SVOC LOADINGS
JCIWUPCYCLE

KILN SCRUBBER INLET

RUN L.D. KSI-M23-R2 KSI-M23-R3 KSI-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01
TIME STARTED 07:19 11:26 16:12
TIME ENDED 10:19 14:26 20:30

SVOC LOADINGS - Ib/hr .
Hexachlorobenzene . < 2.01E-07 < 21331E-07 < 2.046E-07 <  2.06E-07

Pentachlorophenol < 3.31E-07 < 3.5143E-07 < 3.364E-07 < 3.40E-07
Phenanthrene 5.44E-06 3.9234E-06 4.559E-06 4 64E-06
Anthracene J 1.47E-07 J 1.5386E-07 J 9.518E-08 J 1.32E-07
Di-n-butyiphthalate BJ 5.61E-08 BJ 3.4386E-08 BJ 8.454E-08 BJ  5.83E-08
Fluoranthene 2.57E-06 2.3493E-06 2.419E-06 2.45E-06
Pyrene J 115E-06 J 1.1021E-06 J 8.827E-07 J  1.05E-06
Butylbenzylphthalate < 2.24E-07 < 2.5877E-07 < 2.134E-07 < 2.32E-07
3,3"-Dichlorobenzidine < 1.00E-06 < 1.1592E-06 < 9.572E-07 < 1.04E-06
bis(2-Ethylhexyl)phthalate J 265E-07 J 8.847E-07 J 5.463E-07 J  5.65E-07
Benzo(a)anthracene < 2.18E-07 < 2.4769E-07 < 2.046E-07 < 2.22E-07
Chrysene J 7.79E-07 J 7.2326E-07 J 7.195E-07 J  T.41E-07
Di-n-octylphthalate <  276E-07 < 3.5551E-07 < 2.519E-07 < 2.94E-07
Benzo(b)fluoranthene < 461E-07 < 5.9504E-07 < 4.209E-07 < 4.92E-07
Benzo(k)fluoranthene < 5.33E-07 < 6.8829E-07 < 4.866E-07 <  569E-07
Benzo(a)pyrene < 594E-07 < 7.6756E-07 < b5.427E-07 <  B6.35E-07
Indeno(1,2,3-cd)pyrene < 1.09E-06 < 1.4016E-06 < 9.915E-07 < 1.16E-06
Dibenz(a,h)anthracene < 1.43E-06 < 1.8411E-06 < 1.302E-06 < 1.52E-06
Benzo(g,h,i)perylene < 1.29E-06 < 1.6616E-06 < 1.175E-06 < 1.37E-06
TOP 20 TENTATIVELY IDENTIFIED COMPOUNDS

Benzaldehyde 4.28E-05 1.24E-05 2.57E-05 2.70E-05
Benzonitrile 1.65E-04 3.10E-05 9.08E-05 - 9.57E-05
Benzofuran 9.54E-06 N/A 5.44E-06 N/A
Pyridinecarbonitrile Isomers (Total) 1.21E-05 2.51E-06 7.15E-06 7.27E-06
Methylbenzaldehyde Isomers (Total) 1.34E-05 2.80E-06 7.69E-06 7.97€-06
Benzoic Acid 7.61E-05 1.78E-05 4.88E-05 4.76E-05
Benzothiophene 5.96E-06 N/A N/A N/A
Benzenedicarbonitrile Isomers (Total) ‘ 7.69E-06 5.13E-06 4.67E-06 5.83E-06
Biphenyl 1.13E-05 7.29E-06 8.16E-06 8.91E-06
1H-Isoindole-1,3(2H)-dione 4.79E-05 3.62E-05 4.48E-05 4.30E-05
9H-Fluoren-9-one 1.30E-05 7.87E-06 1.01E-05 1.03E-05
Acetophenone N/A 3.56E-06 1.04E-05 N/A
Isoquinolone N/A 3.73E-06 N/A NIA
1,8-Naphthalic Anhydride N/A 2.33E-06 N/A N/A
Chlorobenzonitrile Isomers (Total) N/A N/A 4,43E-06 NIA
Anthracenedione N/A N/A 5.03E-06 N/A
Total Unknown Heterocyclic Compounds 1.92E-05 6.18E-06 9.05E-06 1.15E-05
Total Substituted Benzene N/A 7.75E-06 2.06E-05 N/A .
Tota! Substituted Hydrocarbons 6.88E-06 N/A N/A N/A
Total Unknowns 8.16E-05 3.38E-05 4.92E-05 5.49E-05

Notes

< Indicates below analytical detection limit (or average calculated using one or more nondetected runs).
(M) Estimated maximum potential concentration.

(B) Present in blank ’

(J) Detected but below the quantitation limit; quantity is estimated.

(E) Estimated value - outside of calibration range of the instrument.

(S) Saturated - in excess of the normal dynamic range of the instrument.

(N/A) Not identified as one of the top 20 tentatively identified compounds.
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TABLE 3-11A
{CONTINUED ON TABLE 3-11B)

SUMMARY OF SVOC EMISSIONS
JCIVUPCYCLE

KILN SCRUBBER OUTLET

RUN I.D. KSO-M23-R2 KSO-M23-R3 . KSO-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01

TIME STARTED 07:19 11:26 16:12

TIME ENDED 10:19 14:26 20:30

SAMPLING PARAMETERS

Metered Volume - dcf 160.487 172.786 173.403 168.892
Corrected Volume - dscf 154.180 164.016 164.238 160.812
Total Test Time - min 180 180 180 180
% Isokinetics 100.6 100.6 99.4 100.2
GAS PARAMETERS .

Gas Temperature - ° F 114 116 17 116
Oxygen - % 17.0 171 17.1 17.1
Carbon Dioxide - % 3.5 3.6 3.6 3.5
Moisture - % 9.1 8.7 9.0 8.9
GAS FLOWRATE

Velocity - ft/sec 22.17 23.57 23.98 23.24
Actual Volume - acfm 453 481 490 475
Standard Volume - dscfm 378 402 408 396
SVOC EMISSIONS - Ib/hr

Phenol < 7.69E-07 < 6.3578E-07 < 6.368E-07 < 6.81E-07
bis(2-Chloroethyl)ether < 1.18E-06 < 9.6988E-07 < 9.749E-07 < 1.04E-06
2-Chlorophenol < 9.25E-07 < 7.6228E-07 < 7.648E-07 < 8.17E-07
1,3-Dichlorobenzene < 5.71E-07 < 4.7035E-07 < 4.727E-07 <  5.05E-07
1,4-Dichlorobenzene < 558E-07 < 4.6061E-07 < 4.628E-07 < 4.94E-07
1,2-Dichlorobenzene < 6.10E-07 < 5.0278E-07 < 5.055E-07 < 5.39E-07
2,2'-oxybis(1-Chloropropane) < 8.86E-07 < 7.266E-07 < 7.32E-07 < 7.82E-07
Benzyl alcohol < 151E-06 J 1.2651E-06 J 1.694E-06 < 1.49E-06
2-Methylphenoli < 1.04E-06 J 1.6543E-07 < 8.6E-07 < 6.89E-07
3/4-Methylphenol < 9.80E-07 J 1.4273E-07 < 8.108E-07 <  6.45E-07
N-Nitroso-di-propylamine < 1.556-06 < 1.2813E-06 < 1.287E-06 < 1.37E-06
Hexachloroethane < 1.60E-06 < 1.3202E-06 < 1.326E-06 < 1.42E-06
Nitrobenzene < 8.28E-07 < .6.8768E-07 < 6.696E-07 <  7.28E-07
Isophorone < 5.10E-07 < 4.2169E-07 < 4.136E-07 < 4.48E-07
2-Nitorphenol < 1.47E-06 < 1.2229E-06 J 2.068E-07 <  9.68E-07
2,4-Dimethylphenol < 8.50E-07 < 7.0714E-07 < 6.893E-07 < 7.49E-07
bis(2-Chloroethoxy)methane < 8.57E-07 < 7.1038E-07 < 6.926E-07 < 7.53E-07
2,4-Dichlorophenol <. 1.03E-06 < 8.5311E-07 < 8.305E-07 < 9.04E-07
1,2,4-Trichlorobenzene < 9.38E-07 < 7.785E-07 < 7.583E-07 < 8.25E-07
Naphthalene J 497E-07 J 4.2818E-07 J 3.578E-07 J  4.28E-07
4-Chloroaniline < 7.72E-07 < 6.4226E-07 < 6.27E-07 < 6.81E-07
Hexachlorobutadiene < 1.30E-06 < 1.0802E-06 < 1.054E-06 < 1.15E-06
4-Chloro-3-methylphenol < 9.44E-07 < 7.8499E-07 < 7.648E-07 < 8.31E-07
2-Methylnaphthalene J 9.44E-07 J 1.1256E-06 J 1.047E-06 J  1.04E-06
Hexechlorocyclopentadiene < 1.18E-06 < 9.8935E-07 < 9.618E-07 < 1.05E-06
2,4,6-Trichlorophenol < 1.19E-06 < 9.9583E-07 < 9.684E-07 <  1.05E-06
2,4,5-Trichlorophenol < 1.20E-06 < ©.9908E-07 < 9.716E-07 < 1.06E-06
2-Chloronaphthalene < 5.03E-07 < 4.2169E-07 < 4.103E-07 < 4.45E-07
2-Nitoraniline < 1.41E-06 < 1.1775E-06 < 1.146E-06 < 1.24E-06
Dimethylphthalate < 3.99E-07 < 3.3411E-07 < 3.25E-07 <  3.53E-07
2,6-Dinitrotoluene < 1.75E-06 < 1.4597E-06 < 1.418E-06 < 1.54E-06
2,4-Dinitrotoluene < 1.28E-06 < 1.0672E-06 < 1.037E-06 < 1.13E-06
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TABLE 3-11B
(TABLE 3-11A CONTINUED)

SUMMARY OF SVOC EMISSIONS
JCIUPCYCLE
KILN SCRUBBER OUTLET
RUN 1.D. KS0O-M23-R2 KSO-M23-R3  KSO-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01
TIME STARTED 07:19 11:26 16:12
TIME ENDED 10:19 14:26 20:30
SVOC EMISSIONS - Ib/hr .
Hexachlorobenzene < 1.48E-06 < 1.3202E-06 < 1.329E-06 < 1.38E-06
Pentachlorophenol < 243E-06 < 21701E-06 < 2.189E-06 < 2.26E-06
Phenanthrene J 1.27E-07 < 3.5033E-07 < 3.545E-07 < 2.77E-07
Anthracene < 4.19E-07 < 3.7303E-07 < 3.742E-07 < 3.89E-07
Di-n-butylphthalate 8J 2.56E-07 BJ 27248E-07 BJ 4.431E-07 BJ 3.24E-07
Fluoranthene < 3.70E-07 < 3.2762E-07 J 2.232E-07 < 3.07E-07
Pyrene J 4.51E-07 J 3.4708E-07 J 5.482E-07 J 4.49E-07
Butylbenzylphthalate < 9.87E-07 J 1.0056E-07 2.237E-05 < 7.82E-06
3,3"-Dichlorobenzidine < 442E-06 < 4.4245E-06 < 5.075E-06 < 4.64E-06
bis(2-Ethylhexyl)phthalate J 6.54E-06 J 3.646E-06 1.825E-05 J 9.48E-06
Benzo(a)anthracene < 9.44E-07 < 9.4393E-07 < 1.083E-06 < 9.91E-07
Chrysene < 1.05E-06 < 1.0575E-06 < 1.211E-06 < 1.11E-06
Di-n-octylphthalate < 9.90E-07 < 9.2772E-07 < 1.096E-06 < 1.00E-06
- Benzo(b)fluoranthene < 1.66E-06 < 1.5505E-06 < 1.832E-06 < 1.68E-06
Benzo(k)fluoranthene < 191E-06 < 1.7938E-06 < 2117E-06 < 1.94E-06
Benzo(a)pyrene < 213E-06 < 1.9982E-06 < 2.363E-06 < 2.16E-06
Indeno(1,2,3-cd)pyrene < 3.00E-06 < 3.6492E-06 < 4.313E-06 < 3.95E-06
Dibenz(a,h)anthracene < 512E-06 < 4.7943E-06 < 5.666E-06 < 5.19E-06
Benzo(g,h,i)perylene < 462E-06 < 4.3272E-06 < 5.114E-06 < 4 69E-06
TOP 20 TENTATIVELY IDENTIFIED COMPOUNDS
Benzaldehyde : 1.33E-05 9.41E-06 9.19E-06 1.06E-05
Acetophenone 6.82E-06 N/A N/A N/A
Pheny! Ketones (Total) 1.35E-04 N/A N/A N/A
Siloxane N/A N/A N/A N/A
Total Branched Alkanes 2.73E-05 2.72E-05 2.46E-05 2.64E-05
Total Substituted Benzene 6.82E-06 N/A N/A N/A
Total Substituted Hydrocarbons N/A 2.66E-05 1.74E-05 N/A
Total Unsaturated Hydrocarbons 5.00E-05 N/A N/A N/A
Total Unknowns 2.30E-05 2.25E-04 1.14E-04 1.20E-04

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
(M) Estimated maximum potential concentration.
(

B) Present in blank

(J) Detected but below the quantitation limit; quantity is estimated.

(E) Estimated value - outside of calibration range of the instrument.

(S) Saturated - in excess of the normal dynamic range of the instrument.
(N/A) Not identified as one of the top 20 tentatively identified compounds.
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TABLE 3-12

SUMMARY OF PCB LOADINGS
JCIUPCYCLE

KILN SCRUBBER INLET

RUN 1.D. KSI-M23-R2 KSI-M23-R3 KSI-M23-R4 AVERAGE
DATE 03/15/01 03/15/01 03/15/01

TIME STARTED 07:19 11:26 16:12

TIME ENDED 10:19 14:26 20:30

SAMPLING PARAMETERS

Metered Volume - dcf 120.308 118.469 118.502 119.093
Corrected Volume - dscf 114.759 112.238 112.371 113.123
Total Test Time - min 180 180 180 180
% Isokinetics 103.7 102.8 101.4 102.6
GAS PARAMETERS

Gas Temperature - ° F 661 658 652 657
Oxygen - % 9.2 9.7 9.2 9.4
Carbon Dioxide - % 15.7 16.2 164 . 16.1
Moisture - % 159 15.3 15.3 15.5
GAS FLOWRATE )

Velocity - ft/sec 6.21 6.06 6.1 6.13
Actual Volume - acfm 124 124 125 124
Standard Volume - dscfm 50 49 50 50
PCB LOADINGS - Ib/hr

3,4,4'5-TetraCB (#81) 2.47E-09 2.91E-09 2.91E-09 2.76E-09
3,3',4,4'-TetraCB (#77) E 2.86E-08 E 3.02E-08 E 2.98E-08 E 2.95E-08
2'3,4,4',5-PentaCB (#123) E 3.31E-08 E 3.42E-08 E 4.25E-08 E 3.66E-08
2,3'4,4' 5-PentaCB (#118) SE 1.33E-07 SE 1.33E-07 E 1.62E-07 SE 1.43E-07
2,3,4,4',5-PentaCB (#114) 4.65E-09 4.72E-09 5.55E-09 4 97E-09
2,3,3',4,4'-PentaCB (#105) E 3.08E-08 E 3.00E-08 E 3.30E-08 E 3.13E-08
3,3',4,4' 5-Penta-CB (#126) 1.55E-09 2.01E-09 1.79E-09 1.78E-09
2,3',4,4' 5,5 -HexaCB (#167) 5.67E-09 570E-09 E 7.63E-09 E 6.33E-09
2,3,3',4,4' 5-HexaCB (#156) E 763E-09 E 8.10E-09 E 9.46E-09 E 8.40E-09
2,3,3',4,4' 5-HexaCB #157) 1.39E-09 1.42E-09 1.77E-09 1.53E-09
3,3'4,4',5,5'-HexaCB (#169) M 3.35E-10 M 414E-10 M  3.25E-10 M 3.58E-10
2,2'3,4,4',5,5'-HeptaCB (#180) BE 3.76E-08 BE 3.90E-08 BE 3.28E-08 BE 3.65E-08
2,2'3,3',4,4' 5-HeptaCB (#170) E 291E-08  E 3.08E-08 E 2.30E-08 E 2.76E-08
2,3,3',4,4',5,5'-HeptaCB (#180) 1.56E-09 1.85€-09 . 1.24E-09 1.55E-09
DecaCB (#209) 9.08E-09 9.03E-09 M  7.09E-09 M 8.40E-09
Total MonoCB BSE 2.19E-08 BSE 1.51E-07 BE 1.96E-07 BSE 1.23E-07
Total DICB BSE 2.51E-07 BSE 2.18E-07 BSE  1.81E-07 BSE 2.17E-07
Total TriCB BSE 3.90E-07 BSE 3.92E-07 BSE  7.63E-07 BSE 5.15E-07
Total TetraCB BSE 1.38E-06 BSE 1.49E-06 BE 1.78E-06 BSE 1.55E-06
Total PentaCB BSE 1.05E-06 BSE 8.63E-07 BE  8.93E-07 BSE 9.36E-07
Total HexaCB BSE*© 4.84E-07 BE 4 80E-07 BE 4.54E-07 BSE 4 73E-07
Total HeptaCB BE 2.02E-07 BE 2.05E-07 BE  2.02E-07 BE 2.03E-07
Total OctaCB E 290E-08 E 2.93E-08 E 2.96E-08 E 2.93E-08
Total NonaCB 2.35E-08 2.38E-08 2.30E-08 2.34E-08

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
(M) Estimated maximum potential concentration.

(B) Present in blank

(J) Detected but below the quantitation limit; quantity is estimated.
(E) Estimated value - outside of calibration range of the instrument.
(S) Saturated - in excess of the normal dynamic range of the instrument.
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TABLE 3-13

SUMMARY OF PCB EMISSIONS

JCI/UPCYCLE
KILN SCRUBBER QUTLET

RUN I.D. KS0-M23-R2 KS0-M23-R3 KSO-M23-R4 AVERAGE
DATE 03/15/01 - 03/15/01 03/15/01
TIME STARTED 07:19 11:26 16:12
TIME ENDED 10:19 14:26 20:30
SAMPLING PARAMETERS
Metered Volume - dcf 160.487 172.786 173.403 168.892
Corrected Volume - dscf 154.180 164.016 164.238 160.812
Total Test Time - min 180 180 180 180
% Isokinetics 100.6 100.6 99.4 100.2
GAS PARAMETERS )
Gas Temperature - ° F 114 T 116 117 116
Oxygen - % 17.0 171 171 17.1
Carbon Dioxide - % 3.5 3.6 3.6, 3.5
Moisture - % 9.1 8.7 9.0 8.9
GAS FLOWRATE
Velocity - ft/sec 2217 23.57 23.98 23.24
Actual Volume - acfm 481 481 490 484
Standard Volume - dscfm 378 402 408 396
PCB EMISSIONS - Ib/hr
3,4,4'5-TetraCB (#81) < 1.62E-10 J 3.89E-11 < 9.85E-11 < 9.99E-11
3,3',4,4'-TetraCB (#77) : 3.57E-10 3.89E-10 492E-10 4.13E-10
2',3,4,4',5-PentaCB (#123) 2.69E-10 4.22E-10 6.89E-10 4.60E-10
2,3'4,4'5-PentaCB (#118) 1.10E-09 1.36E-09 2.86E-09 1.77E-09
2,3,4,4' 5-PentaCB (#114) < 1.30E-10 < 1.30E-11 © < B.57E-11 <  6.95E-11
2,3,3'4,4'-PentaCB (#105) M 2.89E-10 3.57E-10 8.53E-10 M 5.00E-10
3,3',4,4',5-Penta-CB (#126) < 1.62E-10 < 9.73E-12 < B.57E-11 < 7.92E-11
2,3'4,4'5,5-HexaCB (#167) < 1.62E-10 - 5.51E-11 < 9.85E-11 < 1.05E-10
2,3,3'4,4' 5-HexaCB (#156) < 1.62E-10 6.81E-11 1.81E-10 < 1.37E-10
2,3,3'4,4',5'-HexaCB (#157) < 1.30E-10 < 9.73E-12 < 6.57E-11 < 6.84E-11
3,3',4,4',5,5'-HexaCB (#169) < 2.27E-10 < 1.30E-11 < 1.31E-10 < 1.24E-10
2,2'3,4,4' 5,5 -HeptaCB (#180) B 409E-10 B 143E-10 B 4.79E-10 B 3.44E-10
2,2'3,3',4,4' 5-HeptaCB (#170) M 3.89E-10 1.91E-10 4.92E-10 M 3.58E-10
2,3,3'4,4',5,5'-HeptaCB (#180) < 2.27€-10 < 1.62E-11 < 1.31E-10 < 1.25E-10
DecaCB (#209) < 6.82E-10 < 3.24E-11 < 295E-10 <  3.36E-10
Total MonoCB 8.11E-10 B 9.73E-10 B 2.13E-09 B 1.31E-09
Total DICB 1.88E-09 B 1.27E-08 B 9.98£-09 B 8.18E-09
Total TriCB 565E-03 B 1.34E-08 B 9.95E-09 B 9.65E-09
Total TetraCB 6.30E-09 B 1.256-08 B  1.55E-08 B 1.14E-08
Total PentaCB 839E-09 B 121E-08 B 2.02E-08 B 1.35E-08
Total HexaCB 401E-09 B 3.75E-09 B 7.97E-09 B 5.24E-09
Total HeptaCB 831E-10 B 1.06E-09 B 2.61E-09 B 1.50E-09
Total OctaCB 3.02E-10 2.92E-11 8.21E-11 1.38E-10

M 3.18E-09 3.24E-11 M 3.94E-11 M 1.08E-09

Total NonaCB

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
(M) Estimated maximum potential concentration.

(B) Present in blank

(J) Detected but below the guantitation limit, quantity is estimated.
(E) Estimated value - outside of calibration range of the instrument.
(S) Saturated - in excess of the normal dynamic range of the instrument.
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TABLE 3-14

SUMMARY OF METALS LOADINGS

JCUUPCYCLE

KILN SCRUBBER INLET
RUN I.D. KSI-M29-R1 KSI-M29-R2 KSI-M29-R3 AVERAGE
DATE 03/15/01 03/15/01 03/15/01
TIME STARTED 08:02 10:32 13:16
TIME ENDED _10:02 12:32 15:16
SAMPLING PARAMETERS
Metered Volume - dcf 82.078 80.064 86.185 82.776
Corrected Volume - dscf 79.143 76.210 81.714 79.022
Total Test Time - min 120 120 120 120
% Isokinetics 107.5 103.4 1104 107.1
GAS PARAMETERS
Gas Temperature - ° F 662 645 661 656
Oxygen - % 8.9 8.2 9.6 8.9
Carbon Dioxide - % 15.8 16.7 15.9 16.1
Moisture - % 15.0 15.1 15.2 15.1
GAS FLOWRATE
Velocity - ft/sec 6.13 6.05 6.17 6.11
Actual Volume - acfm - 125 123 126 125
Standard Volume - dscfm 50 50 50 50
METALS LOADINGS - (Ib/hr)
Aluminum ) 2.45E-03 2.12E-03 1.89E-03 2.15E-03
Antimony 9.20E-08 3.81E-06 7.29E-06 3.73E-06
Arsenic 2.86E-05 4.83E-05 1.93E-05 3.21E-05
Barium 2.40E-05 2.08E-05 1.83E-05 2.11E-05
Beryllium < 4.22E-07 < 4.39E-07 < 411E-07 4.24E-07
Cadmium 5.09E-05 4.38E-05 3.76E-05 4.41E-05
Calcium 2.36E-03 2.07E-03 1.57E-03 2.00E-03
Chromium 5.08E-05 4.00E-05 1.27E-04 " 7.25E-05
Caobalt < 4.22E-06 < 4.39E-06 < 4.11E-06 4.24E-06
Copper 8.72E-05 7.83E-05 7.01E-05 7.85E-05
Iron 2.70E-03 2.70E-03 3.02E-03 2.81E-03
Lead 1.63E-03 1.45E-03 1.14E-03 1.41E-03
Magnesium 1.16E-03 1.06E-03 8.06E-04 1.01E-03
Manganese 1.17E-04 9.41E-05 8.43E-05 9.86E-05
Nickel 1.91E-05 2.11E-05 7.36E-05 3.79E-05
Potassium 2.16E-03 2.01E-03 1.51E-03 1.89E-03
Selenium 5.53E-06 4.75E-06 3.65E-06 4.64E-06
Silver < 4.22E-06 < 4.39E-06 < 4.11E-06 4.24E-06
Sodium 2.16E-03 2.04E-03 1.80E-03 2.00E-03
Thallium 1.11E-05 3.59E-05 1.76E-05 2.15E-05
Vanadium 7.69E-06 6.17E-06 5.99E-06 6.62E-06
Zinc 3.23E-04 3.00E-04 3.16E-04 3.13E-04
MERCURY LOADINGS
Concentration @ 7% Oz - ug/dscm 2.90E+02 2.37E+02 3.02E+02 2.76E+02
Mass Rate - Ib/hr 4.69E-05 4.05E-05 4 64E-05 4.46E-05

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
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TABLE 3-15

SUMMARY OF METALS EMISSIONS
JCI/UPCYCLE

KILN SCRUBBER OUTLET

RUN I.D. KSO-M29-R1 KSO-M29-R2 KSO-M29-R3 AVERAGE
DATE 03/15/01 03/15/01 03/15/01 .
TIME STARTED 08:02 10:32 13:16
TIME ENDED 10:02 12:32 15:16
SAMPLING PARAMETERS
Metered Volume - dcf 111.460 119.326 119.411 116.732
Corrected Volume - dscf 108.956 115.878 115.380 113.405
Total Test Time - min 120 120 120 120
% Isokinetics 105.9 104.4 107.4 105.9
GAS PARAMETERS
Gas Temperature - ° F 114 115 116 115
Oxygen - % 17.0 16.3 17.5 16.9
Carbon Dioxide - % 3.4 3.7 3.3 3.5
Moisture - % 8.4 8.4 8.1 8.3
GAS FLOWRATE
Velocity - ft/sec 22.13 23.94 23.13 23.07
Actual Volume - acfm 452 489 472 471
Standard Volume - dscfm 381 411 398 396
METALS EMISSIONS - (Ib/hr)
Aluminum 3.49E-05 3.48E-05 2.23E-05 3.06E-05
Antimony 8.28E-07 2.34E-08 2.69E-07 3.73E-07
Arsenic 7.07E-07 2.65E-06 5.88E-07 1.31E-06
Barium 1.10E-06 8.16E-07 8.16E-07 9.11E-07
Beryllium < 4.62E-08 < 4.69E-08 < 4.56E-08 4.62E-08
Cadmium 1.32E-05 9.03E-06 4.38E-06 8.88E-06
Calcium 1.28E-04 9.16E-05 8.58E-05 1.02E-04
Chromium 3.68E-06 3.33E-06 3.57E-06 3.53E-06
Cobalt 3.19E-07 < 4.69E-07 < 4.56E-07 4.15E-07
Copper 1.10E-05 1.49E-05 8.83E-06 1.16E-05
Iron '6.43E-05 419E-05 " 3.44E-05 4.69E-05
Lead 1.39E-04 1.91E-04 1.02E-04 1.44E-04
Magnesium 2.38E-05 2.08E-05 1.40E-05 1.96E-05
Manganese 5.41E-05 9.80E-06 1.04E-05 2.48E-05
Nickel 1.76E-05 1.31E-07 3.65E-08 5.92E-06
Potassium 2.30E-04 - 2.20E-04 1.50E-04 2.00E-04
Selenium 8.32E-07 1.12E-06 5.70E-07 8.41E-07
Silver < 462E-07 < 469E-07 < 4.56E-07 4.62E-07
Sodium 6.57E-04 7.97E-04 5.89E-04 6.81E-04
. Thallium 5.32E-07 9.80E-07 7.20E-07 7.44E-07
Vanadium 2.40E-07 < 4.69E-07 < 4.56E-07 3.88E-07
Zinc 2.36E-05 2.54E-05 2.30E-05 2.40E-05
MERCURY EMISSIONS
Concentration @ 7% Oz - ug/dscm 9.36E+01 1.43E+01 1.75E+01 4.18E+01
Mass Rate - Ib/hr 3.76E-05 7.31E-06 6.38E-06 1.71E-05

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
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TABLE 3-16

SUMMARY OF PARTICULATE AND MERCURY EMISSIONS
JCI/UPCYCLE

HAMMERMILL DRYER OUTLET

RUN 1.D. HDO-M5/101A-R1  HDO-M101A/5-R2 - AVERAGE
DATE 02/28/01 02/28/01
TIME STARTED 15:08 : 18:47
TIME ENDED 17:06 20:47

SAMPLING PARAMETERS

Metered Volume - dcf ’ 99.344 123.611 111.478
Corrected Volume - dscf 102.721 129.809 116.265
Total Test Time - min 118 : 120 . 119
% lIsokinetics 96.2 91.6 93.9
GAS PARAMETERS

Gas Temperature - ° F 120 125 123
Oxygen - % ' 19.6 19.8 19.7
Carbon Dioxide - % 0.4 0.7 0.6
Moisture - % 5.3 6.9 6.1
GAS FLOWRATE :
Velocity - ft/sec 13.36 17.81 15.58
Actuatl Volume - acfm 1339 1785 1562
Standard Volume - dscfm 1127 1471 1299

PARTICULATE EMISSIONS

Conc. - gr/dscf - 0.015 0.011 0.013
Mass Rate - Ib/hr 0.14 0.14 ‘ 0.14

MERCURY EMISSIONS

Concentration gr/dscf 1.13E-05 < 1.19E-07 < 5.69E-06
Mass Rate - Ib/hr 1.09E-04 < 1.50E-06 < 5.52E-05
Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs
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SUMMARY OF TOTALC

TABLE 3-17

KILN SCRUBBER INLET

HROMOGRAPHABLE SVOC LOADINGS
JCI/UPCYCLE

KSI-MTCO-R1

RUN LD. KSI-MTCO-R2 = KSI-MTCO-R3 AVERAGE

DATE 03/15/01 03/15-16/01 03/16/01 .

TIME STARTED 17:25 22:51 02:43

TIME ENDED 21:50 01:51 05:43

SAMPLING PARAMETERS

Metered Volume - dcf 119.575 120.287 121.161 120.341

Corrected Volume - dscf 113.956 114.662 115.596 114.738

Total Test Time - min 180 180 180 180

% Isokinetics 105.4 - 109.0 108.5 107.6

GAS PARAMETERS

Gas Temperature - °F 652 660 644 652
" Oxygen - % 8.9 8.8 9.6 9.1

Carbon Dioxide - % 16.4 16.4 16.3 16.4

Moisture - % 14.9 14.1 13.5 14.2

GAS FLOWRATE

Velocity - ft/sec 5.91 5.74 5.69 5.78

Actual Volume - acfm 121 117 116 118

Standard Volume - dscfm 49 48 48 48

SEMIVOLATILE ORGANIC LOADINGS

GRAVIMETRIC ORGANICS (C-17 AND ABOVE)

Conc. - (gr/dscf) ' 4.02E-03 1.22E-02 1.57E-02 1.06E-02

Mass Rate - Ib/hr 1.69E-03 4.99E-03 6.50E-03 4.,39E-03

SEMIVOLATILE ORGANIC LOADINGS

CHROMATOGRAPHABLE ORGANICS (>C-7 THRU <C-17)

Conc. - (gr/dscf) 1.09E-03 6.17E-03 6.25E-03 4.50E-03

Mass Rate - Ib/hr 4 56E-04 2.52E-03 2.59E-03 1.85E-03
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TABLE 3-18

SUMMARY OF TOTAL CHROMOGRAPHABLE SVOC EMISSIONS

~ JCIUPCYCLE
KILN SCRUBBER OUTLET

RUN L.D. KSO-MTCO-R1 KSO-MTCO-R2 KSO-MTCO-R3 AVERAGE
DATE 03/15/01 03/15-16/01 03/16/01
TIME STARTED 17:25 22:51 02:43
TIME ENDED 21:50 01:51 05:43
SAMPLING PARAMETERS
Metered Volume - dcf 179.134 185.637 191.522 . 185.431
Corrected Volume - dscf 173.445 181.068 186.465 180.326
Total Test Time - min . 180 180 . 180 180
% lsokinetics . 102.6 103.7 105.4 103.9
GAS PARAMETERS
Gas Temperature - °F 117 117 118 118
Oxygen - % 17.3 16.9 1741 17.1
Carbon Dioxide - % 3.6 3.9 3.7 3.7
Moisture - % - 8.7 ‘ 8.4 8.9 8.7
GAS FLOWRATE ‘
Velocity - ft/sec 2438 25.07 25.59 25.01
Actual Volume - acfm 498 512 523 511
Standard Volume - dscfm 417 431 436 428
SEMIVOLATILE ORGANIC LOADINGS
GRAVIMETRIC ORGANICS (C-17 AND ABOVE)
Conc. - (gr/dscf) 5.34E-05 < 8.52E-05 < 8.28E-05 4.43E-05
Mass Rate - Ib/hr 1.91E-04 < 3.15E-04 < 3.09E-04 1.63E-04
SEMIVOLATILE ORGANIC LOADINGS
CHROMATOGRAPHABLE ORGANICS (>C-7 THRU <C-17)
Conc. - (gr/dscf) ' 3.65E-05 4.70E-04 2.98E-05 1.07E-04
Mass Rate - Ib/hr 1.30E-04 1.74E-03 1.11E-04 3.96E-04
Notes

< Indicates below minimum detection limit (or average calculated using cne or more nondetected runs).
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TABLE 3-19A
(CONTINUED ON TABLE 3-19B)

SUMMARY OF TARGETED VOC LOADINGS
JCIHUPCYCLE

KILN SCRUBBER INLET

RUN L.D. KSI-M0030-R2 KS1-M0030-R3 KSI-M0030-R4 AVERAGE
DATE 03/14/01 03/15/01 03/15/01
TIME STARTED 22:10 00:06 00:58
TIME ENDED 22:50 : 00:46 01:58

SAMPLING PARAMETERS

Corrected Volume - dscf 0.779 ’ 0.722 0.713 0.738
Corrected Flow Rate - dscfm (1) 51 50 50 50

MASS RATE - Ib/hr

Dichlorodifluoromethane < 1.04E-06 < 1.13E-06 < 3.08E-06 < 1.75E-06
Chloromethane BEJ 9.07E-05 BEJ 1.62E-04 BEJ 1.54E-04 BEJ 1.36E-04
Vinyl Chloride E 3.51E-05 E 4.41E-05 E  439E-05 E 4.10E-05
Bromomethane BEJ 1.70E-05 B  8.34E-06 BEJ 2.85E-05 BEJ 1.79E-05
Chloroethane E 1.57E-05 8.30E-06 E 4.01E-05 E 2.14E-05
Trichlorofluoromethane < 6.20E-07 < B6.72E-07 < 1.83E-06 < 1.04E-06
1,1-Dichloroethene < 1.33E-06 < 1.44E-06 < 3.95E-06 < 2.24E-06
lodomethane < 7.94E-07 <  8.60E-07 < 2.35E-08 < 1.33E-06
Carbon disulfide E 3.45E-05 E 5.45E-05 E 4.28E-05 E 4.39E-05
Acetone E 3.72E-04 'E 3.00E-04 E 6.53E-04 E 4.42E-04
Allyl Chloride 1.43E-06 6.99E-06 1.07E-06 3.16E-06
Methylene chloride B 1.15E-03 B 1.37E-03 BE  1.55E-03 BE 1.36E-03
Acrylonitrile EJ 4.73E-04 E 6.70E-05 E 5.57E-04 EJ 3.66E-04
trans-1,2-Dichloroethene < 8.70E-07 < 9.43E-07 <  2.58E-06 - < 1.46E-06
1,1-Dichloroethane <  6.92E-07 < 7.52E-07 < 2.05E-06 < 1.17E-06
Vinyl Acetate < 1.12E-06 < 1.22E-06 < 3.33E-06 < 1.89E-06
2,2-Dichloropropane < 7.32E-07 <  7.95E-07 < 217E-06 < 1.23E-06
cis-1,2-Dichloroethene < 8.13E-07 < 8.83E-07 < 2.41E-06 < 1.37E-06
2-Butanone E 2.84E-05 6.80E-06 E 3.04E-05 E  2.18E-05
Chloroform 2.62E-06 2.13E-06 2.55E-06 - 2.43E-06
Bromochloromethane 3.34E-06 1.34E-06 3.17E-06 2.62E-06
1,1,1-Trichloroethane < 5.05E-07 <  5.48E-07 <  1.49E-06 < 8.48E-07
Carbon tetrachloride 4.28E-06 3.78E-06 3.73E-06 3.93E-06
1,1-Dichloropropene < 7.34E-07 < 7.97E-07 < 2.17E-06 < 1.23E-06
Benzene BE 4.23E-05 BE 5.12E-05 E 4.80E-05 BE  4.72E-05
1,2-Dichloroethane <  8.02E-07 < B8.69E-07 <  2.36E-06 < 1.35E-06
Trichloroethene 9.96E-07 6.51E-07 9.00E-07 8.4SE-07
1,2-Dichloropropane 7.19E-07 J  1.92E-07 5.10E-07 J 4.74E-07
Dibromomethane < 1.63E-06 < 1.77E-06 < 4.81E-06 < 2.74E-06
Methyl Methacrylate 6.67E-06 3.41E-06 8.94E-06 6.34E-06
Bromodichloromethane 7.02E-07 J  3.30E-07 7.79€E-07 J 6.04E-07
cis-1,3-Dichloropropene < 6.69E-07 < 7.25E-07 < 1.97E-06 < 1.12E-06
4-Methyl-2-pentanone < 1.86E-06 <  2.02E-06 < 5.51E-06 < 3.13E-06
Toluene E 6.47E-05 E 7.05E-05 EJ 1.12E-04 EJ 8.25E-05
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TABLE 3-19B
(TABLE 3-19A CONTINUED)

SUMMARY OF TARGETED VOC LOADINGS

JCIWUPCYCLE
KILN SCRUBBER INLET
RUN 1.D. KSI-M0030R2  KSIM0030-R3 KSI-M0030-R4 AVERAGE
DATE 03/14/01 03/15/01 03/15/01
TIME STARTED 22:10 00:06 00:58
TIME ENDED 22:50 00:46 01:58

MASS RATE - Ibhr

trans-1,3-Dichloropropene < B8.05E07 < B.74E07 < 2.37E-06 < 1.35E-06
*1,1,2-Trchloroethane < 1.35E-06 < 1.47E06 <  4.00E-06 < 227e06
Ethyl Methacrylate < 1.79E-06 < 1.94E06 < 5.29E-06 < 3.01E-06
Tetrachioroethene J  3.98E-07 5.87E07 J  3.80E-07 J  A55E07
1,3-Dichloropropane < 7.37E407 < 7.88E07 < 2.22E-06 < 1.25E-06
2-Hexanone . . 8.23E-07 < 2.71€E086 8.25€-07 1.45E-06
Dibromechloromethane < 9.09E-07 <  9.72E07 < 2.74E06 < 1.54E-06
1,2-Dibromoethane < 1.01E<06 < 1.08E-06 < 3.05E-06 < 1.72E06
Chlorobenzene E 1.51E-05 E 2.61E-05 E _ 1.75E05 E  1.96E-05
1,1,1,2-Tetrachloroethane < 9.74E07 < 1.04E-06 < 2.93E-06 < 1.65E-06
Ethylbenzene 1.42E-06 2.00E-06 1.41E-06 1.61E-06
m-/p-Xylene 4.93€-06 4.88E-06 4.80E-06 4.87E-06
o-Xylene 1.17€-06 1.25E-06 1.15€-06 1.19E-06
Styrene 3.51E06 J 3.85E-07 2.91€06 J  2.27E-06
Bromoform < 1.77€-06 < 1.90E-06 < 5.35E-06 < 3.01E06
Cumene J  3.55E07 4 4.49E07 J  3.62E07 J  3.89E-07
1,1,2,2-Tetrachloroethane < 1.07€-06 < 11506 < 2.94E-06 < 172606
Bromobenzene B 5.37E-07 B 5.13E-07 8 5.66E07 8  5.39E07
1,2,3-Trichloropropane < 1.33E-06 <  1.43E-06 < 3.66E-06 < 2.14E06
n-Propylbenzene 8.32E07 1.10E-06 8.35E-07 9.22E-07
trans-1,4-Dichloro-2-butyne < 3.44E-06 < 3.72E-06 < 9.49E-06 < 5.55E-06
2-Chlorotoluene < 9.62E07 < 1.03E-06 < 2.64E-06 < 1.54E-06
4-Chlorotoluene < 9.49E407 < 1.02E-06 < 2.60E-06 <  1.52E-06
1,3,5-Trimethylbenzene 4.42E07 J  3.67E-07 4.64E-07 4 4.24E07
ten-Butylbenzene < 28507 < 3.06E-07 < 7.73E07 < 4.54E07
1,2,4-Trimethylbenzene 2.43E06 3.15E-06 2.35E-06 2.64E-06
sec-Butylbenzene J 8.66E-08 J  1.28E07 J  1.02E-07 J  1.06E07
p-Cymene 8.06E-07 6.69E-07 8.07E-07 7.61E07
1.3-Dichlorobenzene B 4.52E-06 B 4.00E-06 B 4.98E-06 B 4.50E-06
1.4-Dichlorobenzene 6.08E-06 5.94E-06 6.46E-06 6.16E-06
Benzyl chioride 1.98E-06 6.78E-07 2.41E-06 1.69E-06
n-Butylbenzena 6.93E-07 4.86E-07 8.53E-07 8.77€-07
1,2-Dichlorobenzene B S543E06 . 8 3.38E06 B 5.67E06 B 4.83E-06
1,2-Dibromo-3-chloropropane < 3.79E-06 < 4.12E-06 < 1.04E-05 <  6.11E-06
1,2.4-Trichlorobenzene B 2.49E-06 8 1.27E-06 B 4.93E-06 B 2.90E-06
Hexachlorobutadiene < 1.17E<06 < 1.26E-06 < 3.23E-06 < 1.B89E-06
Naphthalene BE 2.25€-05 BE 2.05E-05 BE 4.00E-05 BE  2.77E4S
1.2,3-Trichlorobenzene B 9.44E-07 B 4.49E07 B  2.05E-06 8 1.15E-06
TOP 10 TENTATIVELY IDENTIFIED COMPOUNDS
Thiophene 8.92E-05 1.06E-04 1.35E-04 1.10E-04
Furandione (Maleic Anhydride) 2.86E-05 3.19€-05 3.83E-05 3.30E-05
Unknowns 1.21E05 1.49€-05 1.90E-05 1.536-05
Pentene 4.61E-06 6.94E-06 6.59E-06 6.05E-06
Trichloroacetonitrile ' 4.18E-06 3.77E-06 N/A NIA
Methylfuran Isomers 7.07E-06 5.00E-06 9.33E-06 7.13E06
Cyanogen chloride 3.56E-06 N/A 3.42E-06 NIA
Cyclohexane 3.22E-06 6.07€-06 N/A N/A
n-Methoxy-methylamine 2.30E-06 N/A N/A N/A
Methylthiophene Isomers N/A 1.03E-05 1.82E-05 N/A
Benzonitrile N/A 2.93E-06 5.10E-06 N/A
Notes
Because of poor surrog: ies in the ples from KSI-M0030-R1, the samples from KSI-M0030-R2, -R3, and -R4
were analyzed and reported.
{1) Gas flowrate data was taken from run 3 of Method 0010 sampling.
< Indicates below minimum d ion limit {or g Iculated using one or more nondetected runs).

(B) Present In labaratory blank.
{J) Detected but below the quantitation iimit; quantity is estimated.

(E) Detected but above calibration range; quantity estimated.
(N/A) Not identified as one of the top 10 ively identified compound
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TABLE 3-20A
{CONTINUED ON TABLE 3-20B)

SUMMARY OF TARGETED VOC EMISSIONS
JCIUPCYCLE

KILN SCRUBBER OUTLET

RUN 1.D: KSO-M0030-R1 KSO-M0030-R2 KSO-M0030-R4 AVERAGE
DATE 03/14/01 03/14/01 03/15/01 ’
TIME STARTED 21:08 22:10 00:58

TIME ENDED 21.48 22:50 01:38

SAMPLING PARAMETERS

Corrected Volume - dscf 0.696 ' 0.693 0.699 0.696
Corrected Flow Rate - dscfm (1) 366 366 354 362
MASS RATE - Ib/hr

Dichlorodifluoromethane < 9.12E-06 < B8.74E-06 < 2.38E-05 <  1.39E-05
Chloromethane BE 7.46E-05 B 2.43E-05 BJ 6.67E-04 BEJ  2.55E-04
Viny! Chloride < 1.54E-05 < 1.46E-05 < 4.00E-05 <  233E-05
Bromomethane BJ 4.08E-05 BJ 3.74E-05 - BJ 1.36E-04 BJ 7.14E-05
Chloroethane < 2.90E-05 < 2.78E-05 < 7.57E-05 < 442E-05
Trichlorofluoromethane 4.59E-06 J  2.72E-06 J 2.41E-06 J 3.24E-06
1,1-Dichloroethene 6.26E-06 J 1.61E-06 J 268E-07 J  271E-06
lodomethane 6.89E-06 1.05E-05 4.56E-06 7.33E-06
Carbon disulfide 4.65E-05 6.35E-06 5.36E-06 1.94E-05
Acetone < 9.87E-05 2.67E-03 4.38E-03 < 2.39E-03
Allyl Chloride < 1.03E-05 < 9.89E-06 < 2.69E-05 <  1.57E-05
Methylene chloride B 8.19E-03 B 7.81E-03 B 1.15E-02 B  9.18E-03
Acrylonitrile E 254E-04 < 1.21E-04 1.89E-05 <E  1.32E-04
trans-1,2-Dichloroethene < 7.64E-06 < 7.32E-06 < 1.99E-05 < 1.16E-05
1,1-Dichloroethane < 6.09E-06 < 5.83E-06 < 1,58E-05 <  9.25E-06
Vinyl Acetate < 9.93E-06 . < 9.51E-06 < 2.57E-05 < 1.51E-05
2,2-Dichloropropane < 6.43E-06 < 6.16E-06 < 1.68E-05 <  9.78E-06
cis-1,2-Dichloroethene < 7.15E-06 < 6.84E-06 < 1.86E-05 < 1.09E-05
2-Butanone 5.83E-05 < 4.40E-05 < 1.19E-04 < 7.37E-05
Chloroform 4.66E-06 J 1.82E-06 J  1.54E-06 J  267E-06
Bromochloromethane J 2.23E-06 J  9.08E-07 J 2.55E-06 J 1.89E-06
1,1,1-Trichloroethane < 4.43E-06 < 4.26E-06 < 1.15E-05 < B6.74E-06
Carbon tetrachloride J  2.71E-06 J 2.30E-06 J  2.08E-06 J  2.37E-06
1,1-Dichloropropene < 5.53E-06 < 5.44E-06 < 1.72E-05 <  9.38E-06
Benzene B 1.36E-05 B 6.84E-06 B 5.63E-06 B  8.68E-06
1,2-Dichloroethane < 6.04E-06 < 5.92E-06 < 1.87E-05 < 1.02E-05
Trichloroethene < 7.90E-06 < 7.75E-06 < 2.46E-05 < 1.34E-05
1,2-Dichloropropane < 6.55E-06 < 6.43E-06 < 2.04E-05 < 1.11E-05
Dibromomethane < 1.23E-05 < 1.20E-05 < 3.82E-05 < 2.08E-05
Methy! Methacrylate < 2.39E-05 < 2.35E-05 < 7.43E-05 < 4.06E-05
Bromodichloromethane < 4.55E-06 < 4.47E-06 < 1.41E-05 < 7.71E-06
cis-1,3-Dichloropropene < 5.03E-06 < 4.93E-06 < 1.56E-05 < 8.51E-06
4-Methyl-2-pentanone < 1.41E-05 < 1.38E-05 < 437E-05 <  2.39E-05
Toluene E 5.17E-03 6.09E-04 J 4.88E-04 EJ 2.09E-03
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TABLE 3-20B
(TABLE 3-20A CONTINUED)

SUMMARY OF TARGETED VOC EMISSIONS
JCIUPCYCLE

KILN SCRUBBER OUTLET

RUNI.D. KSO-M0030-R1 KS0-M0030-R2 KSO-M0030-R4 AVERAGE
DATE 03/14/01 03/14/01 03/15/01
TIME STARTED 21:08 22:10 00:58
TIME ENDED 21:48 22:50 01:38

MASS RATE - Ib/hr

trans-1,3-Dichlaropropene < 6.05E-06 < 5.95E-06 < 1.BBE-05 < 1.03E-05
1,1,2-Trichloroethane < 1.02E-05 < 90.99E-06 < 3.17E-05 < 1.73E-05
Ethyl Methacrylate < 1.35E-05 < 1.32E-05 < 4.20E05 < 2.29E-05
Tetrachloroethene J  974E07 J  9.77E-07 J  8.04E-07 J  9.19EQ7
From Method 82608 ’

2-Hexanone < 1.78E-05 < 1.B4E-05 < 5.9BE-05 < 3.20E05
Dibromochloromethane < B.34E-06 < 6.55E-06 < 2.18E-05 <  1.15E-05
1,2-Dibromoethane < 7.0BE-06 < 7.32E.06 < 2.40E-05 < 1.28E05
Chiorabenzene 3.83E-06 J  7.68E-07 J  469E-07 J  1.69E-06
1,1,1,2-Tetrachloroethane < 6.80E06 < 7.03E-06 < 230E-05 < 1.23E-05
Ethylbenzene J  2.16E-06 J  1.95E-08 J 161E-08 J *191E08
m-/p-Xylene 8.28E-06 J 6.91E06 J 5.90E-06 J  7.03E-06
o-Xylene J  2.44E-08 J  1.68E-06 J  1.68E-08 J  1.93E-06
Styrene J  1.25E-08 J  419E-07 J  5.36E-07 J  7.36E-07
Bromoform < 1.24E-05 < 1.28E-05 © < 4.20E-05 < 2.24E-05
Cumene < 1.55E-06 < 1.58E-08 < 5.96E-06 < 3.03E-06
1,1,2,2-Tetrachloroethane < 6.64E-06 < B.76E-06 < 2.B0E-05 < 1.31E08
Bromobenzene < B.19E06° < 6.31E-06 < 2.45E-05 < 1.23E-05
1,2,3-Trichloropropane < B824E-06 < B8.38E-06 < 3.24E-05 < 1.63E-05
n-Propyibenzene J  9.05e-07 J 5.59E-07 J  4.02E-07 J  6.22E-07
trans-1,4-Dichloro-2-butyne < 2.13E-05 < 2.17E-05 < B8.40E-05 <. 4.23E-05
2-Chlorotoluens < 6.23e-06 < 6.01E-06 J  1.34E-07 <) 4.126-08
4-Chlorotoluene < 5.82E-08 < 5.92E-06 < 2.30E-05 < 1.16E-08
1,3,5-Trimethylbanzene 4 2.7E06 J  1.54E-06 J  1.21E-06 J  1.82E-06
tert-Butylbenzene < 1.76E.08 < 1.80E.06 < 6.82E-06 <  3.46E-06
1,2,4-Trimethylbenzene 9.33£-06 6.21E-06 4.29E-06 6.61E-06
sec-Butylbenzene J  4.18E-07 - < 1.42E-06 J  201E07 .<J)  6.B0E-07
p-Cymene 1.25E-06 J  4.89E-07 J 4.69E07 J  7.37E07
1,3-Dichlorobenzene B 9.05E-07 8J 7.68E07 BJ 1.34E.07 B8J 6.02E-07
1,.4-Dichlorobenzene 8.14E-06 J 1.82E-06 J 6.03E-07 J  3.52E-06
Benzyl chloride J 1.32E-06 < 536E-06 J 26BE-07 <)  2.32E-06
n-Butylbanzene J  1.04E-06 J  4.19E-07 J  2.68E-07 J  S577E07
1,2-Dichlorobenzene B 5.08E-06 Bl 6.98E-07 BJ 1.34E.07 BJ 1.97E-06
1,2-Dibromo-3-chloropropane < 2.36E-05 < 2.40E-05 < 9.21E-0% < 466E-05
1,2,4-Trichlorobenzene 8 251E-05 8J 251E-08 < 202E05 <BJ  1.59E-05
Hexachiorobutadiene < 7.20E-06 < 7.34E-06 < 2.85E-05 < 1.44E.05
Naphthalene BE 5.31E-04 B 6.68E-05 B 1.82E-05 BE  2.05E-04
1,2,3-Trichlorobenzene B 214E05 BJ 8.77E-07 < 2.60E-05 <BJ 161E-05
TOP 10 TENTATIVELY IDENTIFIED COMPOUNDS

Unknown Branched Alkanes 8.65E-05 4.43E-05 2.14E-05 5.07E-05
Benzonitrile 1.64E-05 N/A 4.96E-06 7.13E-06
Unknown Cyclic Alkanes 1.39E-05 N/A NIA N/A
Benzothiophene 1.37E-05 N/A h NIA N/A
Mathylbutane 1.25€-05 6.35E-06 1.03E-05 9.69E-06
Pentane 1.22E-05 6.49E-06 1.25E-05 1.04E-05
Phenyl Ketone N/A 6.84E-06 2.75E-08 N/A
Methyl Propane N/A 3.07E-06 N/A N/A
Fluorotrimethylsilane N/A N/A 6.57E-06 N/A

Notes
Because of loss of data acquisition for the samptes from KSO-M0030-R3, the samples from KSO-M0030-R1, -R2, and -R4
were analyzed and reported.
(1) Gas flowrate data was taken from run 3 of Method 0010 sampling.
< Indicates befow minimum detection limit (or average calculated using ona or mare nondetected runs).
(B) Present in laboratery blank.
(J) Detected but below the quantitation limit; quantity is estimated.
(E) Detected but above calibration range: quantity estimated.
(N/A) Not identified as one of the top 10 tentatively identified compounds.
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TABLE 3-21
SUMMARY OF TOTAL VOC LOADINGS

JCI/UPCYCLE
KILN SCRUBBER INLET

RUNI.D. - KSI-M0040-R1 KS1-M0040-R2 KSI-M0040-R3 AVERAGE
DATE 03/15-16/01 03/16/01 ' 03/16/01
TIME STARTED i 23:22 00:34 01:45
TIME ENDED 00:22 01:34 02:45

SAMPLING PARAMETERS

Corrected Volume - dscf 0.507 0.608 0.608 0.574
Corrected Flow Rate - dscfm 48 (1) 48 (1) 48 (2) 48

TOTAL VOC LOADINGS

Methane Congc. - ppmdv 3.93E+00 4.71E+00 3.36E+00 4.00E+00
Mass Rate - Ib/hr 4.71E-04 5.65E-04 4.03E-04 4.80€-04

Ethane Conc. - ppmdv <  5.00E-01 <  5.00E-01 <  5.00E-01 < 5.00E-01
Mass Rate - Ib/hr < 1.12E-04 < 1.12E-04 ‘< 1.12E-04 < 1.12E-04

Cz as Ethane Conc. - ppmdv ' 1.19E+01 1.38E+01 1.06E+01 1.21E+01
Mass Rate - Ib/hr 2.67E-03 3.10€-03 2.38E-03 . 2.72E-03

Propane Conc. - ppmdv ‘ <  5.00E-01 <  5.00E-01 <  5.00E-01 < 5.00E-01
Mass Rate - Ib/hr <  1.65E-04 <  1.65E-04 <  1.65E-04 < 1.65E-04

C3 as Propane Conc. - ppmdv 3.17E+00 3.85E+00 3.15E+00 3.39E+00
Mass Rate - Ib/hr 1.04E-03 1.27E-03 1.04E-03 1.12E-03

Butane Conc. - ppmdv <  5.00E-01 <  5.00E-01 <  5.00E-01 < 5.00€-01
~ Mass Rate - Ib/hr < 2A17E-04 <  217E-04 < 217E-04 < 247E-04

Pentane Conc. - ppmdv < 5.01E-01 < 5.01E-01 - < 5.01E-01 < 5.01E-01
Mass Rate - Ib/hr < 2.70E-04 < 2.70E-04 <  2.70E-04 <  2.70E-04

Cs as Pentane Congc. - ppmdv . 1.48E-02 8.42E-03 1.38E-02 1.23E-02
Mass Rate - Ib/hr 7.98E-06 4.54E-06 © 7.45E-06 6.66E-06

Hexane Conc. - ppmdv < 5.01E-01 < 5.01E-01 < 5.01E-01 < 5.01E-01
Mass Rate - Ib/hr < 3.23E-04 < 3.23E-04 < 323E-04 < 3.23E-04

Cs as Hexane Conc. - ppmdv < 1.94E-04 <  1.62E-04 <  1.72E-04 < 1.76E-04
Mass Rate - ib/hr < 1.25E-07 < 1.04E-07 <  1.1E-07 < 1.13€-07

Heptane Conc. - ppmdv <  5.01E-01 < 5.01E-01 < 501E-01 T < 5.01E-01
Mass Rate - Ib/hr <  3.75E-04 © < 3.75E-04 <  3.75E-04 < 3.75E-04

C7 as Heptane Conc. - ppmdv ~  1.64E-03 ~ 1.39E-03 ~  1.43E-03 - 1.49E-03
Mass Rate - ib/hr ~  1.22E-06 ~  1.04E-06 ~ 1.07E-06 - 1.11E-06

Notes

(1) Gas flowrate data taken from run 2 of the total chromatographable organic sampling (KSI-MTCO-R2).
(2) Gas flowrate data taken from run 3 of the total chromatographable organic sampling (KSI-MTCO-R3).
< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
~ indicates estimate (above detection limit, but below limit of quantification).
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TABLE 3-22
SUMMARY OF TOTAL VOC EMISSIONS

JCIUPCYCLE
KILN SCRUBBER OUTLET

RUN I.D. KSQ-M0040-R1 KSO0-M0040-R2 KS0-M0040-R3 AVERAGE
DATE 03/15-16/01 03/16/01 03/16/01

TIME STARTED 23:22 00:34 01:45

TIME ENDED 00:22 01:34 02:45

SAMPLING PARAMETERS

Corrected Volume - dscf 0.635 0.627 0.655 0.639
Corrected Flow Rate - dscfm 431 (1) 431 (1) 436 (2) 433

TOTAL VOC EMISSIONS

Methane Conc. - ppmdv 3.61E+00 3.86E+00 3.54E+00 3.67E+00

Mass Rate - Ib/hr 3.89E-03 4.16E-03 3.86E-03 ' 3.97E-03

Ethane Conc. - ppmdv < 5.00E-01 < 5.00E-01 <  5.00E-01 <  5.00E-01

Mass Rate - Ib/hr < 1.01E-03 < 1.01E-03 < 1.02E-03 < 1.01E-03

C2 as Ethane Conc. - ppmdv <  §.00E-01 <  5.00E-01 <  5.00E-01 < 5.00E-01

Mass Rate - Ib/hr < 1.01E-03 < 1.01E-03 < 1.02E-03 < 1.01E-03

Propane ~ Conc. - ppmdv <  5.00E-01 < 5.00E-01 <  500E-01 < 5.00E-01

. Mass Rate - Ib/hr <  1.48E-03 <  1.48E-03 <  1.50E-03 < 1.49E-03
Cs as Propane Conc. - ppmdv <  5.00E-01 <  5.00E-01 <  5.00E-01 < 5.00E-01 .

Mass Rate - Ib/hr <  1.48E-03 < 1.48E-03 <  1.50E-03 < 1.49E-03

Butane Conc. - ppmdv < 5.00E-01 < 5.00E-01 < 5.00E-01 < 5.00E-01

Mass Rate - ib/hr < 1.95E-03 < 1.95E-03 < 1.97E-03 < 1.96E-03

Pentane Conc. - ppmdv < S5.01E-01 <  5.01E-01 <  501E-01 < 5.01E-01

Mass Rate - Ib/hr < 2.43E-03 <  2.43E-03 < 2.45E-03 < 2.43E-03

Cs as Pentane Conc. - ppmdv 1.24E-02 8.13E-03 7.30E-03 9.28E-03

Mass Rate - Ib/hr 6.01E-05 3.94E-05 3.57E-05 4.51E-05

Hexane Conc. - ppmdv < 5.01E-01 <  5.01E-01 < S5.01E-01 < 5.01E-01

Mass Rate - Ib/hr <  2.90E-03 < 2.90E-03 < 2.93E-03 < 2.91E-03

Cs as Hexane Conc. - ppmdv <  1.55E-04 < 1.57E-04 <  1.50E-04 < 1.54E-04

Mass Rate - Ib/hr <  B8.98E-07 < 9.10E-07 <  8.80E-07 < 8.96E-07

Heptane Conc. - ppmdv < 5.01E-01 <  5.01E-01 <  5.01E-01 < 5.01E-01

) Mass Rate - Ib/hr <  3.37E-03 <  3.37E-03 < 3.41E-03 < 3.38E-03

C7 as Hexane Conc. - ppmdv ~  1.40E-03 ~  1.31E-03 ~  1.12E-03 ~ 1.28E-03

Mass Rate - ib/hr ~  9.43E-06 ~  B.79E-06 ~  7.62E-06 g 8.61E-06

Notes

(1) Gas flowrate data taken from run 2 of the total chromatographable organic sampling (KSO-MTCO-R2).
(2) Gas flowrate data taken from run 3 of the total chromatographable organic sampling (KSO-MTCO-R3).
< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
~ indicates estimate (above detection limit, but betow limit of quantification).
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TABLE 3-23

SUMMARY OF HCL, HBR, HF, AMMONIA AND CHLORINE LOADINGS

JCI/UPCYCLE

KILN SCRUBBER INLET

KSI-M0050-R3

RUNID. KSI-M0050-R1 KSI-M0050-R2 AVERAGE
DATE 03/14/01 03/14/01 03/14/01

TIME STARTED 07:50 10:34 13:13

TIME ENDED 09:50 12:34 15:13

SAMPLING PARAMETERS

Metered Volume - dcf 79.757 80.927 82.304 80.996
Corrected Volume - dscf 74.964 75.893 77.161 76.006
Total Test Time - min 120 120 120 120
% isokinetics 100.7 102.1 102.9 101.9
GAS PARAMETERS

Gas Temperature - ° F 702 676 677 685
Oxygen - % 8.0 9.2 10.4 9.2
Carbon Dioxide - % 14.9 14.9 14.9 14.9
Moisture - % ’ 15.5 , 16.7 15.8 16.0
GAS FLOWRATE

Velocity - ft/sec 6.48 6.42 6.40 6.44
Actual Volume - acfm - 132 131 131 131
Standard Volume - dscfm 51 51 51 51
HCI LOADINGS

Concentration - ppmdv 660.39 654.96 550.91 622.09
Mass Rate - Ib/hr 1.90E-01 1.88E-01 1.59E-01 1.79E-01
HBr LOADINGS

Concentration - ppmdv 2.27 2.24 2.20 2.24
Mass Rate - ib/hr 1.45E-03 1.43E-03 1.42E-03 1.43E-03
HF LOADINGS

Concentration - ppmdv 64.46 69.85 62.89 65.73
Mass Rate - Ib/hr 1.02E-02 1.10E-02 9.98E-03 1.04E-02
AMMONIA LOADINGS

Concentration - ppmdv 81.39 58.12 52.28 - 63.93
Mass Rate - Ib/hr 1.09€-02 7.79E-03 7.06E-03 8.59E-03
CHLORINE LOADINGS

Concentration - ppmdv 1.03 2.60 272 2.12
Mass Rate - Ib/hr 5.75E-04 1.45E-03 1.53E-03 1.18E-03
Notes

* 02 and CO2 data were lost due to FAC equipment malfunction. Values shown are averages of

runs 1 (KSI-M0050-R1) and 3 (KSI-M0050-R3).
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. TABLE 3-24
A . SUMMARY OF HCL, HBR, HF, AMMONIA AND CHLORINE EMISSIONS

JCI/UPCYCLE
KILN SCRUBBER OUTLET

RUNL.D. KSO-M0050-R1  KSO-M0050-R2 KSO-M0050-R3 AVERAGE

DATE 03/14/01 03/14/01 03/14/01

TIME STARTED 07:50 10:34 13:13

TIME ENDED 09:50 12:34 15:13

SAMPLING PARAMETERS

Metered Volume - dcf 117.204 123.843 119.968 120.338

Corrected Volume - dscf 114.358 119.858 115.830 116.682

Total Test Time - min 120 120 120 120

% Isokinetics 97.6 101.8 106.0 101.8

GAS PARAMETERS

Gas Temperature - ° F B 111 113 117 114

Oxygen-% 16.9 171 17.2 17.1

Carbon Dioxide - % 3.0 31" 32 31

Moisture - % 8.0 ' 7.3 8.9 8.1

GAS FLOWRATE _

Velocity - ft/sec 25.10 25.09 23.83 24.67

Actual Volume - acfm 513 512 : 487 504
. Standard Volume - dscfm 434 436 404 425

HCI EMISSIONS

Concentration - ppmdv < 2.72E-02 < 260E-02 < 2.69E-02 < 2.67E-02

Mass Rate - Ib/hr < 6.71E-05 < 6.43E-05 < 6.17E-05 < 6.44E-05

HBr EMISSIONS

Concentration - ppmdv < 2.32E-02 < 2.22E-02 < 2.29E-02 < 2.28E-02

Mass Rate - Ib/hr < 1.27E-04 < 1.22E-04 < 1.17E-04 < 1.22E-04

HF EMISSIONS

Concentration - ppmdv < 5.08E-02 < 485E-02 < 5.02E-02 < 4.98E-02

Mass Rate - Ib/hr < 6.87E-05 < 6.59E-05 < 6.32E-05 < 6.59E-05

AMMONIA EMISSIONS

Concentration - ppmdv < 1.036-02 < 9.82E-03 < - 1.02E-02 < 1.01E-02

Mass Rate - Ib/hr < 1.18E-05 < 1.14E-05 < 1.09E-05 < 1.14E-05

CHLORINE EMISSIONS

Concentration - ppmdv 6.03E-03 1.02E-02 < 1.34E-02 < 9.91E-03

Mass Rate - Ib/hr 2.89E-05 493E-05 < 6.00E-05 < 4.61E-05

Notes

< [ndicates below minimum detection limit (or average calculated using one or more nondetected runs).

* 02 and CO2 data were lost due to FAC equipment malfunction. Values shown are averages of
runs 1 (KSO-M0050-R1) and 3 (KSO-M0050-R3). ' )
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TABLE 3-25

SUMMARY OF HEXAVALENT CHROMIUM LOADINGS
JCI/UPCYCLE

KILN SCRUBBER INLET

RUN L.D. KSI-M0061-R1  KSI-M0061-R2 KSI-M0061-R3 AVERAGE
DATE 03/14/01 03/14/01 03/15/01

TIME STARTED 17:25 21:08 00:06

TIME ENDED 19:25 23:08 02:06

SAMPLING PARAMETERS

Metered Volume - dcf 79.898 76.830 79.292 78.673
Corrected Volume - dscf 75.643 74.179 76.629 75.484
Total Test Time - min 120 120 120 120
% lsokinetics 100.6 99.5 103.2 101.1
GAS PARAMETERS

Gas Temperature - ° F 679 682 682 681
Oxygen - % 8.6 8.5 8.9 8.7
Carbon Dioxide - % 16.3 16.0 15.4 15.9
Moisture -% 15.6 16.3 16.9 16.3
GAS FLOWRATE

Velocity - ft/sec 6.37 6.39 6.41 6.39
Actual Volume - acfm 130 131 131 131
Standard Volume - dscfm 51 51 50 51
HEXAVALENT CHROMIUM LOADINGS

Conc. - ug/dscm 9.34 12.85 21.66 14.62
Mass Rate - Ib/hr - 1.79E-06 2.44E-06 4.10E-06 2.77E-06

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
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TABLE 3-26

SUMMARY OF HEXAVALENT CHROMIUM EMISSIONS
JCI/UPCYCLE

KILN SCRUBBER OUTLET

RUN I.D. KSO-M0061-R1 KSO-M0061-R2 KSO-M0061-R3 AVERAGE
DATE 03/14/01 03/14/01 03/15/01

TIME STARTED 17:25 21:08 . 00:06

TIME ENDED 19:25 23:08 02:06

SAMPLING PARAMETERS

Metered Volume - dcf 113.630 103.869 99.943 105.814
Corrected Volume - dscf 110.183 102.536 99.632 104.117
Total Test Time - min 120 120 120 120
% lsokinetics 106.8 103.6 104.2 104.9
GAS PARAMETERS

Gas Temperature - ° F 115 115 111 114
Oxygen - % .16.0 16.5 16.6 16.3
Carbon Dioxide - % 4.1 3.7 3.8 3.9
Moisture - % 8.1 8.6 8.4 8.3
GAS FLOWRATE

Velocity - ft/sec 22.08 21.31 20.39 21.26
Actual Volume - acfm 451 435 416 434
Standard Volume - dscfm 382 366 354 367
HEXAVALENT CHROMIUM EMISSIONS _

Conc. - ug/dscm < 025 < 030 < 0.32 0.29
Mass Rate - Ib/hr < 3.57E-07 < 4.06E-07 < 4 18E-07 3.94E-07

Notes

< Indicates below minimum detection limit (or average calculated using one or more nondetected runs).
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Table 3-27

ANALYSIS OF FUEL OIL SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
FUEL OIL COMPOSITE SAMPLES
Sampling date 03/16/01 03/16/01 Average
Duplicate
Sampling times NA(M NAM
Sampling frequency Once During Test Program
Halogens - %, wiw
total chlorine 0.07 0.06 0.06
total bromine < 001 < 0.01 < 0.01

total flourine < 0.01 < 0.01 < 0.01'

Notes:

(1) One representative comp05|te sample was taken from the oil supply tank during
the test program.

< |Indicates below analytical detection |Imlt ora non-detect included in an average.
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Table 3-28

ANALYSIS OF SHALE SAMPLES
JCIIUPCYCLE
AGGREGATE KILN TESTING

SHALE SAMPLES ,

Sampling date 03/16/01 03/16/01 Average
Duplicate

Sampling times NAM NAM
Sampling frequency Once During Test Program

Metals - mg/kg (dry)
Aluminum 7130 7120 7125
Antimony < 1 1 < 1
Arsenic 6.94 7.49 7.22
Barium 134 130 132
Beryllium < 0.5 0.5 < 0.5
Cadmium < 0.5 0.5 < 0.5
Calcium 36700 34300 35500
Chromium 7.24 7.46 7.35
Cobalt 15.4 15.5 15.5
Copper 39.4 42.0 40.7
Iron 24100 24600 24350
Lead 223 22.3 223
Magnesium 2490 2540 2515
Manganese 398 409 404
Nicke! 30.9 311 31.0
Potassium 6140 5720 5930
Selenium < 1 1< 1
Silver < 1 1 < 1
Sodium 1110 1080 - 1095
Thallium < 1 1 < 1

. Vanadium 8.8 8.76 8.78

Zinc 54.6 55.6 551
Mercury 0.172 0.074 0.123

Halogens - %, wiw
total chlorine 0.04 0.05 0.05
total bromine < 0.01 0.01 < 0.01
total flourine 0.03 0.03 0.03

Total Organic Carbon - %, wiw 0.4 0.4 04

Notes:

(1) One representative composite sample was taken during the testing program.
< Indicates below analytical detection limit or a non-detect included in an average.
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‘ ) Table 3-29A

ANALYSIS OF FEED PELLET SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

FEED PELLETS

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (4)) 1) 1) 1 !

Sampling frequency 60 minutes 60 minutes 60 minutes 60 minutes

Metals - mg/kg (dry)

Aluminum 11800 12300 ' 13000 12200 12325
Antimony < 1 < 1 < 1 < 1 < 1
Arsenic 10.4 10.5 10.4 119 10.8
Barium 127 124 131 129 128
Beryllium < 0.5 < 0.5 <. 05 < 0.5 . < 0.5
Cadmium 1.45 1.41 1.45 1.46 1.44
Calcium 17000 18100 17900 18500 . 17875
Chromium 116 117 120 119 118
Cobait 1341 11.9 125 128 12.6
Copper 126 115 118 138 124
Iron 29200 27800 28100 30000 28775
Lead 115 11 113 114 113
Magnesium 6440 6490 6600 6610 6535
Manganese 567 553 559 570 562
Nicke! 46.7 44.3 45.6 47.2 46.0
Potassium 3990 4070 4450 4220 4183
Selenium < 1 < 1 < 1 < 1 < 1
Silver 3.28 3.33 35 ' 34 34
Sodium 4370 3880 3980 4640 4218
Thallium < 1 < 1 < 1 < 1 < 1
Vanadium 28.3 274 , 289 29.3 28.4
Zinc 213 204 210 214 210
‘ Mercury 218 2.397 2.417 2.358 2338
Halogens - %, wiw ) :
total chlorine 0.31 0.32 0.28 0.35 0.32
total bromine < 001 < 001 < 001 < 001 < 0.01
total flourine < 0.01 < 0.01 < 001 < 001 < 0.01
PCDD/PCDF - pgl/g
TOTAL TCDF 400 350 400 400 388
TOTAL PCDF 430 420 410 420 420
TOTAL HxCDF . 530 480 520 510 510
TOTAL HpCDF 980 1000 990 920 973
TOTALTCDD 180 170 200 190 185
TOTAL PCDD 19 35 39 20 28
TOTAL HxCDD 190 190 190 190 190
TOTAL HpCDD - 790 770 780 780 780
2378-TCDF 88 87 87 88 88
2378-TCDD 120 120 120 120 120
12378-PCDF 13 14 13 13 13
23478-PCDF 28 33 26 25 28
12378-PCDD 29 47 45 40 4.0
123478-HxCDF 170 180 170 160 ‘ 170
123678-HxCDF 47 < 65 41 41 < 49
234678-HxCDF 17 17 16 16 17
123789-HxCDF 11 1.1 © 076 11 1.0
123478-HxCDD 45 4.3 45 44 4.4
123678-HxCDD 20 20 20 19 20
123789-HxCDD 15 15 14 14 15
1234678-HpCDF 700 710 700 680 698
1234789-HpCODF 22 23 22 21 22
1234678-HpCDD 340 330 330 330 333
OCDF 890 900 890 860 885
OCcDD 3100 3100 3100 3100 - 3100
2378-TCDD Equivalency 186 192 185 183 187
Notes:
(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14/01 - 0700, 03/15/01; 03/15/01: 0800, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection fimit or a non-detect included in an average.



Table 3-29B

ANALYSIS OF FEED PELLET SAMPLES
JCUUPCYCLE
AGGREGATE KILN TESTING

FEED PELLETS ‘
Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average

) Duplicate Composite
Sampling times (1 (N (M (1)
Sampling frequency 60 minutes 60 minutes 60 minutes 60 minutes

Herbicides - uglkg

2,4-D < 100 < 100 < 100 < 100 < 100
2,4,5-TP (Silvex) < 100 < 100 < 100 < 100 < 100
Pesticides - ug/kg
Aldrin < 20 < 20 < 20 < 20 < 20
alpha-BHC < 20 < 20 < 20 < 20 < 20
beta-BHC < 20 < 20 < 20 < 20 < 20
delta-BHC < 20 < 20 < 20 < 20 < - 20
gamma-BHC (Lindane) < 20 < 20 < 20 < 20 < 20
Chlordane < 100 < 100 < 100 < 100 < 100
4,4-DDD < 20 < 20 < 20 < 20 < 20
4,4-DDE < 20 < 20 < 20 < 20 < 20
4,4-DDT < 20 < 20 < 20 < 20 < 20
Dieldrin < 20 < 20 <. 20 < 20 < 20
Endosulfan | < 20 < 20 < 20 < 20 < 20
Endosulfan It < 20 < 20 < 20 < 20 < 20
Endosulfan sulfate < 20 < 20 < 20 < 20 < 20
Endrin < 20 < 20 <, 20 < 20 < 20
Endrin aldehyde < 20 < 20 < 20 < 20 < 20
Heptachlor < 20 < 20 < 20 < 20 < 20
Heptachlor epoxide < 20 < 20 < 20 < 20 < 20
Methoxychlor < 1000 < 1000 < 1000 < 1000 < 1000
Toxaphene < 1000 < 1000 < 1000 < 1000 < 1000
PCB - mg/kg
PCB 1016 . < 0.04 < 004 < 0.04 < 0.04 < 0.04
PCB 1221 < 0.04 < 0.04 < 0.04 < 0.04 < 0.04
PCB 1232 < 004 < 0.04 < 0.04 < 0.04 < 0.04
PCB 1242 , < 004 < 0.04. < 0.04 < 0.04 < 0.04
PCB 1248 0.12 0.14 0.17 0.13 0.14
PCB 1254 0.11 0.1 0.14 011 0.12
PCB 1260 < 0.04 < 0.04 < 0.04 < 0.04 < 0.04
Total PCB 0.23 0.24 0.31 0.24 0.26
Notes:
(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as follows
03/14/01: 0800, 03/14/01 - 0700, 03/15/01; 03/15/01: 0800, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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‘ Table 3-29C

ANALYSIS OF FEED PELLET SAMPLES

JCUUPCYCLE
AGGREGATE KILN TESTING
FEED PELLETS :
Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
) Duplicate Composite
Sampling times (1) (1) (1) (1)
Sampling frequency 60 minutes 60 minutes 60 minutes 60 minutes
Volatile Organic Compounds - ug/kg
Benzene 5 5 5 5 5
Bromobenzene 5 5 5 5 5
Bromochioromethane 50 50 50 50 50
Bromodichloromethane 50 50 50 50 50
Bromoform 5 5 5 5 5
Bromomethane 50 50 50 50 50
n-Butylbenzene 5
sec-Butylbenzene 5
tert-Butylbenzene 5
Carbon tetrachloride 5
Chlorobenzene 5
Chloroethane 5
Chloroform 50 5 5 S 5
1-Chlorohexane
Chloromethane 5 5 5 5 5

2-Chlorotoluene
4-Chiorotoluene
Dibromochloromethane
1,2-Dibromo-3-chloropropane
1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichiorobenzene
1,4-Dichlorobenzene
Dichlorodifluoromethane

1,1-Dichloroethane
1,2-Dichloroethane
4 1,1-Dichloroethylene

1,2-Dichloroethylene (Total)
1,2-Dichioropropane
1,3-Dichloropropane
2,2-Dichloropropane
1,1-Dichloropropylene
cis-1,3-Dichloropropylene
trans-1,3-Dichloropropylene
Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyltoiuene
Methylene chioride
Naphthalene
n-Propylbenzene

Styrene
1,1,1,2-Tetrachioroethane
1.1,2,2-Tetrachloroethane
Tetrachloroethylene
Toluene
1,2,3-Trichlorobenzene
1,2,4-Trichlorobenzene
1,1,1-Trichloroethane
1,1,2-Trichloroethane
Trichloroethylene
Trichlorofluoromethane
1,2,3-Trichloropropane
1,2,3-Trimethylbenzene
1,2,4-Trimethy!benzene
1,3,5-Trimethylbenzene
Vinyl chloride

o-Xylene

p- & m-Xylenes
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Notes:

(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14/01 - 0700, 03/15/01; 03/15/01: 0800, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-29D

ANALYSIS OF FEED PELLET SAMPLES

JCIUPCYCLE
AGGREGATE KILN TESTING

FEED PELLETS

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 . Average
. Duplicate Composite

Sampling times 1) [¢)] (1) (1)
Sampling frequency 60 minutes 60 minutes " 60 minutes 60 minutes

Semi-Volatile Organic Compounds - ug/kg
Acenaphthene < 830 < 830 < 830 < 830 < 830
Acenaphthylene < 830 < 830 < 830 < 830 < 830
Anthracene J 170 J 180 J 190 J 200 J 188
Benzo(a)anthracene J 500 J 500 J 500 J 620 J 530
Benzo(b)fluoranthene J 650 J 710 J 700 890 J 738
Benzo(k)flucranthene J 180 J 830 J 180 J 220 J 353
Benzo(g,h,))perylene < 830 < 830 < 830 < 830 < 830
Benzo(a)pyrene 470 430 510 630 525
Benzyl alcohol < 830 < 830 < 830 < 830 < 830
Bis(2-chioroethoxy)methane < 830 < 830 < 830 < 830 < 830
Bis(2-chloroethyl)ether < 830 < 830 < 830 < 830 < 830
Bis(2-chloroisopropyl)ether < 830 < 830 < 830 < 830 < 830
Bis(2-ethylhexyl)phthalate 6200 8100 ' 6500 7800 6650
4-Bromophenyl phenyl ether < 830 < 830 < 830 < 830 < 830
Butyl benzyl phthalate < 830 < 830 < 830 < 830 < 830
4-Chloroaniline < 830 < 830 < 830 < 830 < 830
2-Chloronaphthalene < 830 < 830 < 830 < 830 - < 830
4-Chloro-3-methyt phenol < 830 < 830 < 830 < 830 < 830
2-Chlorophenot < 830 < 830 < 830 < 830 < 830
4-Chlorophenyl phenyl ether < 830 < ~ 830 < 830 < 830 < 830
Chrysene J 570 J 600 J 630 J 740 J 635
Dibenz(a,h)anthracene < 830 < 830 < 830 < 830 < 830
Dibenzofuran < 830 < 830 < 830 < 830 < 830
Di-n-butyiphthalate < 830 < 830 < 830 < 830 < 830
1,3-Dichlorobenzene < 830 < 830 < 830 < 830 < 830-
1.4-Dichlorobenzene < 830 < 830 < 830 < 830 < 830
1,2-Dichlorobenzene < 830 < 830 < 830 < 830 < 830
3,3-Dichlorobenzidine < 830 < 830 < 830 < 830 < 830
2,4-Dichlorophenal < 830 < 830 < 830 < 830 < 830
Diethylphthalate < 830 < 830 < 830 < 830 < 830
2,4-Dimethylphenoal < 830 < 830 < 830 < 830 < 830
Dimethylphthalate < 830 < 830 . < 830 < 830 < 830
4,6-Dinitro-2-methylphencl < 4300 < 4300 < 4300 < 4300 < 4300
2 4-Dinitrophenol < 4300 < 4300 < 4300 < 4300 < 4300
2,4-Dinitrotoluene < 830 < 830 < 830 < 830 < 830
2,6-Dinitrotoluene < 830 < 830 < 830 < 830 < 830
Di-n-octylphthalate < 830 < 830 < 830 < 830 < 830
Fluoranthene 900 970 930 830 908
Fluorene < 830 < 830 < 830 < 830 < 830
Hexachlorobenzene < 830 < 830 < 830 < 830 < 830
Hexachlorobutadiene < 830 < 830 < 830 < 830 < 830
Hexachlorocyclopentadiene < 830 < 830 < 830 < 830 < 830
Hexachloroethane < 830 < 830 < 830 < 830 < 830
Indeno(1,2,3-cd)pyrene < 830 < 830 < 830 < 830 < 830
Isophorone < 830 < 830 < 830 < 830 < 830
2-Methyinaphthalene < 830 < 830 < 830 < 830 < 830
2-Methylphenol < 830 < 830 < 830 < 830 < 830
4-Methyiphenol < 830 < 830 < 830 < 830 < 830
Naphthaiene < 830 < 830 < 830 < 830 < 830
2-Nitroaniline < 4300 < 4300 < 4300 < 4300 < 4300
3-Nitroaniline < 4300 < 4300 < 4300 < 4300 < 4300
4-Nitroaniline < 4300 < 4300 < 4300 < 4300 < 4300
Nitrobenzene < 830 < 830 < 830 < 830 < 830
2-Nitropheno! < 830 < 830 < 830 < 830 < 830
4-Nitrophenol < 4300 < 4300 < 4300 < 4300 < 4300
N-Nitrosodiphenylamine < 830 < 830 < 830 < 830 < 830
N-Nitrosodi-n-propylamine < 830 < 830 < 830 < 830 < 830
Pentachlorophenol < 4300 < 4300 < 4300 < 4300 < 4300
Phenanthrene J 220 J 240 J 220 J 260 J 235
Phenot < 830 < 830 < 830 < 830 < 830
Pyrene 840 920 920 830 a78
1.2,4-Trichlorobenzene < 830 < 830 < 830 < 830 < 830
2,4,5-Trichlorophenol < 830 < 830 < 830 < 830 < 830
2,46-Trichlorophenol < 830 < 830 < 830 < 830 < 830

Notes:

(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as foilows:

03/14/01: 0800, 03/14/01 - 0700, 03/15/01;
< Indicates below analytical detection limit or a non-detect included in an average.
J Detected but below the quantitation limit; quantity is estimated
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03/15/01: 0800, 03/15/01 - 0600, 03/16/01.



Tabie 3-29E

ANALYSIS OF FEED PELLET SAMPLES

JCIUPCYCLE

AGGREGATE KILN TESTING

FEED PELLETS

Sampling date

Sampling times
Sampling frequency

TCLP Volatiles - ug/L.

Benzene
Bromobenzene
Bromochioromethane
Bromedichloromethane
Bromoform
Bromomethane
n-Butylbenzene
sec-Butylbenzene
tert-Butylbenzene
Carbon tetrachloride
Chlorobenzene

" Chloroethane

Chloroform

1-Chiorohexane
Chloromethane
2-Chiorotoluene
4-Chlorotoluene
Dibromochioromethane
1,2-Dibromo-3-chicropropane
1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichlorobenzene
1,4-Dichlorobenzene
Dichlorodiflucromethane
1,1-Dichioroethane
1,2-Dichloroethane
1,1-Dichlorcethylene
1,2-Dichioroethylene (Total)
1,2-Dichloropropane
1,3-Dichloropropane
2,2-Dichloropropane
1,1-Dichloropropylene
cis-1,3-Dichloropropylene
trans-1,3-Dichloropropylene
Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyltoluene
Methylene chioride

. Naphthalene

n-Propylbenzene

Styrene
1,1,1,2-Tetrachloroethane
1,1,2,2-Tetrachloroethane
Tetrachloroethylene
Toluene
1,2,3-Trichiorobenzene
1,2,4-Trichlorobenzene
1,1,1-Trichloroethane
1,1,2-Trichloroethane
Trichloroethylene
Trichlorofluoromethane
1,2,3-Trichloropropane
1,2,3-Trimethylbenzene
1,2,4-Trimethylbenzene
1,3,5-Trimethylbenzene
Vinyl chloride

o-Xylene

p- & m-Xylenes
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Notes:

(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14/01 - 0700, 03/15/01;
< Indicates below analytical detection limit or a non-detect included in an average.

03/15/01: 0800, 03/15/01 - 0600, 03/16/01.
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Table 3-29F

ANALYSIS OF FEED PELLET SAMPLES

JCIUUPCYCLE
AGGREGATE KILN TESTING
FEED PELLETS
Sampling date : . 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite
Sampling times 1 [4)] (1) 1
Sampling frequency 60 minutes 60 minutes 60 minutes 60 minutes

TCLP Semivolatiles - ug/L

Acenaphthene < 10 < 10 < 10 < 10 < 10
Acenaphthylene < 10 < 10 < 10 < 10 < 10
Anthracene < 10 < 10 < 10 < 10 < 10
Benzo(a)anthracene < 10 < 10 < 10 < 10 < 10
Benzo(b)fluoranthene < 10 < 10 < 10 < 10 < 10
Benzo(k)fluoranthene < 10 < 10 < 10 < 10 < 10
Benzo(g,h.i)perylene < 10 < 10 < 10 < 10 < 10
Benzo(a)pyrene < 10 < 10 < 10 < 10 < 10
Benzyl alcohol < 10 < 10 < 10 < 10 < 10
Bis(2-chloroethoxy)methane < 10 < 10 < 10 < 10 < 10
Bis(2-chloroethyl)ether < 10 < 10 < 10 < 10 < 10
Bis(2-chloroisopropyl)ether < 10 < 10 < 10 < 10 < 10
Bis(2-ethylhexyl)phthalate < 10 < 10 < 10 < 10 < 10
4-Bromophenyl phenyl ether < 10 < 10 < 10 < 10 < 10
Butyl benzyl phthalate < 10 < 10 < 10 < 10 < 10
4-Chloroanitine < 10 < 10 < 10 < 10 < 10
2-Chloronaphthalene < 10 < 10 < 10 < 10 < 10
4-Chloro-3-methyl phenol < 10 < 10 < 10 < 10 ° < 10
2-Chlorophenol < 10 < 10 < 10 < 10 < 10
4-Chloropheny! pheny! ether < 10 < 10 < 10 < 10 < 10
Chrysene < 10 < 10 < 10 < 10 < 10
Dibenz(a,h)anthracene < 10 < 10 < 10 < 10 < 10
Dibenzofuran < 10 < 10 < 10 < 10 < 10
Di-n-butylphthalate < 10 < 10 < 10 < 10 < 10
1,3-Dichlorobenzene < 10 < 10 < 10 < 10 < 10
1.4-Dichlorabenzene < 10 <. 10 < 10 < 10 < 10
1,2-Dichlorobenzene < 10 < 10 < 10 < 10 < 10
3,3-Dichlorobenzidine < 10 < 10 < 10 < 10 < 10
2,4-Dichlorophenol < 10 < 10 < 10 < 10 < 10
Diethylphthalate < 10 < 10 < 10 < 10 < 10
2,4-Dimethylphenol < 10 < 10 < 10 < 10 < 10
Dimethylphthalate < 10 < 10 < 10 < 10 < 10
4,6-Dinitro-2-methylphenol < 50 < 50 < 50 < 50 < 50
2,4-Dinitrophenol < 50 < 50 < 50 < 50 < 50
2,4-Dinitrotoluene < 10 < 10 < 10 < 10 < 10
2,6-Dinitrotoluene < 10 < 10 < 10 < 10 < 10
Di-n-octylphthalate < 10 < 10 < 10 < 10 < 10
Fluoranthene < 10 < 10 < 10 < 10 < 10
Fluorene < 10 < 10 < 10 < 10 < 10
Hexachlorobenzene < 10 < 10 < 10 < 10 < 10
Hexachlorobutadiene < 10 < 10 < 10 < 10 < 10
Hexachlorocyclopentadiene < 10 < 10 < 10 < 10 < 10
Hexachloroethane < 10 < 10 < 10 < 10 < 10
Indeno(1,2,3-cd)pyrene < 10 < 10 < 10 < 10 < 10
Isophorone ' < 10 < 10 < 10 < 10 < 10
2-Methyinaphthalene < 10 < 10 < 10 < 10 < 10
2-Methylphenol < 10 < 10 < 10 < 10 < 10
4-Methylphenol < 10 < 10 < 10 < 10 < 10
Naphthalene < 10 . < 10 < 10 < 10 < 10
2-Nitroaniline < 50 < 50 < 50 < 50 < 50
3-Nitroaniline < 50 < 50 < 50 < 50 < 50
4-Nitroaniline < 50 < 50 < 50 < 50 < 50
Nitrobenzene < 10 < 10 < 10 < 10 < 10
2-Nitrophenol < 10 < 10 < 10 < 10 < 10
4-Nitrophenol < 50 < 50 < 50 < 50 < 50
N-Nitrosodiphenylamine < 10 < 10 < 10 < 10 < 10
N-Nitrosodi-n-propylamine < 10 < 10 < 10 < 10 < 10
Pentachlorophenol < 50 < 50 < 50 < 50 < 50
Phenanthrene < 10 < 10 < 10 < 10 < 10
Phenot < 10 < 10 < 10 < 10 < 10
Pyrene < 10 < 10 < 10 < 10 < 10
1,2,4-Trichlorobenzene < 10 < 10 < 10 < 10 < 10
2,4,5-Trichlorophenol < 10 < 10 < 10 < 10 < 10
2 4,6-Trichlorophenol < 10 < 10 < 10 < 10 < 10

Notes:

(1) Sampling was conducted approximately every hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14/01 - 0700, 03/15/01; 03/15/01: 0800, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
(J) Detected but below the quantitation fimit; quantity is estimated

60



Table 3-30A
ANALYSIS OF AGGREGATE PRODUCT SAMPLES
JCIUPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (1) (1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

Metals - mg/kg {dry)
Aluminum 3220 6530 5200 7160 5543
Antimony < 1 < 1 < 1 < 1 1
Arsenic 6.59 10.7 10 10.1 9.3
Barium 20.2 451 35.3 53.2 38.5
Beryllium < .05 < 0.5 < 0.5 < 05 0.5
Cadmium < 0.5 < 0.5 < 0.5 < 0.5 0.50
Calcium 3950 5780 4870 7420 5505
Chromium 4.82 138 11.2 15 11.2
Cobalt 1.2 11.2 1.3 7.86 7.9
Copper 13.9 111.8 110 67.3 75.8
Iron 2020 16000 15000 11900 11230
Lead 3.63 11 9.79 10.7 9
Magnesium 626 1650 1420 1730 1357
Manganese 293 87.2 74.2 91.8 70.6
Nickel 5.23 421 40.2 27.7 28.8
Potassium 253 860 654 739 627
Selenium < 1 < 1 < 1 < 1 1
Silver < 1 < 1 < 1 < 1 1.0
Sodium 950 1470 1290 1340 1263
Thallium < 1 < 1 < 1 < 1 1
Vanadium 5.29 9.02 7.53 10.5 8.1
Zinc 1.6 277 . 249 213 21.4
Mercury < 0.25 < 0.25 0.054 0.034 0.147

Halogens - %, wiw
total chlorine 0.07 0.04 0.06 0.03 0.05
total bromine < 0.01 < 0.01 < 0.01 < 0.01 0.01
total flourine < 0.01 < 0.01 < 0.01 < 0.01, 0.01

PCDD/PCDF - pg/g
TOTAL TCDF 386 1.9 0.44 0.69 1.7
TOTAL PCDF 3.8 2.1 0.78 1.2 20
TOTAL HxCDF 49 3.2 15 0.79 26
TOTAL HpCOF 9.8 6.4 1.4 0.70 4.6
TOTAL TCDD 1.5 0.52 < 0.11 0.22 0.59
TOTAL PCDD < 0.19 < 0.18 < 0.14 < 0.092 0.15
TOTAL HxCDD 22 1.2 0.5 0.60 1.1
TOTAL HpCDD 12 6.3 25 31 6.0
2378-TCDF 0.93 0.57 0.21 0.26 0.49
2378-TCDD 1.0 0.52 < 0.11 0.22 0.46
12378-PCDF 0.28 < 0.11 0.13 0.15 0.17
23478-PCDF 0.44 0.28 0.1 0.20 0.26
12378-PCDD < 0.14 < 0.18 < 0.14 < 0.092 0.14
123478-HxCDF 1.8 1.0 0.28 0.33 0.85
123678-HxCOF < 0.54 0.31 0.16 0.19 0.30
234678-HxCDF 0.29 0.20 0.16 0.25 0.23
123789-HxCDF < 0.19 < 0.13 < 0.14 < 0.095 0.14
123478-HxCDD o1 < 0.1 0.088 0.14 0.11
123678-HxCDD 0.33 0.25 0.14 0.17 0.22
123789-HxCDD 0.27 0.20 0.12 0.18 0.19
1234678-HpCDF 6.7 4.4 0.74 < 0.91 3.2
1234789-HpCDF 0.36 0.28 0.14 0.18 0.24
1234678-HpCDD 5.9 3.3 1.5 1.9 3.2
OCDF 7.5 4.8 1.1 2.0 39
QOCbD 46 25 12 13 24
2378-TCDD Equivalency 1.93 1.14 0.41 0.58 1.01

Notes:
(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:

03/14/01: 0800, 03/14-01 - 0700, 03/15/01;

03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.



03/14/01: 0800, 03/14-01 - 0700, 03/15/01;
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Table 3-30B
ANALYSIS OF AGGREGATE PRODUCT SAMPLES
JCIWUPCYCLE
AGGREGATE KILN TESTING
AGGREGATE PRODUCT
Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite
Sampling times (1) 1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes
Herbicides - ug/kg
24D < 100 < 100 < 100 < 100 < 100
2,4,5-TP (Silvex) < 100 < 100 < 100 < 100 < 100
Pesticides - ug/kg
Aldrin < 10 < 10 < 10 < 10 < 10
alpha-BHC < 10 < 10 < 10 < 10 < 10
beta-BHC < 10 < 10 < 10 < 10 < 10
delta-BHC < 10 < 10 < 10 < 10 < 10
gamma-BHC (Lindane) < 10 < 10 < 10 < 10 < 10
Chlordane < 50 < 50 < 50 < 50 < 50
4,4-DDD < 10 < 10 < 10 < 10 < 10
4,4-DDE < 10 < 10 < 10 < 10 < 10
4,4-DDT < 10 < 10 < 10 < 10 - < 10
Dieldrin < 10 < 10 < 10 < 10 < 10
Endosulfan | < 10 < 10 < 10 < 10 < 10
Endosulfan If < 10 < 10 < .10 < 10 < 10
Endosulfan sulfate < 10 <. 10 < 10 < 10 < 10
Endrin ) < 10 < 10 < 10 < 10 < 10
Endrin aldehyde < 10 < 10 < 10 < 10 < 10
Heptachlor < 10 < 10 < 10 < 10 < 10
Heptachlor epoxide < 10 < 10 < 10 < 10 < 10
Methoxychlor < 500 < 500 < 500 < 500 < 500
Toxaphene < 500 < 500 < 500 < 500 < 500
PCB - mglkg
PCB 1016 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1221 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1232 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1242 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1248 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1254 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
PCB 1260 < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
Total PCB < 0.02 < 0.02 < 0.02 < 0.02 < 0.02
Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.



ANALYSIS OF AGGREGATE PRODUCT SAMPLES
JCHUPCYCLE
AGGREGATE KILN TESTING

. Table 3-30C

AGGREGATE PRODUCT
Sampling date 03/114/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite
Sampiing times (1 (4] (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

Volatlle Organic Compounds - ug/kg
Benzene .
Bromobenzene
Bromochloromethane
Bromodichloromethane
Bromoform
Bromomethane
n-Butylbenzene
sec-Butylbenzene
tert-Butylbenzene
Carbon tetrachloride
Chlorobenzene
Chloroethane
Chloroform
1-Chlorohexane

" Chloromethane
2-Chlorotoluene
4-Chlarotoluene
Dibremochloromethane
1,2-Dibromo-3-chloropropane
1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichlorobenzene
1,4-Dichlorobenzene
Dichlorodifluoromethane

1,1-Dichloroethane
. 1,2-Dichloroethane
1,1-Dichloroethylene

1,2-Dichloroethylene (Total)
1,2-Dichloropropane .
1,3-Dichloropropane
2,2-Dichloropropane
1,1-Dichloropropylene
cis-1,3-Dichloropropylene
trans-1,3-Dichloropropylene
Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyitoluene
Methylene chioride
Naphthalene
n-Propylbenzene

Styrene
1,1,1,2-Tetrachloroethane
1,1.2,2-Tetrachloroethane
Tetrachloroethylene
Toluene
1,2,3-Trichlorobenzene
1,2,4-Trichlorobenzene
1,1,1-Trichloroethane
1,1,2-Trichloroethane
Trichloroethylene
Trichiorofluoromethane
1,2,3-Trichloropropane
1,2,3-Trimethylbenzene
1.2,4-Trimethylbenzene
1,3.5-Trimethylbenzene
Vinyl chioride

o-Xylene

p- & m-Xylenes
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Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01; 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-30D
ANALYSIS OF AGGREGATE PRODUCT SAMPLES
JCUUPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicat Composit

Sampling times 1) (1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

Semi-Volatile Organic Compounds - ug/kg
Acenaphthene < 330 < 330 < 330 < 330 < 330
Acenaphthylene < 330 < 330 < 330 < 330 < 330
Anthracene < 330 < 330 < 330 < 330 < 330
Benzo(a)anthracene < 330 < 330 < 330 < 330 < 330
Benzo(b)flucranthene < 330 < 330 < 330 < 330 < 330
Benzo(k)fluoranthene < 330 < 330 < 330 < 330 < 330
Benzo(g.h,)perylene < 330 < 330 < 330 < 330 < 330
Benzo(a)pyrene < 330 < 330 < 330 < 330 < 330
Benzyl alcohol < 330 < 330 < 330 < 330 < 330
Bis(2-chloroethoxy)methane < 330 < 330 < 330 < 330 < 330
Bis(2-chloroethyl)ether < 330 < 330 < 330 < 330 < 330
Bis(2-chloroisopropyl)ether < 330 < 330 < . 330 < 330 < 330
Bis(2-ethylhexyl)phthalate < 330 < 330 < 330 < 330 < 330

" 4-Bromophenyl phenyl ether < 330 < 330 < 330 < 330 < 330

Butyt benzyl phthalate < 330 < 330 < 330 < 330 < 330
4-Chloroaniline < 330 < 330 < 330 < 330 . < 330
2-Chloronaphthalene < 330 < 330 < 330 < 330 < 330
4-Chloro-3-methyl phenol < 330 < 330 < 330 < 330 < 330
2-Chlorophenol < 330 < 330 < 330 < 330 < 330
4-Chlorophenyl phenyl ether < 330 < 330 < 330 < 330 < 330
Chrysene < 330 < 330 < 330 < 330 < 330
Dibenz(a,h)anthracene < 330 < 330 < 330 < 330 < 330
Dibenzofuran < 330 < 330 < 330 < 330 < 330
Di-n-butyiphthalate < 330 < 330 < 330 < 330 < 330
1.3-Dichlorobenzene < 330 < 330 < 330 < 330 < 330
1,4-Dichlorobenzene < 330 < 330 < 330 < 330 < 33
1,2-Dichlorobenzene < 330 < 330 < 330 < 330 < 330
3,3-Dichlorobenzidine < 330 < 330 < 330 < 330 < 330
2,4-Dichlorophencl < 330 < 330 < 330 < 330 < 330
Diethylphthalate < 330 < 330 < 330 < 330 < 330
2,4-Dimethylphenol < 330 < 330 < 330 < 330 < 330
Dimethylphthalate < 330 < 330 < 330 < 330 < 330
4,6-Dinitro-2-methylphenol < 1700 < 1700 < 1700 < 1700 < 1700
2,4-Dinitrophenol < 1700 < 1700 < 1700 < 1700 < 1700
2,4-Dinitrotoluene < 330 < 330 < 330 < 330 < 330
2,6-Dinitrotoluene < 330 < 330 < 330 < 330 < 330
Di-n-octyiphthaiate < 330 < 330 < 330 < 330 < 330
Fiuoranthene < 330 < 330 < 330 < 330 < 330
Fluorene < 330 < 330 < 330 < 330 < 330
Hexachlorobenzene < 330 < 330 < 330 < 330 < 330
Hexachlorobutadiene < 330 < 330 < 330 < 330 < 330
Hexachlorocyclopentadiene < 330 < 330 < 330 < 330 < 330
Hexachloroethane < 330 < 330 < 330 < 330 < 330
Indeno(1,2,3-cd)pyrene < 330 < 330 < 330 < 330 < 330 -
Isophorone < 330 < 330 < 330 < 330 < 330
2-Methylnaphthalene < 330 < 330 C < 330 < 330 < 330
2-Methylphenol < 330 < 330 < 330 < 330 < 330
4-Methylphenol < 330 < 330 < 330 < 330 < 330
Naphthalene < 330 < 330 < 330 < 330 < 330
2-Nitroaniline < 1700 < 1700 < 1700 < 1700 < 1700
3-Nitroaniline < 1700 < 1700 < 1700 < 1700 < 1700
4-Nitroaniline < 1700 < 1700 < 1700 < 1700 < 1700
Nitrobenzene < 330 < 330 < 330 < 330 < 330
2-Nitrophenol < 330 < 330 < 330 < 330 < 330
4-Nitrophenol < 1700 < 1700 < 1700 < 1700 < 1700
N-Nitrosodiphenylamine < 330 < 330 < 330 < 330 < 330
N-Nitrosodi-n-propylamine < 330 < 330 < 330 < 330 < 330
Pentachlorophenol < 1700 < 1700 < 1700 < 1700 < 1700
Phenanthrene < 330 < 330 < 330 < 330 < 330
Phenol < 330 < 330 < 330 < 330 < 330
Pyrene < 330 < 330 < 330 < 330 < 330
1.2,4-Trichlorobenzene < 330 < 330 < 330 < 330 < 330
2.4,5-Trichlcropheno! < 330 < 330 < 330 < 330 < 330
2.4,6-Trichicrophenol < 330 < 330 < 330 < 330 < 330

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01;-
< Indicates below analytical detection limit or a non-detect included in an average.

03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
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ANALYSIS OF AGGREGATE PRODUCT SAMPLES

Table 3-30E

JCI/UPCYCLE

AGGREGATE KILN TESTING

AGGREGATE PRODUCT
Sampling date

Sampling times
Sampling frequency

TCLP Volatlles - ug/L.

Benzene
. Bromobenzene

Bromochloromethane
Bromodichloromethane
Bromoform
Bromomethane
n-Butylbenzene
sec-Butylbenzene
tert-Butylbenzene
Carbon tetrachloride
Chlorobenzene
Chloroethane
Chloroform
1-Chlorohexane
Chloromethane
2-Chlorotoluene
4-Chlorotoluene
Dibromochloromethane
1,2-Dibromo-3-chloropropane
1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichlorobenzene
1,4-Dichlorobenzene
Dichiorodifluoromethane
1,1-Dichloroethane
1,2-Dichloroethane
1,1-Dichloroethylene
1,2-Dichloroethylene (Total)
1,2-Dichloropropane
1,3-Dichloropropane
2,2-Dichloropropane
1,1-Dichloropropylene
cis-1,3-Dichloropropylene
trans-1,3-Dichloropropylene
Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyltoluene
Methylene chioride
Naphthalene
n-Propylbenzene
Styrene
1,1,1,2-Tetrachloroethane
1,1,2,2-Tetrachloroethane
Tetrachloroethylene
Toluene
1,2,3-Trichlorobenzene
1,2,4-Trichlorobenzene
1,1,1-Trichlorcethane
1,1,2-Trichloroethane
Trichloroethylene
Trichlorofluoromethane
1,2,3-Trichloropropane
1,2,3-Trimethylbenzene
1,2,4-Trimethyibenzene
1,3,5-Trimethylbenzene
Vinyl chloride
o-Xylene
p- & m-Xylenes
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Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:

03/14/01: 0800, 03/14-01 - 0700, 03/15/01;

< Indicates below analytical detection limit or a non-detect included in an average.

03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
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Table 3-30F

ANALYSIS OF AGGREGATE PRODUCT SAMPLES

JCIIUPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
. ’ Duplicate Composite

Sampling imes (1) [4)) (1) Q)]
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

TCLP Semivolatiles - ug/L
Acenaphthene < 10 < 10 < 10 < 10 < 10
Acenaphthylene < 10 < 10 < 10 < 10 < 10
Anthracene < 10 < 10 < 10 < 10 < 10
Benzo(a)anthracene < 10 < 10 < 10 < 10 < 10
Benzo(b)fluoranthene < 10 < 10 < 10 < 10 < 10
Benzo(k)fluoranthene < 10 < 10 < 10 < 10 < 10
Benzo(g h.i)perylene < 10 < 10 < 10 < 10 < 10
Benzo(a)pyrene < 10 < 10 < 10 < 10 < 10
Benzyi alcohol < 10 < 10 < 10 < 10 < 10
Bis(2-chloroethoxy)methane < 10 < 10 < 10 < 10 < 10
Bis(2-chloroethyl)ether < 10 < 10 < 10 < 10 < 10
Bis(2-chloroisopropyl)ether < 10 < 10 < 10 < 10 < 10
Bis(2-ethylhexyl)phthalate < 10 < 10 < 10 < 10 < 10
4-Bromophenyl phenyl ether < 10 - < 10 < 10 < 10 < 10
Butyl benzyl phthalate < 10 < 10 < 10 < 10 < 10
4-Chloroaniline < 10 < 10 < 10 < 10 < 10
2-Chloronaphthalene < 10 < 10 < 10 < 10 < 10
4-Chloro-3-methyl phenol < 10 < 10 < 10 < 10 < 10
2-Chlorophenol < 10 < 10 < 10 < 10 < 10,
4-Chlorophenyl phenyi ether < 10 < 10 < 10 < 10 < 10
Chrysene < 10 < 10 < 10 < 10 < 10
Dibenz(a,h)anthracene < 10 < 10 < 10 < 10 < 10
Dibenzofuran < 10 < 10 < 10 < 10 < 10
Dl-n-butylphthalate < 10 < 10 < 10 < 10 < 10
1,3-Dichlorobenzene < 10 < 10 < 10 < 10 < 10
1,4-Dichlorobenzene < 10 < 10 < 10 < 10 < 10
1,2-Dichlorobenzene < 10 < 10 < 10 < 10 < 10
3,3-Dichlorobenzidine < 10 < 10 < 10 < 10 < 10
2,4-Dichlorophenol < 10 < 10 < 10 < 10 < 10
Dlethyiphthalate < 10 < 10 < 10 < 10 < 10
2,4-Dimethylphenol < 10 < 10 < 10 < 10 < 10
Dimethylphthalate < 10 < 10 < 10 < 10 < 10
4,6-Dinitro-2-methyiphenol < 50 < 50 < 50 < 50 < 50
2,4-Dinitrophenol < 50 < 50 < 50 < 50 < 50
2,4-Dinitrotoluene < 10 < 10 < 10 < 10 < 10
2,6-Dinitrotoluene < 10 < 10 < 10 < 10 < 10
Di-n-octylphthalate < 10 < 10 < 10 < 10 o< 10
Fluoranthene < 10 < 10 < 10 < 10 < 10
Fluorene < 10 < 10 < 10 < 10 < 10
Hexachlorobenzene < 10 < 10 < 10 < 10 < 10
Hexachlorobutadiene < 10 < 10 < 10 < 10 < 10
Hexachlorocyclopentadiene < 10 < 10 < 10 < 10 < 10
Hexachloroethane < 10 o< 10 < 10 < 10 < 10
Indeno(1,2,3-cd)pyrene < 10 < 10 < 10 < 10 < 10
Isophorone < 10 < 10 < 10 < 10 < 10
2-Methyinaphthalene < 10 < 10 < 10 < 10 < 10
2-Methylphenol < 10 - < 10 < 10 < 10 < 10
4-Methylphenol < 10 < 10 < 10 < 10 < i0
Naphthalene < 10 < 10 < 10 < 10 < 10
2-Nitroaniline < 50 < 50 < 50 < 50 < 50
3-Nitroaniline < 50 < 50 < 50 < 50 < 50
4-Nitroaniline < 50 < 50 < 50 < 50 < §0
Nitrobenzene < 10 < 10 < 10 < 10 < 10
2-Nitrophenol < 10 < 10 < 10 < 10 < 10
4-Nitrophenol < 50 < 50 < 50 < 50 < 50
N-Nitrosodiphenylamine < 10 < 10 < 10 < 10 < 10
N-Nitrosodi-n-propylamine < 10 < 10 < 10 < 10 < 10
Pentachlorophenol < 50 < 50 < 50 < 50 < 50
Phenanthrene < 10 < 10 < 10 < 10 < 10
Phenol < 10 < 10 < 10 < 10 < 10
Pyrene < 10 < 10 < 10 < 10 < 10
1.2,4-Trichlorobenzene < 10 < 10 < 10 < 10 < 10
2,4,5-Trichlorophenol < 10 < 10 < 10 < 10 < 10
2,4,6-Trichlorophenol < 10 < 10 < 10 < 10 < 10

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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ANALYSIS OF AGGREGATE PRODUCT SAMPLES

Table 3-30G

JCIUPCYCLE
AGGREGATE KILN TESTING -

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (1) (1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

TCLP Metals - mg/L .
Antimony < 0.003 < 0.003 < 0.003 0.009 < 0.005
Arsenic 0.013 < 0.005 0.015 < 0.005 < 0.010
Barium 0.242 0.209 - 0.21 0.23 0.22
Beryllium < 0.0001 < 0.0001 < 0.0001 < 0.0001 < 0.0001
Cadmium < 0.005 < 0.005 <  0.005 < 0.005 < 0.005
Chromium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobait 0.017 0.018 0.018 0.015 0.017
Copper 0.117 0.084 0.084 0.113 0.100
Lead 0.007 0.012 0.013 < 0.003 < 0.009
Manganese 0.136 0.122 0.123 0.095 0.119
Nickel 0.046 0.044 0.045 .0.043 0.045
Selenium 0.015 0.017 . 0.015 0.016 ) 0.016
Silver : < 0.005 < 0.005 < 0.005 <  0.005 < 0.005
Thallium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Magnesium 3.02 247 247 2.34 2.58
Vanadium 0.014 < 0.005 < 0.005 0.017 < 0.010
Zinc 0.383 0.32 0.322 0.341 0.342
Aluminum 1.45 1.74 1.75 1.30 1.56
Calcium 18.7 20.2 20.1 16 18.8
Potassium 5.54 4.32 4.32 3.79 4.49
Iron 38.9 441 442 29.6 39.2

" Mercury < 0.0005 < 0.0005 < 0.0005 < 0.0005 < 0.0005

‘MEP Metals (Extraction No. 1) - mg/L .
Aluminum 1.46 1.57 1.57 1.65 1.56
Antimony < 0.005 < 0.005 . < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01: < 0.01 < 0.01 < 0.01
Barium . 0.151 0.15 0.151 0.155 0.152
Beryllium <  0.001 < 0.001 < 0.001 <  0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 6.59 6.63 6.64 7.40 6.82
Chromium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobalt 0.02 0.025 0.024 0.020 0.022
Copper 0.156 0.168 . 0.166 0.134 0.156
Lead < 0.003 < 0.003 < 0.003 < 0.003° < 0.003
Magnesium 0.870 0.860 0.855 0.969 0.889
Manganese 0.046 0.051 0.051 0.058 0.052
Nickel 0.061 0.073 0.071 0.064 0.067
Potassium 1.81 1.68 1.68 1.82 1.75
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Sodium 76.9 48.4 48.2 61.0 58.6
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Vanadium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Zinc 1.10 1.12 1.1 1.20 1.13
Iron 11.7 21.8 21.8 15.9 17.8
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 070C, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-30H

i ANALYSIS OF AGGREGATE PRODUCT SAMPLES

JCIIUPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times (1) (1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

MEP Metals (Extraction No. 2) - mg/L
Aluminum 3.25 3.55 3.53 3.54 347
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic 0.015 0.028 0.028 0.022 0.023
Barium - 0.125 0.147 0.146 0.133 0.138
Beryllium < 0.001 < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 9.47 8.67 8.60 9.59 9.08
Chromium < 0.005 < 0.005 0.005 < 0.005 < 0.005
Cobalt 0.02 0.015 0.015 0.018 0.017
Copper 0.04 0.02 0.02 0.012 0.023
Lead < 0.003 < 0.003 < 0.003 - 0.004 < 0.003
Magnesium 1.45 1.58 1.57 1.83 1.608
Manganese 0.108 0.103 0.103 0.113 0.107
Nickel 0.061 0.046 0.047 0.056 0.053
Potassium 1.82 1.68 1.67 1.7 1.72
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Sodium 21.5 11.6 114 16 15.1
Thallium < 0.01 T < 0.01 < 0.01 < 0.01 < 0.01
Vanadium 0.021 0.02 0.019 0.023 0.02
Zinc 1.42 1.28 1.27 1.24 1.30
Iron 25.5 271 27 25 26.2
Mercury 0.0005 < 0.0002 < 0.0002 < 0.0002 < 0.0003

MEP Metals (Extraction No. 3) - mg/L
Aluminum 3.35 29 2.88 2.62 2.94
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic 0.0219 -~ = 0.024 0.014 0.015 0.019
Barium 0.143 0.174 0.173 0.164 0.164
Beryllium < 0.001 < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0003 < 0.003
Calcium 8.14 ’ 6.35 6.31 6.44 6.81
Chromium < 0.005 0.008 < 0.005 < 0.005 < -0.006
Cobalt 0.012 0.013 0.013 . 0.011 0.012
Copper 0.007 0.017 0.018 0.016 0.015
Lead < 0.003 < 0.003 <  0.003 < 0.003 < 0.003
Magnesium 1.63 1.4 1.37 1.61 1.50
Manganese 0.082 0.066 0.066 0.068 0.071
Nickel 0.04 0.046 0.041 0.040 0.042
Potassium 1.62 1.59 1.57 1.44 1.56
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Sodium 9.05 7.64 7.68 8.10 8.12
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Vanadium 0.0186 0.012 0.012 0.012 0.01
Zinc 1.41 1.5 1.48 1.42 1.45
Iron 17.9 20 19.9 15.4 18.3
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01, 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< indicates below analytical detection limit or a non-detect included in an average.
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Table 3-301

ANALYSIS OF AGGREGATE PRODUCT SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
AGGREGATE PRODUCT
Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite
Sampling times (1) (1) (1) 1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes
MEP Metals (Extraction No. 4) - mg/L
Aluminum 2.77 2.89 2.88 297 2.88
Antimony < 0.005 < 0.005 < 0.005° < 0.005 < 0.005
Arsenic 0.017 < 0.01 < 0.01 < 0.01 < 0.012
Barium 0.142 0.15 0.148 0.152 0.148
Beryilium < 0.001 < 0.001 < 0.001 < 0.001 < 0.001
Cadmium . < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 10.2 8.04 8.04 8.30 8.65
Chromium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobalt 0.019 0.018 0.017 0.016 0.018
Copper 0.017 0.031 0.03 ) 0.03 0.027
Lead < 0.003 < 0.003 < 0.003 < - 0.003 < 0.003
Magnesium 237 1.88 1.88 1.95 2.02
Manganese 0.109 0.085 0.085 0.09 0.092
Nickel 0.065 0.058 0.058 0.06 0.060
Potassium 1.9 1.83 1.83 1.89 1.86
Selenium < 0.01 < 001 . < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < .0.005 < 0.005 < 0.005
Sodium 9.92 9.21 9.17 9.79 9.52
Thallium < 0.01 < 0.01 T < 0.01 0.01 < 0.01
Vanadium 0.016 0.013 0.013 0.013 0.014
‘ Zinc 2.24 217 R 2.16 2.26 2.21
' Iron 311 32.1 32.0 26.0 30.3
: Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002
MEP Metals (Extraction No. 5) - mg/L . .
Aluminum ‘ 4.41 3.38 3.38 3.63 3.70
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic 0.011 0.014 < 0.01 < 0.01 < 0.011
Barium 0.179 0.221 0.219 0.221 0.210
Beryllium < 0.001 <  0.001 < 0.001 < 0.001 < 0.001
Cadmium 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 5.36 4.45 4.47 4.96 4.81
Chromium < 0.005 0.006 < 0.005 <  0.005 < 0.005
Cobalt 0.011 0.012 0.011 0.012 0.012
Copper 0.078 0.075 0.074 ©0.08 ) 0.077
Lead < 0.003 < 0.003 < 0.003 0.033 < 0.011
Magnesium 1.19 0.989 0.989 1.17 1.08
Manganese 0.054 0.042 0.042 0.050 0.047
Nicketl 0.04 0.04 0.04 0.044 0.041
Potassium 1.96 1.78 1.77 1.81 1.83
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver : < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Sodium 8.01 7.27 7.5 7.39 7.54
Thallium 0.013 < 0.01 < 0.01 < 0.01 < 0.011
Vanadium 0.011 < 0.01 < 0.01 < 0.01 < 0.010
Zinc 1.77 1.78 1.78 1.79 1.78
Iron 15 16.4 16.4 14.5 15.6
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002
Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-30J
ANALYSIS OF AGGREGATE PRODUCT SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times ¢ : (1 M €}
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

MEP Metals {(Extraction No. 6) - mg/L
Aluminum 4.21 3.54 3.56 3.98 3.82
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.154 0.199 0.2 0.197 0.188
Beryllium < 0.001 < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < .0.003 < 0.003 < 0.003 < 0.003
Calcium 9.19 7.05 7.07 7.96 7.82
Chromium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobalt 0.014 0.011 0.011 0.011 0.012
Copper 0.052 0.064 0.064 0.053 . . 0.058
Lead < 0.003 < 0.003 < 0.003 < - 0.003 ‘< 0.003
Magnesium 2.34 1.74 1.75 Co24 1.98
Manganese 0.127 0.074 0.074 0.092 0.092
Nickel 0.054 0.042 0.041 0.046 0.046
Potassium 247 2.43 2.43 2.38 2.43
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver <  0.005 < 0.005 < 0.005 < 0.005 < 0.005
Sodium 11.7 11.6 1.7 1.5 11.63
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Vanadium < 0.01 0.011 0.011 0.011 < 0.011
Zinc 3.24 33 3.32 3.13 3.25
Iron 33 29.9 30.1 25.2 29.6
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

MEP Metals (Extraction No. 7) - mg/L :
Aluminum 243 2.76 2,78 2.92 2.72
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01 < 0.010
Barium 0.177 0.178 0.178 0.174 0.177
Beryllium < 0.001 < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 7.1 6.48 6.55 7.56 6.93
Chromium < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobait 0.022 0.02 0.02 0.02 0.021
Copper 0.089 0.124 0.125 0.082 0.105
Lead < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Magnesium 1.58 1.47 1.48 1.81 1.59
Manganese 0.071 0.061 0.062 0.077 0.068
Nickel 0.089 0.077 0.077 0.079 0.081
Potassium 2.67 2.81 2.83 2.66 2.74
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < 0.005 <  0.005 < 0.005
Sodium 16.1 15.9 159 | ’ 14.6 15.63
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.010
Vanadium < 0.01 < 0.01 < 0.01 0.01 < 0.010
Zinc 4.46 4,53 4.56 4.40 4.49
Iron 29.9 310 31.0 30.9 30.7
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; - - 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-30K

ANALYSIS OF AGGREGATE PRODUCT SAMPLES

JCIUPCYCLE
AGGREGATE KILN TESTING

AGGREGATE PRODUCT

Sampling date 03/14/01 03/15/01 03/15/01 03/14-15/01 Average
Duplicate Composite

Sampling times 4] (1) (1) (1)
Sampling frequency 30 minutes 30 minutes 30 minutes 30 minutes

MEP Metals (Extraction No. 8) - mg/L :
Aluminum 476 34 3.42 4.74 4.08
Antimony < 0.005 < 0.005 < 0.005 <  0.005 < 0.005
Arsenic < 0.01 < 0.01. < 0.01 < 0.01 < 0.01
Barium 0.21 0.224 0.224 0.206 0.216
Beryllium < 0.001 < 0.001 < 0.001 <  0.00t1 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium 5.01 416 419 4.53 447
Chromium , < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Cobalt 0.015 0.01 0.01 0.009 0.011
Copper 0.206 0.125 0.126 0.144 0.150
Lead 0.006 < 0.003 0.006 < .0.003 < 0.005
Magnesium 1.05 0.883 . 0.879 0.964 0.944
Manganese 0.05 0.047 0.04 0.041 0.045
Nickel 0.057 0.042 0.041 0.032 0.043
Potassium 2.54 2.22 2.21 2.26 2.31
Selenium < 0.01 S < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 <  0.005 < 0.005 < 0.005
Sodium 9.65 8.48 8.77 8.17 8.77
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.010
Vanadium 0.01 0.01 < 0.01 < 0.01 < 0.010

‘ Zinc 2.62 2.35 2.36 . 2.02 2.34

Iron 21.9 19 19.1 13.3 . 18.3
Mercury . < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

MEP Metals (Extraction No. 9) - mg/L .
Aluminum 11.6 ‘ 3.18 3.14 3.68 5.40
Antimony < 0.005 < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.031 < 0.01 < 0.01 < 0.01 < 0.015
Barium 0.163 0.269 0.269 0.214 0.229
Beryllium <  0.001 <  0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003 < 0.003
Calcium ) 15.7 4.19 4.11 4.79 7.20
Chromium 0.011 < 0.005 < 0.005 < 0.005 < 0.007
Cobalt 0.013 0.01 0.009 0.008 0.010
Copper 0.028 0.111 0.108 0.078 0.081
Lead 0.01 <  0.003 0.006 < 0.003 < 0.006
Magnesium 3.78 0.966 0.95 1.25 1.74
Manganese 0.167 0.038 0.036 0.046 0.072
Nickel 0.047 0.033 0.037 0.031 0.037
Potassium 3.06 1.8 . 1.8 1.82 2.12
Selenium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0005 - < 0.005 < 0.005 < 0.005 < 0.005
Sodium 9.52 8.24 7.92 7.98 8.42
Thallium < 0.01 < 0.01 < 0.01 < 0.01 < 0.01
Vanadium 0.025 < 0.01 < 0.01 < 0.01 < 0.014
Zinc 237 212 2.08 2.06 2.16
Iron 3238 13.9 13.7 11.9 18.1
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002 < 0.0002

Notes:

(1) Sampling was conducted approximately every half hour during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-31A

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH

Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times (1) 1) (1)
Sampling frequency 180 minutes 180 minutes 180 minutes
Metals - mg/kg (dry)
Aluminum 16900 21800 19000 19233
Antimony 10 < 10 10.8 10.3
Arsenic 63.8 92.1 75.3 771
Barium 163 215 182 187
Beryllium 5 < - 5 5 5
Cadmium 102 175 124 134
Calcium 27300 21900 26500 25233
Chromium 286 287 262 278
Cobalt 10 1.1 10 104
Copper 438 522 467 476
Iron 18200 20800 16800 18600
Lead 3560 5810 4270 4547
Magnesium 81800 49800 73900 68500
Manganese 12000 6930 10700 9877
Nickel 142 148 147 146
Potassium 16900 20700 18600 18733
Selenium 26.5 16.1 25.6 227
Silver 16.3 19.8 18.1 18.1
Sodium 128000 107000 124000 119667
Thallium 10 12.4 13.5 12.0
Vanadium 41.8 53.2 457 46.9
Zinc 627 1030 765 807
Mercury 94 6.0 8.7 8.0
Total Organic Carbon - %, wiw 1.0 0.4 04 0.6
PCDD/PCDF - pglg
TOTAL TCDF 170 55 160 128
TOTAL PCDF 22 61 160 81
TOTAL HxCDF 210 59" 130 133
TOTAL HpCDF 170 50 120 113
TOTAL TCDD 57 19 . 45 40
TOTAL PCDD 120 38 86 81
TOTAL HxCDD 250 86 180 172
TOTAL HpCDD 280 120 210 203
2378-TCDF 38 12 32 27
2378-TCDD 0.94 0.40 0.72 0.69
12378-PCOF 9.4 3.0 7.7 6.7
23478-PCDF 28 8.1 22 19
12378-PCDD 4.8 1.5 3.6 33
123478-HxCDF 34 10 24 23
123678-HxCDF 18 5.5 13 12
234678-HxCDF 37 10 26 24
123789-HxCDF 8.0 2.2 5.1 5.1
123478-HxCDD 5.5 1.8 4.0 3.8
123678-HxCDD 19 6.3 13 13
123789-HxCDD 19 6.3 13 13
1234678-HpCDF 81 24 55 53
1234789-HpCDF 30 8.3 21 20
1234678-HpCDD 150 61 110 107
OCDF 68 20 47 45
OCDD 220 100 170 163
2378-TCDD Equivalency 38.5 11.8 28.9 26.4
Notes

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.

03/14/01: 0800, 03/14-01 - 0700, 03/15/01;



Table 3-31B

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
BAGHOUSE FILTER CATCH
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times (1 (1) (1)
Sampling frequency 180 minutes 180 minutes 180 minutes
Herbicides - ug/kg
2,4-D < 100 < 100 < 100 < 100
2,4,5-TP (Silvex) < 100 < 100 < 100 < 100
Pesticides - ug/kg
Aldrin < 30 < 30 < 30 < 30
alpha-BHC < .30 < 30 < 30 < 30
beta-BHC < 30 < 30 < 30 < 30
delta-BHC < 30 < 30 < 30 < 30
gamma-BHC (Lindane) < 30 < 30 < 30 < 30
Chlordane < 150 < 150 < “150 < 150
4,4'-DDD < 30 < 30 < 30 < 30
4,4-DDE < 30 < 30 < 30 < 30
4,4-DDT < 30 < 30 < 30 < 30
Dieldrin < 30 < 30 < 30 < 30
Endosulfan | < 30 < 30 < 30 < 30
Endosulfan 1l < 30 < 30 < 30 < 30
Endosulfan sulfate < 30 < 30 < 30 < 30
Endrin < 30 < 30 < 30 < 30
Endrin aldehyde < 30 < 30 < 30 < 30
Heptachlor < 30 < 30 < 30 < 30
Heptachlor epoxide < 30 < 30 < 30 < 30
Methoxychlor < 1500 < 1500 < 1500 < 1500
Toxaphene < 1500 < 1500 < 1500 < 1500
PCB - mg/kg
PCB 1016 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1221 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1232 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1242 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1248 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1254 < 0.06 < 0.06 < 0.06 < 0.06
PCB 1260 < 0.06 < 0.06 < 0.06 < 0.06
- Total PCB < 0.08 < 0.06 < 0.06 < 0.06
Notes

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01,
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-31C

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCUUPCYCLE
AGGREGATE KILN TESTING
BAGHOUSE FIiLTER CATCH
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times 1) A1) 1)
Sampling frequency 180 minutes 180 minutes : 180 minutes
Volatile Organic Compounds - ug/kg .

Benzene 83 75 120 93
Bromobenzene . < 5 . < 5 < 5 < 5
Bromochloromethane < 50 < 50 < 50 < 50
Bromodichloromethane < 50 < 50 < 50 < 50
Bromoform < 5 < 5 < 5 < 5
Bromomethane < 50 < 50 < 50 < 50
n-Butylbenzene < 5 < 5 < 5 < 5
sec-Butylbenzene < 5 < 5 < 5 < 5
tert-Butyibenzene < 5 < 5 < 5 < 5
Carbon tetrachioride 18 34 24 25
Chlorobenzene < 5 < < 5 < 5
Chloroethane < 5 < < 5 < 5
Chloroform 200 22 240 220
1-Chiorohexane 5 5 5
Chloromethane 50 5 50 50

2-Chlorotoluene
4-Chlorotoluene
Dibromochloromethane
1,2-Dibromo-3-chloropropane
1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichlorobenzene
1,4-Dichlorobenzene
Dichlorodifluoromethane
1,1-Dichloroethane
1,2-Dichlorocethane
1,1-Dichioroethylene
1,2-Dichloroethylene (Total) -
1,2-Dichloropropane
1.3-Dichloropropane
2,2-Dichioropropane
1,1-Dichloropropylene
cis-1,3-Dichloropropylene
trans-1,3-Dichloropropylene
Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyitoluene

Methylene chioride
Naphthalene
n-Propylbenzene

Styrene
1,1,1,2-Tetrachioroethane
1,1,2,2-Tetrachloroethane
Tetrachloroethylene

Toluene
1,2,3-Trichlorobenzene
1,2,4-Trichlorobenzene
1,1,1-Trichloroethane
1.1,2-Trichloroethane
Trichloroethylene
Trichlorofltuoromethane
1,2,3-Trichloropropane
1,2,3-Trimethylbenzene
1,2,4-Trimethylbenzene 24 16 36 25
1,3,5-Trimethyibenzene 12 11 20 14
Vinyl chloride < 50 < 50 < 50 < 50
o-Xylene 20 23 G1 35
p- & m-Xylenes 77 130 230 166
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Notes

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/14/01: D800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-31D

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCHUPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH

Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composits

Sampling times Q)] (1) 1)
Sampling frequency 180 minutes 180 minutes 180 minutes

Semi-Volatile Organic Compounds - ug/kg
Acenaphthene < 1700 < 1700 < 1700 < 1700
Acenaphthylene < 1700 < 1700 < 1700 < 1700
Anthracene < 1700 < 1700 < 1700 < 1700
Benzo(a)anthracene < 1700 < 1700 < 1700 < 1700
Benzo(b)fluoranthene < 1700 < 1700 < 1700 < 1700
Benzo(k)Auoranthene < 1700 < 1700 < 1700 < 1700
Benzo(g,h.i)perylene < 1700 < 1700 < 1700 < 1700
Benzo(a)pyrene < 1700 < 1700 < 1700 < 1700
Benzy! alcohol < 1700 < 1700 < 1700 < 1700
Bis(2-chloroethoxy)methane < 1700 < 1700 < 1700 < 1700
Bis(2-chloroethyl)ether < 1700 < 1700 < 1700 < 1700
Bis(2-chloroisopropyl)ether < 1700 < 1700 < 1700 < 1700
Bis(2-ethylhexyl)phthalate J 180 < 1700 < 1700 < 1193
4-Bromopheny! phenyl ether < 1700 < 1700 < 1700 < 1700
Butyl benzyl phthalate < 1700 < 1700 < 1700 < 1700
4-Chloroaniline < 1700 < 1700 < 1700 < 1700
2-Chloronaphthalene < 1700 < 1700 < 1700 < 1700
4-Chloro-3-methyl phenot < 1700 < 1700 < 1700 < 1700
2-Chlerophenol < 1700 < 1700 < 1700 < 1700
4-Chlorophenyl phenyl ether < 1700 < 1700 < 1700 < 1700
Chrysene < 1700 < 1700 < 1700 < 1700
Dibenz(a h)anthracene < 1700 < 1700 < 1700 < 1700
Dibenzofuran < 1700 < 1700 < 1700 < 1700
Di-n-butylphthalate < 1700 < 1700 < 1700 < 1700
1,3-Dichlorobenzene < 1700 < 1700 < 1700 < 1700
1.4-Dichlorobenzene < 1700 < 1700 < 1700 < 1700
1,2-Dichlorobenzene < 1700 < 1700 < 1700 < 1700
3,3’-Did1lompenzidine < 1700 < 1700 - < 1700 < 1700
2,4-Dichlorophenol < 1700 < 1700 < 1700 < 1700
Diethylphthalate < 1700 < 1700 < 1700 < 1700
2,4-Dimethylphenol < 1700 < 1700 < 1700 < 1700
Dimethylphthalate < 1700 < 1700 < 1700 < 1700
4,6-Dinitro-2-methylphenol < 8500 < 8500 < 8500 < 8500
2,4-Dinitrophenol < 8500 < 8500 < 8500 < 8500
2,4-Dinitrotoluene < 1700 < 1700 < 1700 < 1700
2,8-Dinitrotoluene < 1700 < 1700 < 1700 < 1700
Di-n-octylphthalate < 1700 < 1700 < 1700 < 1700
Fluoranthene < 1700 1700 < 1700 <. 1700
Fluorene J 390 J 390 J 350 J 377
Hexachlorobenzene < 1700 < 1700 < 1700 < 1700
Hexachlorobutadiene < 1700 < 1700 < 1700 < 1700
Hexachlorocyclop di < 1700 < 1700 < 1700 < 1700
Hexachloroethane < 1700 < 1700 < 1700 < 1700
indeno(1,2,3-cd)pyrene < 1700 < 1700 < 1700 < 1700
Isophorone < 1700 < 1700 =< 1700 < 1700
2-Methylnaphthalene < 1700 < 1700 < 1700 < 1700
2-Methyiphenol < 1700 < 1700 < 1700 < 1700
4-Methylphenol < 1700 < 1700 < 1700 < 1700
Naphthatene < 1700 < 1700 < 1700 < 1700
2-Nitroaniline < 8500 < 8500 < 8500 < 8500
3-Nitroaniline < 8500 < 8500 < 8500 < 8500
4-Nitroaniline < 8500 < 8500 < 8500 < 8500
Nitrobenzene < 1700 < 1700 < 1700 < 1700
2-Nitrophenol < 1700 < 1700 < 1700 < 1700
4-Nitrophenol < 8500 < 8500 < 8500 < 8500
N-Nitrosadiphenylamine < 1700 < 1700 < 1700 < 1700
N-Nitrasodi-n-propylamine < 1700 < 1700 < 1700 < 1700
Pentachiorophenol < 8500 < 8500 < 8500 < 8500
Phenanthrene < 1700 < 1700 < 1700 < 1700
Phenol < 1700 < 1700 < 1700 < 1700
Pyrene < 1700 < 1700 < 1700 - < 1700
1,2,4-Trichlorobenzene < 1700 < 1700 < 1700 < 1700
2.4,5-Trichlorophenol < 1700 < 1700 < 1700 < 1700
2,4,6-Trichlorophenol < 1700 < 1700 < 1700 < 1700

Notes

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows

03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection fimit or a non-detect included in an average.
J Detected but below the quantitation limit; quantity is estimated
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Table 3-31E

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH
Sampling date

Sampling times
Sampling frequency

TCLP Volatiles - ug/L
Benzene
Bromobenzene
Bromochioromethane
Bromodichloromethane
Bromoform
Bromomethane
n-Butylbenzene
sec-Butylbenzene
tert-Butylbenzene
Carbon tetrachloride
Chlorobenzene
Chlorcethane
Chloroform
1-Chlorohexane
Chloromethane
2-Chlorotoluene
4-Chlorotoluene.
Dibromochloromethane

1,2-Dibromo-3-chloropropane

1,2-Dibromoethane
Dibromomethane
1,2-Dichlorobenzene
1,3-Dichlorobenzene
1,4-Dichlorobenzene
Dichlorediflucromethane
1,1-Dichloroethane
1,2-Dichloroethane
1,1-Dichloroethylene

1,2-Dichloroethylene (Total)

1,2-Dichloropropane
1,3-Dichloropropane
2,2-Dichloropropane
1,1-Dichloropropyiene
cis-1,3-Dichloropropylene

trans-1,3-Dichloropropylene

Ethylbenzene
Hexachlorobutadiene
Isopropylbenzene
p-Isopropyitoluene
Methylene chloride
Naphthalene
n-Propylbenzene
Styrene

1,1,1,2-Tetrachloroethane
1,1,2,2-Tetrachioroethane

Tetrachloroethylene
Toluene
1,2,3-Trichlorobenzene
1.2,4-Trichlorobenzene
1.1,1-Trichloroethane
1,1,2-Trichloroethane
Trichloroethylene
Trichlorofluoromethane
1,2,3-Trichleropropane
1,2,3-Trimethylbenzene
1,2,4-Trimethylbenzene
1,3,5-Trimethylbenzene
Vinyl chloride

o-Xylene

p- & m-Xylenes
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Notes:

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:

03/14/01: 0800, 03/14-01 - 0700, 03/15/01;
< Indicates below analytical detection limit or a non-detect included in an average.
J Detected but below the quantitation limit; quantity is estimated

03/15/01: 0700, 03/15/01 - 0600, 03/16/01.
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. Table 3-31F
ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCUUPCYCLE
AGGREGATE KILN TESTING
BAGHOUSE FILTER CATCH
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
: Composite
Sampling times (1) ) 1)
Sampling frequency . 180 minutes 180 minutes 180 minutes
TCLP Semivolatiles - ug/L
Acenaphthene < 10 < 10 < . 10 < 10
Acenaphthylene < 10 < 10 < 10 < 10
Anthracene < 10 < 10 < 10 < 10
Benzo(a)anthracene < 10 < 10 < 10 < 10
Benzo(b)fluoranthene < 10 < 10 < 10 < 10
Benzo(k)fluoranthene < 10 < 10 < 10 < 10
Benzo(g,h.i)perylene < 10 < 10 < 10 < 10
Benzo(a)pyrene < 10 < 10 < 10 < 10
Benzyl alcoho! < 10 < 10 < 10 < 10
Bis(2-chloroethoxy)methane < 10 < 10 < 10 < 10
Bis(2-chloroethyl)ether < 10 < 10 < 10 < 10
Bis(2-chloroisopropyl)ether < 10 < 10 < 10 < 10
Bis(2-ethylhexyl)phthalate < 10 < 10 < 10 < 10
4-Bromophenyl phenyt ether < 10 < 10 < 10 < 10
Butyl benzyl phthalate < 10 < 10 < 10 < 10
4-Chloroaniline < 10 < 10 < 10 < 10
2-Chloronaphthalene < 10 < 10 < 10 . < 10
4-Chloro-3-methyl phenol < 10 < 10 < 10 < 10
2-Chlorophenol < 10 < 10 < 10 < 10
4-Chiocropheny! phenyi ether < 10 < 10 < 10 < 10
Chrysene < 10 < 10 < 10 < 10
Dibenz(a,h)anthracene < 10 < 10 < 10 < 10
Dibenzofuran < 10 < 10 < 10 < 10
Di-n-butylphthalate < 10 < 10 < 10 < 10
1,3-Dichlorobenzene < 10 < 10 < 10 < 10
1,4-Dichlorobenzene < 10 < 10 < 10 < 10
1,2-Dichlorobenzene < 10 < 10 < 10 < 10
- 3,3-Dichlorobenzidine < 10 < 10 < 10 < 10
2,4-Dichlorophenol < 10 < 10 < 10 < 10
. ' Diethylphthalate < 10 < 10 < 10 < 10
. . 2,4-Dimethyiphenol < 10 < 10 < 10 < 10
Dimethylphthatate < 10 < 10 < 10 < 10
4,6-Dinitro-2-methylphenot < . 50 < 50 < 50 < 50
2,4-Dinitrophencol < 50 < 50 < 50 < 50
. 2,4-Dinitrotoluene < 10 < 10 < 10 < 10
2,6-Dinitrotoluene < 10 < 10 < 10 < 10
Di-n-octylphthalate < 10 < 10 < 10 < 10
Fluoranthene < 10 < 10 < 10 < 10
Fluorene < 10 < 10 < 10 < 10
Hexachlorobenzene < 10 < 10 < 10 < 10
Hexachlorobutadiene < 10 < 10 < 10 < 10
Hexachlorocyclopentadiene < 10 < 10 < 10 < 10
Hexachloroethane < 10 < 10 < 10 < 10
Indeno(1,2,3-cd)pyrene < 10 < 10 < 10 < 10
Isophorone < 10 < 10 < 10 < 10
2-Methylnaphthalene < 10 < 10 < 10 < 10
2-Methylphenol < 10 < 10 < 10 < 10
4-Methyiphenol < 10 < 10 < 10 < 10
Naphthalene < 10 < 10 < 10 < 10
2-Nitroaniline < 50 < 50 < 50 < 50
3-Nitroaniline < 50 < 50 < 50 < 50
4-Nitroaniline < 50 < 50 < 50 < 50
Nitrobenzene < 10 < 10 < 10 < 10
2-Nitrophenol < 10 < 10 < 10 < 10
4-Nitrophenol” < 50 < 50 < 50 < 50
N-Nitrosodiphenylamine < 10 < 10 < 10 < 10
N-Nitrosodi-n-propylamine < 10 < 10 < 10 < 10
Pentachlorophenol < 50 < 50 < 50 < . 50
Phenanthrene < 10 < 10 < 10 < 10
Phenol < 10 < 10 < 10 < 10
Pyrene < 10 < 10 < 10 < 10
1,2, 4-Trichlorobenzene < 10 < 10 < 10 < 10
2,4 5-Trichlorophenol < 10 < 10 < 10 < 10
2,4,6-Trichlorophencol < 10 < 10 < 10 < 10
Notes:
(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0709, 03/15/01 - 0600, 03/16/01.
' < |ndicates below analytical detection limit or a non-detect included in an average.
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. ) Table 3-31G

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH

Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite

Sampling times 1) 1) (1
Sampling frequency 180 minutes 180 minutes 180 minutes

TCLP Metals - mg/L
Antimony 0.126 0.168 0.139 0.144
Arsenic < 0.05 < 0.05 < 0.05 < 0.05
Barium 0.143 0.108 < 0.05 < 0.10
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium . < 0.05 < 0.05 < 0.05 < 0.05
Chromium 0.84 0.469 0.803 0.704
Cobalt < 0.05 < 0.05 < 0.05 < 0.05
Copper < 0.05 < 0.05 < 0.05 < 0.05
Lead 263 2.34 447 3.15
Manganese 0.092 < 0.05 0.159 < 0.100
Nicke! < 0.05 < 0.05 - < 0.05 < 0.05
Selenium 0.353 0.394 0.379 0.375
Silver < 0.05 < 0.05 0.068 < 0.056
Thallium 0.416 0.343 0.488 0.416
Magnesium . 239 295 259 264
Vanadium : < 0.05 < 0.05 < 0.05 < 0.05
Zinc < 0.05 < 0.05 < 0.05 < 0.05
Aluminum 0.552 0.674 0.659 0.628
Calcium ' 245 3041 26.0 26.9
Potassium ) 595 673 698 655
Iron < 0.05 < 0.05 < 0.05 < 0.05
Mercury 0.0520 0.0536 0.0318 0.0458

MEP Metals (Extraction No. 1) - mg/L
Aluminum 0.087 0.148 0.067 0.101
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.136 0.172 0.117 0.142
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 8.17 9.45 9.44 9.02
Chromium 0.194 0.152 0.166 0.171
Cobalt < 0.005 < 0.005 < 0.005 < 0.005

, Copper 0.006 0.007 < 0.005 < 0.006

Lead < 0.003 < 0.003 < 0.003 < 0.003
Magnesium 67.6 88.4 63.8 : 733
Manganese < 0.005 < 0.005 < 0.005 < 0.005
Nickel 0.008 0.005 0.009 0.007
Potassium . 88.1 89.6 63.5 80.4
Selenium 0.05 0.093 0.045 0.063
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 1070 841 690 867
Thallium 0.062 0.054 0.049 0.055
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc 0.045 0.072 0.024 . 0.047
Iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury 0.0055 0.0098 0.0092 0.0082

Notes:

(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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. Table 3-31H

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCI/UPCYCLE
AGGREGATE KILN TESTING
BAGHOUSE FILTER CATCH :
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times (1) (1) (1)
Sampling frequency 180 minutes 180 minutes 180 minutes
MEP Metals (Extraction No. 2} - mg/L .
Aluminum 0.053 0.034 0.038 0.042
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.118 0.115 0.014 0.082
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 7.68 6.89 8.90 7.82
Chromium 0.072 0.081 0.074 ~ 0.076
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
.Copper - < 0.005 < 0.005 < 0.005 < 0.005
Lead . < 0.003 < 0.003 < 0.003 < 0.003
Magnesium 73.6 70.5 63.1 69.1
Manganese < 0.005 < 0.005 < 0.005 < 0.005
Nickel < 0.005 < 0.005 < 0.005 < 0.005
Potassium 191 35.2 17.9 241
Selenium 0.02 0.062 0.027 0.036
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 255 345 220 273
Thallium 0.015 0.024 < 0.01 < 0.016
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc 0.019 < 0.02 < 0.02 < 0.020
. iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury 0.0007 0.0008 < 0.0002 <  0.0006
MEP Metals (Extraction No. 3) - mg/L
- Aluminum 0.035 0.029 0.054 0.039
Antimony < 0.005 - < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.132 0.167 0.167 0.155
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 8.21 8.98 8.81 8.67
Chromium 0.039 0.04 0.038 0.039
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
Copper < 0.005 < 0.005 < 0.005 < 0.005
Lead < 0.003 < . 0.003 < 0.003 < 0.003
Magnesium . 58.3 46.2 56.1 53.5
Manganese < 0.005 < 0.005 0.005 < 0.005
Nickel < 0.005 < 0.005 < 0.005 < 0.005
Potassium ' 4.18 7.74 2.58 4.83
Selenium < 0.01 0.024 0.013 0.016
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 61.0 89.5 40.3 63.6
Thallium 0.013 < 0.01 0.011 < 0.011
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc < 0.02 0.026 0.045 < 0.030
Iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury 0.0017 0.0015 0.0049 0.0027
Notes:
(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follows:
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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. Table 3-31

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES

JCIUPCYCLE
AGGREGATE KILN TESTING
BAGHOUSE FILTER CATCH
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times 1 (1 (1)
Sampling frequency 180 minutes 180 minutes .180 minutes
MEP Metals (Extraction No. 4) - mg/L.
Aluminum 0.05 0.052 0.062 0.055
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.236 0.802 0.224 0.421
Beryllium < 0.001 < 0.001 S < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 7.78 14.5 8.39 10.2
Chromium 0.042 0.048 0.041 0.044
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
Copper < 0.005 0.019 < 0.005 < 0.010
Lead : < 0.003 < 0.003 < 0.003 < 0.003
Magnesium 55.1 39.0 54.5 49.5
Manganese < 0.005 < 0.005 < 0.005 < 0.005 .
Nickel < 0.005 0.006 < 0.005 < 0.005
Potassium 4.69 11.3 3.34 6.44
Selenium < 0.01 0.024 < 0.01 0.015
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 32,9 56.1 26.0 38.3
Thallium 0.017 0.017 < 0.01 < 0.015
Vanadium < 0.01 < 0.01 o< 0.01 < 0.01
Zinc 0.024 0.049 0.022 < 0.032
Iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury ©0.0008 < 0.0002 < 0.0002 < 0.0004
MEP Metals (Extraction No. 5) - mg/L.
Aluminum 0.043 0.097 0.063 0.068
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 < 0.01 < 0.01 < 0.01
Barium 0.52 0.684 0.319 0.508
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium ) 10.3 19.3 9.94 13.2
Chromium 0.034 0.027 0.039 0.033
Cabalt < 0.005 < 0.005 < 0.005 < 0.005
Copper S 0.005 0.016 0.009 < 0.010
Lead < 0.003 < 0.003 < 0.003 < 0.003
Magnesium 474 33.9 50.3 43.9
Manganese < 0.005 < 0.005 < 0.005 < 0.005
Nickel < 0.005 < 0.005 < 0.005 < 0.005
Potassium 3.51 3.28 - 3.21 3.33
Selenium < 0.01 0.014 0.013 < 0.012
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 16.0 281 26.8 23.6
Thallium < 0.01 < 0.01 < 0.01 < 0.010
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc 0.024 0.086 0.045 0.052
Iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury 0.0008 < 0.0002 0.0006 < 0.0005
Notes:
(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follow
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a-non-detect included in an average.
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. Table 3-31J

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite :
Sampling times 1) (1) (1)
Sampling frequency 180 minutes 180 minutes 180 minutes
MEP Metals (Extraction No. 6) - mg/L
Aluminum 0.031 0.031 0.032 " 0.031
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 0.024 < 0.01 < 0.01
Barium 0.475 1.71 0.553 0.913
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 12.7 23.7 111 15.8
Chromium 0.058 0.036 0.061 0.052
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
Copper < 0.005 < 0.005 < 0.005 < 0.005
Lead < 0.003 0.011 < . 0.003 < 0.006
Magnesium 29.9 40.6 36.9 35.8
Manganese < 0.005 < 0.005 < 0.005 < 0.005
Nickel ] < 0.005 < 0.005 < 0.005 < 0.005
Potassium 27.7 5.90 26.7 20.1
Selenium 0.019 0.013 0.022 < 0.018
Silver < 0.005 < 0.005 . < 0.005 < 0.005
Sodium 60.6 30.2 < 0.05 < 30.3
Thallium < 0.01 < 0.01 < 0.01 < 0.010
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc < 0.02 < 0.02 < 0.02 0.020
i Iron < 0.005 < 0.005 < 0.005 < 0.005
' Mercury < 0.0002 0.0006 0.0006 < 0.0005
MEP Metals (Extraction No. 7) - mg/L :
-~ Aluminum 0.15 0.066 0.098 " 0.105
Antimony < 0.005 < 0.005 0.013 < 0.008
Arsenic < 0.01 0.041 0.014 < 0.022
Barium 0.441 1.96 0.709 1.04
Beryllium < 0.001 < - 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 o< 0.003 < 0.003
Calcium 14.9 251 15.6 18.5
Chromium 0.043 0.029 0.045 0.039
Cobalt < 0.005 < 0.005 <. 0.005 < 0.005
Copper 0.008 < 0.005 < 0.005 < 0.006
Lead 0.07 0.025 0.042 0.046
Magnesium 214 359 235 26.9
Manganese 0.016 0.009 0.011 0.012
Nicke! < 0.005 < 0.005 < 0.005 < 0.005
Potassium . 248 5.11 26.1 . 18.7
Selenium 0.015 < 0.01 0.018 < 0.014
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 69.4 29.7 70.1 56.4
Thallium < 0.01 < 0.01 < 0.01 < 0.010
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc 0.145 0.05 0.103 0.099
Iron 0.064 0.014 0.010 0.029
Mercury 0.0006 0.0008 < 0.0002 < 0.0005
Notes:
(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follow
03/14/01: 0800, 03/14-01 - 0700, 03/15/01, 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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. | Table 3-31K

ANALYSIS OF CERAMIC FILTER CATCH SAMPLES
JCIWUPCYCLE
AGGREGATE KILN TESTING

BAGHOUSE FILTER CATCH i :
Sampling date 03/14/01 03/15/01 03/14-16/01 Average
Composite
Sampling times (1) 1) 1)
Sampling frequency 180 minutes 180 minutes 180 minutes
MEP Metals (Extraction No. 8) - mg/L
Aluminum 0.03 0.061 0.038 0.043
Antimony < 0.005 < 0.005 - < 0.005 < 0.005
Arsenic < 0.01 0.079 < 0.01 < 0.03
Barium 0.455 1.98 0.73 1.06
Beryllium < 0.001 < 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 19.8 28.9 19.7 22.8
Chromium 0.034 0.028 0.034 0.032
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
Copper < 0.005 < 0.005 < 0.005 < 0.005
Lead < 0.003 0.018 < 0.003 < 70.008
Magnesium 37.7 41.8 38.9 39.5
Manganese < 0.005 0.009 < 0.005 < 0.006
Nickel < 0.005 < 0.005 < 0.005 < 0.005
Potassium . 126 3.93 12.9 9.81
Selenium < 0.01 < 0.01 < 0.01 < 0.010
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 371 21.3 376 32.0
Thallium < 0.01 < 0.01 0.012 < 0.011
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc < 0.02 0.045 < 0.02 0.028
Iron < 0.005 < 0.005 < 0.005 < 0.005
A Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002
MEP Metals (Extraction No. 8) - mg/L
Aluminum 0.037 0.059 0.032 0.043
Antimony < 0.005 < 0.005 < 0.005 < 0.005
Arsenic < 0.01 '0.082 0.016 < 0.04
Barium 0.573 1.68 0.873 1.04
Beryllium < 0.001 < - 0.001 < 0.001 < 0.001
Cadmium < 0.003 < 0.003 < 0.003 < 0.003
Calcium 23 315 235 26.0
Chromium 0.02 0.021 0.022 . 0.021
Cobalt < 0.005 < 0.005 < 0.005 < 0.005
Copper < 0.005 < 0.005 < 0.005 < 0.005
Lead 0.006 0.022 < 0.003 < 0.010
Magnesium 36.6 36.9 39.8 37.8
Manganese < 0.005 0.007 < 0.005 < 0.006
Nickel < 0.005 < 0.005 < 0.005 < 0.005
Potassium 6.2 3.15 6.71 5.35
Selenium < 0.01 < 0.01 < 0.01 < 0.01
Silver < 0.005 < 0.005 < 0.005 < 0.005
Sodium 214 19 245 216
Thallium < 0.01 < 0.01 < 0.01 < 0.0t
Vanadium < 0.01 < 0.01 < 0.01 < 0.01
Zinc 0.027 0.051 0.023 0.034
Iron < 0.005 < 0.005 < 0.005 < 0.005
Mercury < 0.0002 < 0.0002 < 0.0002 < 0.0002
Notes:
(1) Sampling was conducted approximately every 3 hours during air emissions testing and composited for each test day as follow
03/14/01: 0800, 03/14-01 - 0700, 03/15/01; 03/15/01: 0700, 03/15/01 - 0600, 03/16/01.

< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-32

ANALYSIS OF SCRUBBER MAKEUP WATER SAMPLE

JCIUPCYCLE -
AGGREGATE KILN TESTING
SCRUBBER MAKEUP WATER
Sampling date 03/14-16/01 03/14-16/01 Average
Composite Composite
Duplicate
Sampling times . 4] 1)
Sampling frequency 120 minutes 120 minutes
Metals - ug/L
Aluminum < 5 12.5 | < 9
Antimony < 5 < 5 < 5
Arsenic < 10 < 10 < 10
Barium 20.6 20.7 ' 21
Beryllium < 1 < 1 < 1
 Cadmium < 3 < 3 < 3
Calcium 57200 - 57000 57100
Chromium < 5 < 5 < 5
Cobait < 5 < 5 < 5
Copper 65.8 62.5 64
Lead < 3 < 3 < 3
Magnesium 23700 23900 23800
Manganese < 5 < 5 < 5
Nickel < 5 < 5 < 5
Potassium 1750 1740 1745
Selenium < 10 < 10 < 10
Silver < 5 < 5 < 5
~ Sodium 4510 4750 4630
Thallium < 10 < 10 < 10
Vanadium . < 10 < 10 < 10
Zinc 27.4 26.4 27
Iron 12.3 10.7 12
Mercury ’ 0.0016 < 0.0002 < 0.0009
Total Halogens (Cl, Br, and F)- mg/L 0.064 0.14 0.10
Notes:

(1) Sampling was conducted every two hours during air emissions testing and composited for the
entire test program: 0800, 03/14/01 - 0600, 03/16/01.
< Indicates below analytical detection limit or a non-detect included in an average.
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Table 3-33
ANALYSIS OF SCRUBBER LIQUOR SAMPLES
JCI/UPCYCLE
AGGREGATE KILN TESTING

SCRUBBER LIQUOR

Sampling date 03/14/01 03/15/01 03/16/01 03/16/01 Average
Duplicate

Sampling time 08:00 07:00 05:00 05:00

Metals - ug/L
Aluminum 2,490 2,640 4,160 2,880 3,045
Antimony < 50 < 50 199 < 50 < 87
Arsenic < 100 < 100 < 100 < 100 < 100
Barium < 100 < 100 < 100 < 100 < 100
Beryllium < 10 < 10 < 10 < 10 < 10
Cadmium < 30 < 30 < 30 < 30 < 30
Calcium 14,100 7,340 9,880 9,260 10,145
Chromium 209 178 177 174 185
Cobalt < 50 < 50 < 50 < 50 < 50
Copper 385 683 507 491 517
Lead 112 128 104 99 111
Magnesium 122,000 89,600 96,400 94,300 100,575
Manganese 332 167 140 120 190
Nickel < 50 < 50 < 50 < 50 < 50
Potassium 55,400 56,200 65,300 64,100 60,250
Selenium 110 < 100 103 < 100 < 103
Silver < 50 < 50 < 50 < 50 < 50
Sodium 21,500,000 18,200,000 17,800,000 17,800,000 18,825,000
Thallium < 100 < 100 < 100 < 100 < 100
Vanadium < 100 < 100 < 100 < 100 < 100
Zinc 254 266 ‘ 263 229 253
Iron 1,100 1,090 1,950 1,120 1,315
Mercury 0.48 0.72 R \‘ 0.58 NA 0.59

Total Halogens (Cl, Br, and F) - mg/L 0.29 3.1 4.3 4.7 3.1

Notes:
Indicates below analytical detection limit or a non-detect included in an average.

NA Not analyzed.
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STS PROJECT NO. 31870
LABORATORY TESTING PROGRAM
OF UPCYCLE LIGHTWEIGHT AGGREGATE

Scope of Services

The scope of services provided by STS Consultants, Ltd. was to provide laboratory testing
services for Upcycle lightweight aggregate. The lightweight aggregate is a product processed by
extrusion and heat. The process produces an inert cylindrical particle approximately 1% inch in
diameter and 2% inches long on the average. The testing included performance of particle size
distribution analysis on both virgin and tested material, density determination by compaction and
vibratory methods and strength determinations using triaxial compression and direct shear
methods as well as utilizing the two methods of compaction to compare the values obtained.

Particle Size Determination

The particle size analyses were performed in accordance with ASTM C 136. One test was
conducted on a representative portion of the virgin sample. Particle size analyses were later
performed on each triaxial, direct shear and compaction point to provide information concerning
the material degradation when subjected to the testing processes. The particle size distribution
curves have been included in a later section of this report. We have also included particle size
distribution curves that provide comparison graphs for the triaxial, direct shear and Proctor
compaction points.

Density Determination

Two ASTM (American Society for Testing and Materials) density determinations were conducted
on the lightweight aggregate. The first was a standard compaction test following ASTM D 698
Method C. This test utilizes an impact method of compacting the material. The test method calls
for the use of a 5.5-pound, pie shaped rammer dropping a distance of twelve inches. Fifty-six

. blows per layer are expended with the total compactive effort utilizing a total of three
approximately equal layers. The material is compacted into a 6 inch diameter by 4% inch high

. steel mold having an internal volume of 0.075 cubic feet.

The second method of compaction is the relative density test, which incorporates two separate
ASTM methods. Those were the minimum density index test, ASTM D 4254 and the maximum
density index test ASTM D 4253. The minimum index determination was conducted by placing
the material, using a small scoop, into a rigid mold as gently as possible until the level of material
reached the top of the mold. The weight of the material is recorded and based upon the volume of
the mold, the minimum density value is determined.

The maximum density index is performed by placing the material into a steel mold and applying a
2 1b./ in? surcharge to the top. The mold and weight are anchored to a vibratory table. The table
is vibrated at 60 Hz for 8 minutes causing the material to densify. When completed, the material
is struck off at the top of the mold and the specimen weight recorded. The maximum index
density is determined. Combining the two values with actual density measurements allows the
determination of the relative density of the material.



Strength Testing Specimen Preparation

Prior to the strength testing, the aggregate was submerged in ordinary tap water to saturate. This
process was necessary especially for the triaxial testing so accurate specimen volume change
measurements could be made. The material was allowed to hydrate for a minimum of forty-eight
hours. When ready for testing the material was drained and towel dried, to a saturated surface dry
condition (SSD) and mixed thoroughly. On the average (in a saturated condition) the moisture
content ranged from 14.0 to 24.2 percent.

Direct Shear Tests

Two drained direct shear tests were conducted on the lightweight aggregate. The tests were
performed in accordance with ASTM D 3080 and run in a saturated condition. All direct shear
points were performed in a twelve inch by twelve-inch square shear box. Normal stresses for the
testing program were 0.25, 0.50, 1.0 and 2.0 kilograms per square centimeter (ksc).

For the first test set, the specimens were compacted using the impact method of compaction. The
sample was compacted to approximately 45 pounds per cubic foot (pcf) or 95% of the maximum
index density value. Each sample was compacted into the shear mold in three seperate layers.
Once in the shear box the normal stress was applied and the specimen fully inundated.

Shearing of the specimen was begun following zero vertical deflection of the sample with the
normal stress applied. A shearing rate of 0.05 centimeters per minute (cm/min) was used for all
of the direct shear tests. During the course of the tests, horizontal load and displacement
measurements were recorded. Upon test completion, final moisture contents were determined by
collection of the entire sample including the free water from the shear box. Moisture content
samples were later used for the “after test” particle size analysis.

Consolidated Drained Triaxial Shear Tests

Two consolidated drained triaxial tests were performed in accordance with Corps of Engineers
procedure EM-1110-2-1906 Appendix X. Specimens for the triaxial compression tests were
molded to dimensions of six inches in diameter and twelve inches in height. The test specimens,
like the direct shear specimens, were molded using the same two methods of compaction, impact
and vibratory. The specimens were molded using a total of five lifts as opposed to the three
utilized in the direct shear tests. To avoid undue influence, porous stones were not utilized. Only
filter paper disks were positioned between the material and platens to provide unimpeded flow to
and from the specimen. : :

Specimen set up required that a split mold be used to facilitate the specimen molding. Once the
specimen and been compacted within the latex membrane positioned inside the mold and attached
to the top and bottom platens, a vacuum of 2 psi was applied to maintain the molded shape of the
specimen while it was sealed into the triaxial chamber and saturating pressures applied.

Saturation of the specimen was accomplished by introducing de-aired water through the bottom
platen and allowing the water to flow through the top of the specimen. When fully inundated, the
sample was pressurized by applying 3.72 ksc confining pressure and 3.52 ksc backpressure
incrementally. The specimens remained under saturating pressures overnight. The average
saturation time was approximately nineteen hours. Because of the rigidity of the specimens, B
parameters were not utilized for verifying the degree of saturation.



Consolidation of the specimen was accomplished by increasing the cell pressure to a difference
with the backpressure equal to the desired effective consolidating pressure. For this project
consolidating stresses of 0.25, 0.50, 1.0 and 2.0 ksc were used for both triaxial tests.

When consolidation of the specimen was complete, the specimen was vertically loaded until

failure or until reaching fifteen percent vertical strain. Free drainage of the specimen was allowed
throughout the test. A strain rate of 0.02 centimeters per minute was utilized for each test.

During the course of shearing vertical load, deflection and volume change measurements were
recorded.

Norlite Testing

In 1993 STS Consultants, Ltd. conducted a laboratory testing program of a lightweight aggregate
provided by Norlite Corporation, then located in Acton Massachusetts. A % inch expanded shale
aggregate was utilized in that testing program. The expanded shale aggregate consisted
predominately of angular and sub-angular particles. :

For the testing program, STS performed particle size analyses, compaction testing and six-inch
diameter drained triaxial tests. With the permission of Norlite, STS has included the data from
the report, dated December 10,1993, in Appendix A. The data has been included to provide a
comparison of the test results to the lightweight aggregate produced by Upcycle. Permission to
utilize that test data in this report was provided by Mr. Frank S. Archambault of Norlite
Corporation in a memo to STS dated June 14, 2001.

Testing Program Discussion

The maximum density values obtained on the Upcycle material from the two methods of
compaction were 51.0 pcf obtained using the maximum index density test and 52.5 pcf using the
standard Proctor compaction test. The two different methods resulted in a difference of only 1.5
pef. This may be attributed to testing variation or to the slight break down of the material using
_ the impact compaction method utilized in ASTM D 698.

The two direct shear test results were also very close. The vibratory method of compaction
yielded a friction angle of 47.5 degrees while the test using the tamping method of compaction
resulted in a 46.0 degree angle. Again the different compaction methods had little if any
influence on the test results. Particle size analysis after testing indicated a small amount of
particle break down.

Several factors influence the friction angle developed through the direct shear test. First the
particle shape may allow the particles to interlock more readily. An angular or sub-angular
particle shape would be more likely to provide higher shear resistance than a material comprised
of mostly sub-rounded and rounded particles. The maximum particle size as well as the particle
size distribution can also influence shear resistance. A silty sandy gravel that has a high
percentage of interparticle space filled with fine material in most cases produces a friction angle
lower than that of an open graded gravel sample. The shearing process may also contribute to the
particle break down. Normal stresses also may affect friction angle development. As normal
stresses increase, the friction angle has a tendency to decrease. This may be attributed to particle
size break down in certain aggregates. Each material is unique concerning the normal stress and
the resulting friction angle.



Project specifications are always unique to the specific project. It has been our experience that .
project specifications often require a minimum friction angle of 35 degrees for materials used for
embankments or reinforced walls. If this minimum angle is specified, the Upcycle aggregate falls
well beyond the 35-degree requirement. It should be noted that the previous testing of Norlite
lightweight aggregate did not include direct shear testing.

The consolidated drained triaxial test results of the Upcycle aggregate were almost identical. A
friction angle of 38.5 degrees was determined for the vibratory-compacted specimens and 38.0
degrees for the tamped specimens. Any influence due to compaction methods was not apparent.
Both specimens had little material degradation during the shearing process as was indicated by
the particle size distribution curves.

When compared with the Norlite test results, the Upcycle samples fall between the two values
determined for the Norlite program, those being 37.0 and 39.0 degrees. The expanded shale of
the Norlite program resulted in deviatoric stresses slightly higher than those obtained for the
Upcycle aggregate. The maximum deviator stress developed with the Norlite 2.0 ksc confining
pressure was 8.03 ksc. The highest for the Upcycle program at the same confining stress was
7.39 ksc., approximately 8 percent lower. This may be attributed to the compressibility or
compressive strength of the individual particles. In any event, the extruded lightweight aggregate
produced by Upcycle appears to have similar strength characteristics when compared with the
expanded shale material produced by Norlite. '

Overall the test results indicate the Upcycle material to provide repeatable test results. Methods
of compaction appear to have little, if any, influence; however, with the very open free draining
structure of the material, it would appear that vibratory compaction methods would be more
practical in field applications.
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1. INTRODUCTION

1.1  OBJECTIVE

The purpose of this test program was to examine and test lightweight coarse
aggregate produced by JCI/Upcycle from Newark Bay dredge sediment. The final
product is required to contain no contaminants and must qualify as a useful aggregate

for either Portland Cement concrete or as a fill matexial,

1.2  SCOPE OF TESTING

The a-ggregate, concrete mix design, and concrete testing were performed at the
Port Authority Materials Engineering Laboratory. Environmental testing for
contaminants in the aggregate were performed by Hampton-Clarke/V eritech Labs
with the results evaluated by the Port Authority Chemical and Environmental
Laboratory. The test methods and the test results on the Upcycle aggregate are
detailed in Sections 2 and 4 of this report.

The Upcycle-Newark Bay aggregate was tested in the same manner as the
Upcycle-Raritan Bay aggregate testing program performed in 1998-1999, which
included testing Norlite as a control sample. The test results from the earlier program

are used in this report for comparison to our current sample.

1.3  GENERAL VISUAL INSPECTION

Upéycle aggregate is produced by JCI/Upcycle Aggregates, LLC by using dredge
from Newark Bay. The aggregates are extruded pellets of approximately %2 inch
diameter and one inch in length. A percentage of the pellets are crushed in order to
achieve the lightweight aggregate gradation designation of % to #4. The surface of
each aggregate is reddish brown in color and has numerous radial, interconnected

cracks. The interior of the aggregate is a dark brown to black color and porous in

nature.



' The Newark Bay aggregate is highly comparable in size, shape, and color to the
Perth Amboy Marina material tested previously. The control test aggregate, Norlite,

- | is commonly used in the construction industry for fill applications as well as in
making concrete. It is gray in color, somewhat angular in shape, and porous in

nature.




7 LABORATORY TESTING OF AGGREGATE AND RESULTS

2.1

ASTM C-136 : SIEVE ANALYSIS

Sieve analysis was performed on portions of the aggregates in two different

conditions. The first is in the initial “as received” condition. The second sieve

analysis was done on portion of sample used after the proctor test called the

“preakdown” (see Appendix A for complete Soils Laboratory report).

PERCENT PASSING (As Received)

Sieve Size
Aggregate 3/4" | 1/2" | 3/8" | #4 #8 #16 | #30 | #50 |# 100 | # 200
Upcycle .
Newark Bay| | 99.7 | 24.9 | 221 | 10.8 8.6 7.2 5.5 40 2.8 1.9
Perth Amboy 100 | 36.3 | 283 | 133 8.4 6.3 4.4 31 | 2.0 1.2

90-100

1050

015

*ASTM C-330 Table 1, Size Designation %" to #4

PERCENT PASSING (After Compaction)

Sieve Size
Aggregate 3/4" | 1/2" | 3/8" | #4 #8 #16 | #30 | #50 |# 100 | # 200
Upcycle
Newark Bay| | 100 | 58.8 339 | 242 | 17.6 | 123 8.7 5.9 3.6
Perth Amboy| 100 _66.9 | 329 | 218 154 | 11.0 84 | 65 | 4.7
e R e B b e e B s o
Norhte 100 83.7 | 664 | 36.9 25 5 | 1717 11 9 8.2 .
T e R TR B i s b
ASTM* 90-1 00| — | 10-50 | 015 —_ — —_ —_ — —_

*ASTM C-330 Table 1, Size Designation %" to No. 4



u.

22  ASTM D-1557 : MODIFIED PROCTOR

A modified proctor test was performed on each of the Upcycle aggregates. The
Upcycle-Néwark Bay material has 2 maximum dry density of 62.4 pcf at an
optimum moisture of 8.1 %. The Upcycle-Perth Amboy material has a maximum

dry density of 68.9 pef at an optimum moisture of 20.0%.

23 ASTM C-29 : BULK DENSITY

The bulk density (“unit weight”) was tested in accordance with ASTM C-29 ‘using '
the method prescribed in ASTM C-330 section 8.8. A

UNIT WT.
AGGREGATE (|b_lcu.ft.)
Upcycle-Newark Bay 46
Upcycle-Perth Amboy o4
Norlite 45

2.4  ASTMC-127: SPECIFIC GRAVITY SSD AND ABSORPTION

The Specific Gravity SSD and Absorption were determined after immersion of

the aggregates in water at standard conditions and following standard procedures.

SPECIFIC GRAVITY

AGGREGATE ABSORPTION
SSD %

Upcycle-Newark Bay 1.22 14.7

Upcycle-Perth Amboy 1.34 12.8

Norlite 1.25 11.3




. 2.5 ASTM C-88 : SOUNDNESS OF AGGREGATES

. This test provides an indication of how an aggregate will hold up when subjected
to weathering action in concrete. The aggregates were each subjected to five soaking

and drying cycles using Sodium Sulfate.

S |Onginaliial Wi of| Final Wt of Percentage | Weighted
Aggregate |Sieve| Grading Fraction (g)| Fraction (g) Passing Sieve Percentage
(%) ) 9 g After Test Loss
Upcycle 1/2in.] 75 300.24 297.74 0.8 ©0.38
Newark Bay| 3/8 in. 3 — — 141 ~0.03
' ' 11 670.60 662.94 1.1 0.12
‘ S - Total Weighted Loss 5%
Upcycle 679.96 1.05 0.85
Perth Amboy| 3/8 in. 6 330.31 330.31 26 0.16
#4 6 - 302.50 302.50 4.66 : 0.28
Total Weighted Loss| 13 %
670.11 2.53 - 1.57
3/8 in. 30 331.29 331.29 5.19 1.56
#4 6 305.88 305.88 1.09 0.07
FemmEme e IR PR e Total Weighted Loss| 3.2 %




‘ 26 AASHTO T-103 : FREEZE AND THAW OF AGGREGATE

The aggregate was tested in accordance with AASHTO T-103, Procedure A for

ten freeze/thaw cycles.
Original |, ... . Percentage | Weighted

- Aggregate |Sieve| Grading I:::z:iz\:.(;; i::i'tl?: (Of) Passing Sieve | Percentage
(%) g After Test . Loss
Upcycle 1/2 in. 75 300.0 299.7 0.0 - 0.00
Newark Bay| 3/8in.| . 3 — — .0.02 0.00
11 999.1 997.2 0.02 0.00
S AR Total Weighted Loss 0.0 %
Upcycle 12in.| 81 670.11 665.27 0.72 0.59
Perth Amboy| 3/8 in. 6 290.02 288.26 0.61 0.04
‘ it a4 6 298.00 294.70 111 0.07
‘ Total Weighted Loss 0.7 %
Norlite 1/2in. 62 685.39 665.46 2.91 1.80
3/8 in. 30 331.95 319.70 3.69 1.11
#4 6 281.84 274.93 2.45 0.15
Sy Total Weighted Loss| 3.1 %

27  ASTM C-227 : POTENTIAL ALKALI REACTIVITY OF CEMENT-
AGGREGATE COMB]NATIONS

The test was performed by making 17x 1” mortar bars consisting of Upcycle
aggregate graded as per ASTM and Essroc I cement. The Essroc I cement was
chosen for its higher alkali content (.95 Naz0). The average expansion of the bars at
was .005 % at 14 days.



28 . CONCRETE MIX DESIGN AND TEST RESULTS

The following charts show the mix designs used for the Upcycle-Newark Bay
testing program and the earlier Upcycle-Perth Amboy (1999), as well as the fresh and

hardened concrete test results.

NIIX DESIGN - 1999 UPCYCLE/NORLITE

Material . Volume
R Source S.G.| Weight (cu. ft.)
Cement Hercules /1l 3.15| 658Ib. 3.35
Fine Agg. Perth Amboy 265| 12481b. 7.70
Coarse Agg. |Upcycle or Norlite * Lo 9.31
Water Potable 1.00| 3351b. 5.13

. . JAir Entr. Daravair 1.05 8 oz. —
Water Red. |WRDA - Hycol 1.20 19 oz. —
WI/C Ratio 0.51 Air 52% Unit Wt. 114.0 ib/cu ft
* Specific Gravity: Norlite = 1.25, Upcycle = 1.34
+ Coarse Aggregate weight was adjusted for 9.31cu ft volume

MIX DESIGN - UPCYCLE, NEWARK BAY

ZhgEii Material . Volume
5 L Source S.G.| Weight | (cu.ft)
Cement Blue Circle /Il 3.15| 658 1Ib. 3.35
Fine Agg. Clayton 2.60] 12501b. 7.70
Coarse Agg. |Upcycle, Nwk 122 700lb. 9.20
Water Potable 1.00 320 Ib. 5.13
Air Entr. Daravair = 1.05| 5.50z —
WI/C Ratio 0.49 Air 6.0% Unit Wt. 108.4 Ib/cu ft




MIX PROPERTIES - PLASTIC CONCRETE
Siump | Air Cont.| Unit Weight | Temp.
6.75" 525% [117.11ib/lcuft] 71

Upcycle, Perth Amboy
Norlite 5.25’f 550% |117.4 Ib/cu ft 70
Upcycle, Newark Bay 6.50" 7.25% {112.5 Ib/cu ft 71

MIX PROPERTIES - HARDENED CONCRETE
Compressive Strength Flexural |Shrinkage
7 Day 28 Day Strength |(ASTMC-157)
3880 psi | 5150 psi 695 psi 0.045%
3960 psi | 4780 psi 692 psi 0.039%

Upcycle, Perth Amboy
Norlite

647 psi | 0.036%

3260 psi | 4470 psi

Upcycle, Newark Bay




. 29  ENVIRONMENTAL ANALYSIS OF AGGREGATE

~ The Upcycle-Newark Bay aggregate was submitted for a toxicity analysis
including Dioxin, Cyanide, Mercury, Pesticides/PCB’s, Semi-Volatile Organics,
volatile compounds, and heavy metals. The report was reviewed and summarized by
Dorian Bailey, PANYNJ Chemical/Environmental Testing Laboratory Supervisor,
stating that from an exposure stand-point, based on the data obtained, the material

may be viewed as non-toxic (see Appendix B for complete Environmental report).



3. CONCLUSIONS AND RECOMMENDATIONS

3.1  CONCLUSIONS

The principal conclusion drawn from the laboratory testing program is that the

Upcycle aggregate exibits physical characteristics desired for a construction gré,de

lightweight aggregate. The following is the list of conclusions derived from the

testing program.

The particle size distribution of Upcycle aggregate is genefally uniform and

“can be manufactured to meet conventional specifications for lightweight

concrete. ,

The Upcycle aggregate is in the same density range as common-lightweight
aggregate such as Norlite.

Water absorption of the Upcycle is in the same range as Norlite.

The Soundness and Freeze-Thaw tests on the aggregates have demonstrated
that the durability and soundness of Upcycle aggregate is equal to or better
than Norlite aggregate.

Degradation (Breakdown of the particles) due to compaction is less in
Upcycle than Norlite.

The Upcycle-Newark Bay does not have ASR potential.

The successful batching of concrete using Upcycle aggregate demonstrates
that Upbycle aggregate can be incorporated in Portland Cement Concrete in

. the same manner as a typical lightweight coarse aggregate like Norlite. The

acceptable test results on the fresh and hardened, cured Upcycle concrete
specimens are consistent with that of the Norlite specimens. This is further
evidence that the Upcycle material can be used as a viable lightweight coarse
aggregate for concrete.

The material passes environmental testing and is considered non-toxic.
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RECOMMENDATIONS

After reviewing the progra.m, the test results are consistent with lightweight
aggregates currently in use. Tt is recommended by the Materials Engineering
Department that field testing of the Upcycle lightweight coarse aggregate be
conducted to further evaluate its usefulness as lightweight structural backfill and as
lightweight aggregate in Portland Cement concrete. A successful field installation
utilizing the aggregate will contribute to broader acceptance of this materlal and
provide valuable construction experience as well as in-place test data for continuing

evaluation.



4, APPENDIX

A SOILS LABORATORY REPORT

B. ENVIRONMENTAL REPORT



SOILS LABORATORY REPORT



___._._.____._.__._______.__.__._____._._.__..._____.___=_.=._.—==_—_—_—::============_——_.-—_————____

te: August 7, 2001
o roject No.: Lab File
.; Project: Upcycle

-—--—-..-..--.._.._..._.._..__—_.-_——_—..————..-—__—.......____..._.._-.-—..--——‘——__.. - -
- - - . - - . -

| Location of Sample: Before Compaction
~ | Sample Description:

| USCS Class: - © Liquid limit:
. AASHTO Class: ‘ Plasticity index:
: Notes T

. Remarks: Tested by: J. Zarks
N _ .Reviewed by:

1 . inches 25.40 100.0

1 0.75 inches 19.05° 99.7
1 20.5  inches 12.70 24.9
q.375 inches 9.53 22.1
: 4 4,750 10.9
# 8 2.360 8.6

# 16 1.180 7.2

# 30 0.600 5.5

# 50 0.300 4.0

# 100 0.150 2.8

# 200 0.075 1.9

Gravel/Sand based on #10 sieve

Sand/Fines based on #200 sieve

% + 3 in. = 0.0 % GRAVEL = 91.7 % SAND = 6.4
% FINES = 1.9

D85= 17.58 D60= 15.346 D50= 14.538
D30= -13.0467 D15= 6.10239 . D10= 3.59335
Cc = 3.0867 Cu = 4.2707

"



Y

te: August 7, 2001
Project No.: Lab File
. Project: Upcycle

', Location of Sample: After Compaction

. Sample Description: . A
- USCS Class: _ Liquid limit:

- AASHTO Class: ‘Plasticity index:
Notes o

Remarks: Tested by: J. Zarks
' Reviewed by:

Fig. No
Mechanical Analysis Data
Sieve Size, mm Percent finer
0.75 1inches 19.05 100.0
0.5 inches 12.70 58.9
| .375 inches 9.53 50.0
Q 4 ' 4.750 33.9
) 8 2.360 24.2
P # 16 1.180 17.6
# 30 : 0.600 12.3
# 50 0.300 8.7
# 100 0.150 5.9
# 200 0.075 3.6

o e e e e = m o s — - = = o~ == - = e e = . am A e e e e e A em mm em e e e e e e e e s e = e e e

Gravel/Sand based on #10 sieve

Sand/Fines based on #200 sieve

$ + 3 in. = 0.0 % GRAVEL = 77.5 % SAND = 18.9
% FINES = 3.6

D85= 16.81 D60= 12.897 D50= 9.451
D30= 3.8063 D15= 0.86199 D10= 0.39400
Cc = 2.8510 Cu = 32.7341
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MATERIAL DESCRIPTION

USCS

RASHTO

Project No.: Lab File

Pro ject: Upcycle

® Location:

Before Compaction

A Location: After Compaction

Date: Augqust 7, 2001

GRAIN SIZE DISTRIBUTION:TEST REPORT
THE PORT AUTHORITY OF N_Y. & N.J.

Remarks:

Figure No.

Reviewed by:

Tested by: J. Zarks




MOISTURE DENSITY TEST DATA

:f‘llrnt:
. "€ject: Upcycle-

?roject Number:

Specimen Data

‘ 3ource: Upcycle

Sample No.: 7/18/01
2lev. or Depth:
Location:
description:

' Liquid Limit:
~ Date: 8/3/01

U S O S U

lesting Remarks:
Percent retained on 3/4

in.
Percent passing No. 200 sieve:

Sample Length (in./cm.):

Plasticity Index:
USCS Classification:

sieve:

Natural Moisture:
AASHTO Classification:

Specific gravity:

Test Data And Results

Type of test: ASTM b 1557-91 Procedure C Modified

3 Max dry den= 62.4 p

Oversize Correction Not Applied

PORT AUTHORITY OF N.Y.

Mold Dia.: 6.00 in. Hammer Wt.: 10 lb. Drop: 18 in.
Layexrs: five Blows per Layexr: 56
: X POINT NO. 1 2 3
66 N Zvsps |WM + WS 10.06 19.18 19.44
Q \ . WM 14.38 14.38 14.38
: S WW+T 6.34 6.40 5.74
| N\ WD+T  6.20 6.20  5.36
0 . TARE 1.62 1.62 0.68
e’ MOIST 3.1 4.4 8.1
60
58 MOISTURE3. 1 4.4 8.1
DRY DEN 60.5 61.3 62.4
56 .
1 5 9

cf

19.42
14.38
5.58
5.08
0.56
11.1

19.30
14.38
6.38
6.08
1.46
6.5

Opt moisturxe= 8.1 %

19.44
14.38
6.44
6.00
1.36
9.5

& N.J.




ENVIRONMENTAL ANALYSIS



CT#: PH-067!
4 8

MA#: Nosgs Y #1140

g qama PAK G848

FAX NO. 1 973 438 1458 P. 03

Report Of Analyéis

veritech laboratories

To: PORT AUTHORITY OF NY & NJ

8/1/01

ALS | GDW. o . . Date Collected;
mw:;; ;T‘ENG NEERING DIV Quenuo_n: Dorian Bailey Date Submitted: 8/3/01
ROOM 234 rojeck  Newark Bay Date Recorted:

eported;  8/16/01
JERSEY CITY NJ 07310-1367
' SamppleiD: - Upeycle: - L
TestGroup Analyte Units MDL/PQL/RL  Result
Upeyele .5 o '
) % Solids SM2540G
% Solids Percent ‘99
2,3,7,8-TCDD Scan :
2,3,7,8-TCDD (1613) Attached
Cyanide (soil/waste) '
Cyanide - mg/kg 0,25 ND
Mercury (soiliwasle) 7471A
: Marcuty my/Kg 0.14 ND
Organochlarine Pesticides 8081
) :DCB-Surrogate mg/Kg . 83
;TCMX-Surragate mg/Kg 7
Aldrin mg/Kg 0.0034 ND
Alpha BHC . Ing/Kg 0.0034 ND
Bela-BHG - RO \ L0 ":,:" mg/Kg 0.0034 ND
Chlordane SRR AN A ma/Kg 0.0067 ND
Deita-BHC ma/Kg 0.0034 ND
Dieldrin mg/Kg 0.0034 " ND
Endesulfan | mg/Kg 0.0034 ND
Endosulfan Il mg/Kg 0.0034 ND
Endosulfan Sulfate mg/Kg 0,0034 ND
Endrin mg/Kg 0.0034 ND
Endrin Aldehyde mg/Kg 0.0034 ND
Endrin Ketone mg/Kg 0.0034 ND
Gamma-BHC mgy/Kg 0.0034 ND
tHleptachlor mg/Kg 0.0034 ND
Heplachlor Epaxide mg/Kg 0,0034 ND
Methoxychlor mg/Kg 0.0034 ND
P,F-DDD mg/Kg 0.0034 ND
P.P-DDE mg/Kg 0.0034 ND
P.r-DOY mglKg 0.0034 ND
Toxaphene my/Kg 0.034 ND

- ND = Not Pelectod

: Veritech Report Of Analysis
175 Route 46 West, Unit D, Fairfield, NJ 07004

Veritech Project: 08091130 Page1of 7




e bt bt d e ks s

175 Route 46 West, Unit D, Fairfield, NJ 07004

HAMPTON-CLARKE/VERITECH FAX NO. 1 973 439 1458 P. 04
TAB39668 J SampleiD::i Upeycle ;
TesiGroup Analyte Units MDL/PQL/RL  Resuit
PGR 8082
DCBR-Surrogate mg/Kg 84
:TCMX-Surrogate ‘mglKg 92
Aroclar-1016 mg/Kg 0,017 ND
Aroclor-1221 mg/Xg 0.017 ND
Aroclor-1232 mg/Kg 0,017 ND
Aroclor-1242 mg/Kg 0.017 ND
Arcclor-1248 mg/Kg 0.017 ND
Aroclor-1254 mg/Kg 0,017 ND
Aroclor-1260 mg/Kg 0.017 ND
"n.‘. ol ‘v'» l'! .
" ND = Nat Dulested 5.
Veritoch Report Of Analysis Veritech Project: 08091130 Page20of 7



- HAMPTON-CLARKE/VERITECH FAX NO., 1 973 439 .1,458

P. 05
_ . Tes|Group Analyte Units MDL/PQL/RL  Result
! Scmivolatile Organics + 26 (8270) )
"1 2.Pentanone, 4-hydroxy-4-methyi- mg/Kg 1.46 . 47J
:8-Octadecenamide, (Z)- : ma/Kg 12.42 0.16)
gy :Dodecanamide mg/Kg 1418 o.714
1< :unknown ’ ma/Kg 1.22 1.6J
sunknown ‘ mg/Kg 2.25 Al
unknown . mg/Kg 1.84 0.24
12,4,8-Tribromophenal A mg/Kg 83
:2-Fluorobiphenyl my/Kg 94
12-Fluorophenol . mg/Kg 81
;Nitrobenzene-d$ mg/Ka 80
;Phenol-dS : mg/Kg 81
:Terphenyl-di4 mgiKg . 85
1,2,4-Trichlorobenzene mg/Kg 0.34 ND
1,2-Dichiorobenzene mg/Kg 0.34 ND "
: 1 ,2-Diphenylhydrazine mg/Kg . 034 ND
:f 1,3-Dichlorobenzene mgKg 034 ND
1,4-Dichlarchenzene mg/Kg 034 ND
2.4,5-Trichlorophencl ‘mg/Kg 0.34 ND
'2,4,6-Trichlarophenol mg/Kg 0.34 ND
2,4-Dichlorophenot mgl/ig 0.34 ND
. 2,4-Dimethylphenot maiKg 0.34 ND
2,4-Dinitrophenal mg/ig 0.34 ND
2,4-Dinitrotoluene mg/Kg 0.34 ND
2,6-Dinitratoluene ‘ mg/Kg 0.34 ND
2.Chioronaphthalene 1 i Ty o7 limgiKg 0.34 ND
2-Chiorophenol Pateled o Rmaikg 0.34 ND
2-Methyinaphthatene mg/Kg 0.34 ND
2-Methylphenol mg/Kg 0.34 ND
2-Nitroaniline mg/Ka 034 - ND
2-Nitraphenot mg/Kg 0.34 ND
-384-Melhylphenal mg/Kg 0.34 ND
3,3-Dichlorabenzidine mg/Kg 0,34 . ND
a-Nitroaniline mg/Kg 0.34 ND
4,6-Dinitro-2-methylphencl : mg/Kg 0.34 ND
4-Bromophenyl-phenylether mg/Kg 0.34 ND
4-Chloro-3-methyiphenol mg/Kg 0.34 ND
4-Chloroaniline my/Kg 0.34 ND
4-Chlorophenyl-phenylether mg/Kg 0,34 ’ ND
4-Nitroaniline mg/Kg 0.34 ND
4-Nitrophenal mg/Kg 0.34 ND
Acenaphthene : mg/Kg 0.34 ND
Accnaphlhylene ' ma/Kg 0.34 ND
Anthtacene mg/Kg 0.34 ND
Benzidine mg/Kg 0.67 . ND
‘ Benzofajanthracene mg/iKg 0.34 ND
- NO = Nol Dutecled ¢ 3
Veritech Report Of Analysis : _Veritech Project: 08091130 Page 3 of 7

175 Route 46 West, Unit D, Fairfield, NJ 07004



; ) _ . HAMPTON-CLARKE/VERITECH FAX NO. 1 973 439 1458

P. 08
SamipleiDzii; Upcyeli ; .
TestGroup Analyte Units MDL/PQL/RL  Result

) : Benza[a]pyrene ma/Kg 0.34 ND
Benzofb]fluaranthene mg/Kg 034 ND

Benzo[g h,ijperylene . mg/Kg 0,34 ND

Benzo[klfluoranthene - mg/Kg 0.34 ND

Bis(2-Chloreethoxy)methane mg/Kg 0.34 ND

Bis(2-Chloroethyl)Ether mg/Kg 0.34 : ND

Bis(2-Chloroisopropyl)ether mg/Kg 0.34 ND

Bis(2-Eltyihexyphthalate . mg/Kg 0.34 ' ND

Butytbenzylphthalate mg/Kg. 0.34 ND

Carbazole ma/Kg 034 ND

Chrysene mg/Kg 0.34 ND

Dibenzofa,h]JAnthracene mg/Kg 0.34 ND

Dibenzofuran mg/Kg 0.34 ' ND

Diethyiphthalate . mgiKg 0.34 ND

; _ Dimethyiphthalate mg/Ka D34 ND
A Di-n-butylphthatate mg/Kg 0.34 - ND
: Di-n-octylphthalate .mg/g 0.34 ND
Fluoranthene RIS F:Hﬂgll(q 0.34 ‘ ND

Fiuorene Corttal oE ungiKg 0.34 ND

Hexachlorobenzene ' mg/Kg 0.34 ND

Hexachlarobutadiene ma/Kg 0.34 ND

' Hexachlorocyclopentadiena mg/Kg 0.67 ND
‘ ' Haxachloreethane mgl/kKg 0.34 ND
Indeno|1 2 3-cd]pyrene ’ mg/Kg 0.34 ND

f{sophorone mg/Kg 034 ND

Naphthalene mg/Kg 0.34 ND

Nitrabonzone mg/Ka 034 ) ND

N-Nitrosodimethylamine mg/Kg 034 ND

N-Ndroso-Di-N-Propylamine mg/Kg 0,34 NOD

N-Nitrosodiphenylamine mg/Kg 0.34 ND

Pentachlorophenol mg/Kg 0.24 ND

Phenanthrene may/Kg 0,34 ND

Phenal mq/Kg 0.34 ND

Pyrene mg/Kg 0.34 ND

* ND = Not Dulocted ¢
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HAMPTON-CLARKE/VERITECH FAX NO. 1 873 439 1458

P. 07
. SamplelDs i Upiyele::
2 TesiGroup Analyte - Units MDL/PQL/RL  Result
TAL Metals (Soil) 6010 ’
Aluminum Mg/Kg 300 - 3200
Antimony ) Mg/Kg 2 NO
Arsenic Mg/Kg 2 4.7
Barfum , Mg/Kg 10 o2
Beryllium Myg/Kg 0.61 ND
Cadmium Mg/Kg 0.61 ND
Calclum Mg/Kg 510 3900
Chromium " Mg/Kg 6.1 7.7
Cobalt Mg/Kg 25 ND
Copper Mg/Kg 5.1 11
lron Mg/Kg 300 2400
Lead o Mg/Kg 5.1 ND
s Magnesium . : Mg/Kg 510 750 )
" ' Manganese . Mg/Kg {6 . 40
g Nickel Mg/Kg 5.1 ND
Potassium _ Mg/Kg 250 260
Selenium ] Mg/Kg 2 ND
Siver Mg/X¥g 25 ND
Sadium Mg/Kg 510 ND
Thallium "~ Mg/Kg 12 ND
. Vahadium Mg/Kg 10 : ND
. - Zinc Mg/Kg 10 "
B
[ SR 1
" ND = Not Dulocted ey
Veritech Report Of Analysis Veritech Project: 08091130 Page6of 7
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- HAMPTON-CLARKE/VERITECH FAX NO. 1 973 439 1458

P. 08

::':'. Laliss: [AB 39668 f Sanplein:iil. Upeyele

TestGroup Analyte Units - MDL/PQL/RL.  Result
Valatile Organics + 10 (6260) ' )
— 2 :Ethane, 1,1,2-trichloro-1,2,2-triflucro mg/Kg 3.88 0.00584°
WC = - 2 pichlorcethane-d4 - ma/Kg o6

:Bromoflucrobenzene ‘ mg/Kg 102
;Toluene-d8 mg/Kg 95
1.,1.1-Trichloroethane mg/Kg 0.0051 ND
1,1,2,2-Tetrachloroethane mg/Kg 0.0051 ND
1,1 2-Trichloroethane ma/Kg 0.0051 . ND
1,1-Dichloroethane mg/Kg 0.0051 ND
1,1-Dichloroethene Co mg/Kg 0.0051 ND
1.2-Dichloroethane A mg/Kg 0.0051 ND
1,2-Dichloropropane C mgKg 0.0051 ND
2-Butanone ‘ mg/ég - 0.025 ND
2-Chlorgethylvinytether mg/Kg " 0,0051 ND -
2-Hexanone ) mg/Kg 0.020 ND
4-Methyl-2-Pentanone o mg/Kg 0.020 ND
Acatone mg/Kg 0.020 NO .
Acroiein mg/Kg 0.015 ND
Acrylonitrite mg/Kg . 00070 ND
Benzene mg/Kg 0.0010 ND
Bromodichioromethane . mg/Kg 0.0051 ND

: . ' Bromafprm , mg/Kg 0.0051 ND'
Bromamethane i p o o o giKg 0.0051 ND

‘ Carbon disulfide a3 YT Img/kg 0.0051 ND
Carbon tetrachloride mg/Kg 0.0051 NO
Chlorabenzene mg/Kg 0.0051 ND
Chioroethane mg/Kg 0.0051 ND
Chiarofarm . : mg/Kg 0.0051 ND
Chioromethanc ' ) mg/Kg 0.0051 ND
Cis-1,2 Dichloroethene mg/Kg 0.0051 ND
Cis-1,3-Dichleropropene mg/Kg 0,0051 ND
Dibrotmochloromethane - mg/Kg 0,0051 ND
Ethylbenzenc mg/Kg 0.0010 ND
M&p-Xylenes mg/Kg 0.0020 ND
Methylene chloride mg/Kg 0.0051 0.0118
O-Xylena T mgkg 0.0010 ND
Styrene mg/Kg 0.0010 ND
Tetrachloroethene mg/Kg - 0.0051 } ND
Toluene mg/Kg 0.0010Q ND
Trans-1,2-Dichloraethene mg/Kg 0.0051 ND
Trans-1,3-Dichloropropenc ‘ mg/Kg 0.00S1 ND
Trichlorpethene mg/Kg 0.0051 ND
Vinyl chiaride , ma/Kg 0.0051 ND
ND = Noi Dolecled B
Veritech Report Of Analysis Veritech Project: 08091130 Page6of 7
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- : HAMPTON-CLARKE/VERITECH FAX NO. 1 973 439 1458

. P. 09
. Lab/ P AB 39668 [ SamplelDiiiUpe
' TestGroup . Analyte . Units . MDUPQL/RL  Result
This report Is a true report of results abtained from our tests of this matertal. Inlieu of a format contract document, the total
" aggtegale fiability of Veritech to alt parfies shall not exceed Veritech's total fee for anatytical setvices rendered,
§ea Ay
- R - — Oor . LAY RIALINY N P
Robln Jetter - Quality Assurance Director Stanley Gilewicz - Laboralory Director
ND = Nol Ditoclod -
Veritech Report Of Analysis Veritech Project: 08031130 Faga 7 of 7
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30/0272001 PASC - Certificate of Analysis
Method Blank Blank AB)9668
Cllent ID; Blank Spike Spike - UPCYCLE
Lab No.; 04574401 04574401 (4374401 045745 0t
Dare Sampled: - - - 0)-Aug-200)
-.Component Units s Recoveries
23,78-TCDD nglg < yA : {00 <0.0050
Intersal Recoveries %

2,3,78-TCDD-13C12 9. 10} {1 90

‘ |

s 4

Page2 of3



NEW YORK STATE
DEPARTMENT OF TRANSPORTATION
. MATERIALS BUREAU

SOURCE # 10- 1L TEST # O0l1AL 1

J.C.I./UPCYCLE BR3a SERIAL # 183125

On 06/29/01 material represented by sample 183125 was
TESTED FOR INFORMATION ONLY.

REMARKS: UNIT WEIGHT AVG.=45.47LBS/FT3. CRUSHED & UNCRUSHED SAMPLES
TESTED - SEE TEST SHEET FOR DETAILS.

YSDOT SIZES NO.2 NO.1 NO.1lA
10 Cycle MgSoO4 1.7 3.5

25 Cycle freeze-thaw

25 Cycle 3% freeze-thaw

% Non-carbonate . 100
% Insoluble residue
L.A. Abrasion Grading B - 31.1
Bulk Specific Gravity SSD 1.42 Gravity & absorption values represent
:Bulk Specific Gravity 1.244 this sample only .-
Apparent Specific Gravity 1.517 They may not be appropriate
Absorption . 14.5 for designing mixes
OMPOSITION (size 2 ) %
LIGHTWEIGHT AGGREGATE 100



NEW YORK STATE DEPARTMENT OF TRANSPORTATION
MATERIALS BUREAU

COARSE AGGREGATE ANALYSIS

TEST No.: 01AL 01 DATE REC'D: 04/06/01
BR# 183125 SOURCE No.: 10- 1L
./
LA Abrasion GRADING B NYSDOT SIZE No. < <
ORIGINAL WT 5007 COMBOSITION %
FINAL WT 3449 | 349’0/5/ AZMAEé&u i%é »
4777
$ 31.1 2 b
¢ 1y
25 CYCLE FREEZE-THAW e [T T . K72} czuM-

|
|
|
SIZE 3/4" 1/2" _ ~ A rz/&..) {7()
|
|
[
|

% NON-CARBONATE _/53//

SPECIFIC GRAVITY & ABSORPTION TESTS

A B c BULK SSD BULK  APPARENT  ABSORPTION
1988 2276  677.9 1.42 1.244 1.517 14.5 <rushed
2024 2274  600.1 1.36 1.209 1.421 12.4 Uncroshe)
10 CYCLE MgsO4 TANK: 1 FINISH DATE: 05/11/01 25 CYCLE 3% FREEZE-THAW
SIZE No. 3 2 1 1A SIZE 3/4" 1/2"
ORIGINAL WT 0 2473 1094 0 <roshed
FINAL WT 0 2431 1056 o .
% LOSS . 1.7 3.5 | % LOSS

. TOTAL- % LOSS
ORIGINAL WT

0 2504 0 0 ovnar9Shed
FINAL WT 0 2485 0 0
% LOSS 0.8 ' ,
TESTED BY: 57/<:%;2;;;22= CHECKED BY: “—~——

S

REVIEWED BY: M%&Mz—— DATE: C-20-0/

THIS MATERIAL WILL BE DISCARDED ON: 7T-20-0/7

REMARKS: /fo &5 547‘11 e . = YT HT _/44\////% 3

%7_4&;% "/,%(/JM:L = &W:W—/% torcncatd 2.07,




Form LB-9

Charged to:  Fuller Co.

New Jerséy Department of Transportation Report analysis

Division of Materials Coarse Aggregate

Serial 18 4 ':} O 0

Proposed Use: info only

Kind of Material: light weight

Size: *57

Producer: 1) For Approval

Location:Bayonne,NJ

Sample taken from _ _ .

delivered sample

Reported to:

Quantity represented _ _

25 tons

PAH#001

Marks on sample __

H-ForApprovel-

Sampled by

72227

ffw-'% el

Datetaken _ _ _ _ _ . o5/14/01

IO | [ Upereda Asse.
Pc gc)' |‘387

Date received at lab __ 11

Seal number _

A“""Y; NY 121

Laboratory serial # _ _ Q

13700

ATT: Jag Decm-an

Size of opening
oquare aasuvo 127

Required %
MIN. MAX.

Total % Passing

100mm (4")

90 mm (3.5")

75mm (3")

63 mm (2.5")—

50mm (2")

37.5mm (1.5")

/0C /100

25mm (1") -

00 )00

- 19mm (3/4")-

N

12.5mm (1/2")

N

73 770

9.5mm (3/8")

4.75mm (No. 4)

03 1O

£2

2.36mm (No. 8)

K %

/%

.\\\.\\\ \ N )

1.18mm (No. 16)

600mm (No. 30)

300 1 m (NO. 50)-emeeemee-

X

150 pm (No. 100)—-—-

751 m (No. 200)-rermemmmmme

PLASTICITY INDEX AASHTO T30

ABSORPTION  AasHTO T8s

SUDIUM SULFATE nJyooTA-3

/10

LOSANGELESABRASION

7z
3/é 40

AASHTO T8
Sp. Grav. Bulk

SSD:

Anp.:

/. 35

AASHTO T19Unit Wt:

Dry Rodded Wt.:

Voids: (%)

4 A

Reflectance nJjootaz:

Scratch nupoT A9 :

S 3
Flat/Elongate croc-119: (7% Max.)

nJoot A6 Coating: NA Fines -

Q
Ad. Fines -

—> NJpoT asLithologic Analysis: Acceptable -

Other - (5% Max.)

Carbonate - Weathered -

(5% Max.); Crushed Count - Warren Cummings

PCC -

"(90% Min.) Bit. Con.

- (4% Max.)

(10% Max.) Brick/Friable -

Wood -

(0 1% Max.Glass:

Plastic: Paper: Metal:

. REMARKS:

F‘ “F}C I/J
Lo L spLe

//l7[U on//.

/<

/, ;i"/jzw;"‘ comp ,30‘ .]//)_5,-.;, (6 0/ 000 »\)/'),oo;m 547/1'2‘

5/ mex -0
%C/' %@w//




