§420.65

SUBPART F—Continued

New source performance

standards

Pollutant or pollutant property Average of

Maximum for | daily values

any 1 day for 30 con-
secutive days
0.000141 0.0000469

(") (")
1 Within the range of 6.0 to 9.0.

§420.65 Pretreatment standards for

existing sources (PSES).

Except as provided in 40 CFR 403.7
and 403.13, any existing source subject
to this subpart which introduces pol-
lutants into a publicly owned treat-
ment works must comply with 40 CFR
part 403 and achieve the following
pretreatment standards for existing
sources.

SUBPART F

Pretreatment standards for
existing sources

Pollutant or pollutant property Average of
Maximum for | daily values
any 1 day for 30 con-

secutive days

Kg/kkg (pounds per 1,000 Ib)
of product

0.0000939
0.000141

0.0000313
0.0000469

§420.66 Pretreatment
new sources (PSNS).

standards for

Any new source subject to this sub-
part which introduces pollutants into a
publicly owned treatment works must
comply with 40 CFR part 403 and
achieve the following pretreatment
standards for new sources.

SUBPART F

Pretreatment standards for
new sources

Pollutant or pollutant property Average of
Maximum for | daily values
any 1 day for 30 con-

secutive days

Kg/kkg (pounds per 1,000 Ib)

of product
0.0000939 0.0000313
0.000141 0.0000469

40 CFR Ch. | (7-1-06 Edition)
§420.67 [Reserved]

Subpart G—Hot Forming
Subcategory

§420.70 Applicability; description of
the hot forming subcategory.

The provisions of this subpart are ap-
plicable to discharges and to the intro-
duction of pollutants into publicly
owned treatment works resulting from
hot forming operations conducted in
primary, section, flat, and pipe and
tube mills.

§420.71 Specialized definitions.

(a) The term hot forming means those
steel operations in which solidified,
heated steel is shaped by rolls.

(b) The term primary mill means those
steel hot forming operations that re-
duce ingots to blooms or slabs by pass-
ing the ingots between rotating steel
rolls. The first hot forming operation
performed on solidified steel after it is
removed from the ingot molds is car-
ried out on a ‘“‘primary mill”’.

(c) The term section mill means those
steel hot forming operations that
produce a variety of finished and semi-
finished steel products other than the
products of those mills specified below
in paragraphs (d), (e), (g), and (h) of
this section.

(d) The term flat mill means those
steel hot forming operations that re-
duce heated slabs to plates, strip and
sheet, or skelp.

(e) The term pipe and tube mill means
those steel hot forming operations that
produce butt welded or seamless tubu-
lar steel products.

(f) The term scarfing means those
steel surface conditioning operations in
which flames generated by the combus-
tion of oxygen and fuel are used to re-
move surface metal imperfections from
slabs, billets, or blooms.

(g) The term plate mill means those
steel hot forming operations that
produce flat hot-rolled products which
are (1) between 8 and 48 inches wide and
over 0.23 inches thick; or (2) greater
than 48 inches wide and over 0.18 inches
thick.

(h) The term hot strip and sheet mill
means those steel hot forming oper-
ations that produce flat hot-rolled
products other than plates.
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(i) The term specialty steel means
those steel products containing
alloying elements which are added to
enhance the properties of the steel
product when individual alloying ele-
ments (e.g., aluminum, chromium, co-
balt, columbium, molybdenum, nickel,
titanium, tungsten, vanadium, zir-
conium) exceed 3% or the total of all
alloying elements exceed 5%.

(j) The term carbon steel means those
steel products other than specialty
steel products.

(k) The term carbon hot forming oper-
ation (or ‘‘carbon’) means those hot
forming operations which produce a
majority, on a tonnage basis, of carbon
steel products.

(1) The term specialty hot forming op-
eration (or ‘‘specialty’) applies to all
hot forming operations other than
‘“‘carbon hot forming operations.”

§420.72 Effluent limitations rep-
resenting the degree of effluent re-
duction attainable by the applica-
tion of the best practicable control
technology currently available
(BPT).

Except as provided in 40 CFR 125.30
through 125.32, any existing point
source subject to this subpart must
achieve the following effluent limita-
tions representing the degree of efflu-
ent reduction attainable by the appli-
cation of the best practicable control
technology currently available.

(a) Primary mills, carbon and spe-
cialty—(1) Without scarfing.

SUBPART G

§420.72

SUBPART G

BPT effluent limitations

Average of

Pollutant or pollutant property Maximum daily val-
for any 1 ues for 30

day consecu-

tive days

Kg/kkg (pounds per
1,000 Ib) of product

0.221
0.0553
Q) Q)

1Within the range of 6.0 to 9.0.
(b) Section mills—(1) Carbon.

SUBPART G

BPT effluent limitations

Average of

Pollutant or pollutant property Maximum daily val-
for any 1 ues for 30

day consecu-

tive days

Kg/kkg (pounds per
1,000 Ib) of product

0.357
0.0894
@) Q)

1Within the range of 6.0 to 9.0.
(2) Specialty.

SUBPART G

BPT effluent limitations

Average of

Pollutant or pollutant property Maximum daily val-
for any 1 ues for 30

day consecu-

tive days

Kg/kkg (pounds per
1,000 Ib) of product

0.224
0.0561
Q) Q)

BPT effluent limitations

Average of

Pollutant or pollutant property Maximum daily val-
for any 1 ues for 30

day consecu-

tive days

Kg/kkg (pounds per
1,000 Ib) of product

0.150
0.0374
@) Q)

1 Within the range of 6.0 to 9.0.

(c) Flat mills—(1) Hot strip and sheet
mills, carbon and specialty.

SUBPART G

1 Within the range of 6.0 to 9.0.
(2) With scarfing.

BPT effluent limitations

Average of

Pollutant or pollutant property Maximum daily val-
for any 1 ues for 30

day consecu-

tive days

Kg/kkg (pounds per
1,000 Ib) of product

TSS ..
Q&G ..
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