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FOREWORD
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I
This report presents the results and conclusions of a study

performed for the Defense Property Disposal Service (DPDS) by The
Aerospace Corporation from July 1982 through February 1983. - The
objective of the study was to evaluate alternative disposal concepts
for used solvent materials at Department of Defense (DOD)
installations. Aerospace performed the study by developing a data
base on solvent use ;nd disposal practices through visits to a number
of DOD bases and commercial facilities using solvent materials and
disposal operations. Both federal and state regulatory requirements
relating to the use, storage, and disposition of hazardous solvent
materials were examined. The characteristics of the alternative
methods of solvent use and disposal at the facilities were identified,
and a method for determining potential cost savings through the use of
alternative solvent disposal techniques was applied. This Final
Report presents a number of recommended recycle and reuse improvements
for the storage and disposal of wused solvents at military
installations that are more cost effective than incineration or other
destructive disposal practices. This information may be of value to
the future disposal management of hazardous solvent wastes at military

facilities.

~
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EXECUTIVE SUMMARY

BACKGROUND

This report presents the results, conclusions, and recommendations

) of a study performed by The Aerospace Corporation to evaluate
alternative disposal concepts for used sclvents at Department of

) Defense (DOD) bases. This study was conducted at the request and
under the sponsorship of the Defense Property Disposal Service of the

Defense Logistics Agency located in Battle Creek, Michigan.

A data base of information was developed relating to used solvent +
disposal practices by conducting a series of site survey visits to |
selected military bases and several commercial facilities involved in
solvent usage and disposal activities. The bases are representative
of the diversity in size, location, and function found throughout the
complete family of wmilitary facilities. In addition, telephone
i contacts were made with many other commercial organizations involved

in some phase of solvent usage or disposition,

S
| P SOLVENT MATERIAL USE PRACTICES ]
:4 f During the base visits, five solvent process use categories were
' identified to account for the bulk of used solvents generated at
3 % N military facilities. These include vapor degreasing, cold cleaning
oo baths, paint stripping and carbon removing, paint thinning and

- equipment clean up, and metal preparation and precision cleaning.
These categories provide a wuseful framework for identifying the

solvent use patterns and quantifying the used solvent generation at
military installations. The types and major quantities of used
solvent materials in each of the five categories ware identified with

respect to their rate of generation and physical characteristics as

they were removed from the various processes. Most of the used
solvents identified are hazardous wastes under current Environmental

Protection Agency (EPA) regulations. The use categories and solvents
identified are listed below.
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Process Use Categories

Vapor Degreasing

Cleaning Baths

Paint Stripping and Carbon Removing

Paint Thinners

Metal Preparation
and Precision Cleaning

DISPOSAL ALTERNATIVES

At the conclusion of site visits to both military and industrial

installations, four alternatives were identified for the disposition

of used solvent material.

Destructive Disposal--the disposition of the used solvent through

Classes and Types

Chlorinated
1,1,1-Trichloroethane
Tetrachloroethylene
Trichloroethylene

Mineral Spirits
Stoddard Solvent

Varsol
PD-680

Chlorinated
Methylene Chloride with
Additives

Oxygenated
Methyl Ethyl Ketone
Toluene
Xylene

Alcohols and Freon

the common disposal techniques of incineration or landfill.

this option, there is no opportunity for reuse of the material.
The exercise of this option typically results from a decision
process in which the used material is determined to have no

salvage value or reclamation potential. Most of the installations

visited were using this option to some degree.

S i e



Sale--defined as a transaction in which a used solvent removed

; from a process is either transferred or sold for reuse. The
J i generating facility will realize some revenue if the used solvent
material can be sold to a commercial recycling organization.

Included in this category is an arrangement known as manufacturer

Ot 3ep et 402

take~back. In this case, the supplier of the solvent agrees to

1 I take back the used solvent from the DOD installation allowing

S § ‘ either some credit against the purchase of new material or, in )
/ % some cases, charging the installation a nominal fee for 5
; transportation of the material to the manufacturer's facility.
2 This material 1is typically reclaimed in the process of

manufacturing new material.

% Off-Base Recycle by Distillation--involves recycling of used

i : solvent material by a service contractor at a facility located off

1 ; the user installation. The solvent user makes arrangements with
the commercial recycling organization to remove the used solvent

! : from the base and reprocess the material to a condition suitable

processes in operation at the base and recycles them to a condi-

. ; for reuse. The material is then returned to the installation for
: : reuse,
L
AJ f On~Base Recycle by Distillation~-involves the operation of an
: : on~-base recycling facility, typically staffed by base personnel.
. The recycle facility collects the used solvent materials from
|
{
{

tion suitable for continued use in the solvent process at the base.

] ! It was noted that sale and recycle alternatives require the
| 2 effective segregation of used solvent materials so that reclamation
processing can be feasibly and efficiently conducted. Distillation
g- ’ equipment used for recycling cannot efficiently separate mixed or

unsegregated solvents.

TECHNICAL AND OPERATIONAL FEASIBILITY

The technical and operational feasibility of each of the disposal

elternatives was investigated. A review of both federal and state
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environmental and safety regulations having an impact on the
implementation of these alternatives at military installations was
conducted. The objective was to identify any constraining factors on
the application of these alternatives at military installations.
Detailed information on successful used solvent recycling at both
military and industrial facilities located throughout the country was

collected and analyzed.

Several issues concerning the implementation of solvent recycling
activities for DOD facilities were identified. These issues included
the acceptability of recycled material, manpower and training
requirements, capital and operating costs, and reclamation process
waste disposal; they were examined to identify possible constraints.
After examining the records and reviewing the recycling experiences at
some DOD bases, a sound basis for recycling used solvents was

demonstrated.

The experiences of the bases and commercial facilities conducting
solvent recycling demonstrated that these operations do not require
personnel of high techmnical skill levels. State-of-the-art
distillation equipment for solvent reclamation is highly automated and
does not require full-time operator attention. Thus, personnel

dedicated to equipment operation is not a requirement.

The capital cost of solvent reclamation equipment for on-base
operation is relatively modest. Reclamation equipment for bases with
large used solvent amounts will cost about $75,000; suitable
reclamation facilities for bases with small amounts will cost under
$50,000, For the majority of solvent use profiles observed at
military installations and the potential cost savings resulting from
recycle, payback of the initial capital investment can be achieved in

less than 1 year.

When reclamation activities are performed on-base, a waste stream
comprising the nonrecoverable contsminates or still bottoms will

xii
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be generated. This waste stream represents less than 10 percent of
the original volume of used solvents processed in the reclamation
activity and can be turned over to the local Defense Property Disposal

Office (DPDO) for destructive disposal.

Practical reclamation of used solvent materials requires effective
and dependable segregation of these materials after they are removed
from the generating processes. While it is technically possible to
separate various solvents in a mix, it is not economically practical
to do so with waste streams that have been commingled. Information
gathered during the facility surveys indicates that good cooperation
of base personnel at all 1levels is important for the successful
operation of solvent reclamation activities. Personnel must
appreciate the importance of and practice good segregation of waste

solvents materials in the reclamation operation.

None of the issues identified (e.g., suitability of used material,
manpower and training requirements, capital cost, and still bottom
disposal) were judged to be constraining factors in the application of
sale or vrecycling alternatives of used solvents at wmilitary
facilities. This assessment is based primarily on the observed
successful operation of these alternatives at military and commercial
facilities visited. Installations conducting sale and recycling
activities consistently reported significant economic benefits

resulting from these activities. A major reduction in materials

requiring environmentally acceptable destructive disposal was also

noted.

ECONOMIC ANALYSIS

Once the sale and recycling options were found technically
feasible, and an economic analysis of the disposal alternatives was
conducted, a list of approximately 500 DOD installations serviced by
the Defense Property Disposal Service (DPDS) was screened and two
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representative base size and solvent use characteristic profiles were
chosen. These profiles were based on information gathered during

on-gite visits and discussions with DPDS personnel.

The large base-large solvent user category 1is typified by
installations such as air logistic centers, shipyards, and large army
depots. Twenty-nine installations were selected for inclusion in this
class. All five solvent process use categories were assumed to be
operating at these facilities. Small base-small solvent users were
typified by tactical and operating facilities with specialized
maintenance functions; 124 installations were selected in this class.
Only two solvent process categories were assumed to be in use at these

smaller bases.

Costs used in the analysis were based on information gathered at
military installations and through discussions with industrial
facilities and organizations providing wused solvent disposal
services. Cost estimates were developed for all four waste solvent
disposal alternatives and the five solvent use categories. Costs were
calculated, and the annual cost savings were compared. Ranking of the
disposal alternatives was based primarily on potential economic
benefit with consideration of the environmental acceptability and

operational feasibility of the alternative.
ECONOMIC BENEFITS

Recycle of used solvents ranked highest for all solvent process
use categories except one. That category was paint stripping and
carbon removing at large bases for which manufacturer take-back or

sale was judged the most feasible alternative,
The annual DOD cost saving for recycling at the 29 large and 124

small bases is shown in the following figure and includes cthe

potential cost savings for the five process use categories. The

xiv
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Estimated DOD-Wide Annual Savings

Large Solvent Users: $ 7.7 million

Small Solvent Users: _ 2.6 million Cost Avoidance
40 ( $10.3 million D of Disposal
Cost Avoidance of

New Material
Used Solvents Must Be Segregated m

Large Bases

Small Bases

Savings ($ millions)

Vapor Cleaning Paint Stripping

Metal Prep
Degreasing Baths Carbon 3emoving Thinners Precision
{mfg. take-back) Cleaning
noMave

potential annual savings for the large and small solvent user bases
were $7.7 million and $2.6 million, respectively, for a total of $10.3
million. Again, used solvents must be segregated after use for these

savings to be achieved.

CONCLUSIONS

A wide variety of solvent use and disposal practices was observed
during the DOD facility visits. The predominant mode of used solvent
disposition caused primarily by poor segregation was destructive
disposal involving either incineration or landfill. DOD is now paying
to dispose of significant quantities of these unsegregated or poorly
identified used solvent materials. Disposal of used solvents is the

worst alternative to DOD, in terms of economics, for two reasons: (1)
it requires purchase of replacement solvents by the base and (2) it
incurs a disposal cost to DPDS. Only a few DOD facilities are

actively engaged in recycle or reuse of used solvent materials.

Xxv
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Disposal alternatives exist that have been shown to be both
technically feasible and economically attractive for the disposal of
used solvents. The adoption of these cost savings alternatives would
not entirely eliminate the use of destructive disposal methods;
however, such alternatives would greatly reduce the amount of material
requiring destructive disposal. The implementation of sale or
recycling of used solvents can result in direct economic and
environmental benefits to DOD through avoidance of new solvent
purchase costs and disposal costs, while reducing the potential for

improper release of these hazardous waste solvents into the

environment.
RECOMMENDATIONS

Based on the evaluation of the used solvent situation at DOD
bases, it is recommended (1) that DOD firm up their requirements for
sale and recycle of used solvents with policies that require bases to
segregate and recycle used solvents unless the bases can show it to be
not feasible and (2) that DOD develop methods for base and DPDS
cooperation and training to improve segregation, storage, and reuse of

used solvents.

An approach to accomplish this would be to (1) establish and
implement action plans at the base level to achieve the requirement,
(2) activate plans and authorize procurement of needed distillation
equipment or contracts with ofi-base recyclers, (3) establish a
schedule and reporting system to measure progress, and (4) update
procurement specifications for distillation and solvent process use

equipment to the industrial sector state-of-~the-art.

It is suggested that those bases and personnel now successfully
selling or recycling used solvents be used as sources of knowledge to

help expand the application of their techniques throughout DOD.

xvi
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ACRONYMS AND ABBREVIATIONS

v A&D abandonment and destruction
“ DLA Defense Logistics Agency
DboD Department of Defense
DOT Department of Transportation
DPDO Defense Property Disposal Offices
DPDS Defense Property Disposal Service
‘ EPA Environmental Protection Agency
OSHA Occupational Safety and Health Act
POL petroleum, oil, and lubricants
RCRA Resource Conservation and Recovery Act (of 1976)
RTD reuse, transfer, and donation
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I. INTRODUCTION

Large volumes of used solvent materials are generated on a
continuing basis as a result of operations at Department of Defense
(DOD) 1installations. The final disposition of this used solvent
material requires proper consideration of the environmental
consequences, the economics, and the viability of the disposition
method. These factors have always been integral parts of the
disposition decision process; however, the environmental factors have
assumed an increasing importance as a result of the federal
environmental regulations of hazardous waste materials wunder the
Resource Conservation and Recovery Act (RCRA) of 1976.* These
regulations are designed to define responsibility for the
environmentally acceptable disposition of 'a wide range of hazardous
waste. The DOD waste solvents classified as hazardous wastes by the
Environmental Protection Agency (EPA) encompass most of the solvent
materials found in common use at DOD facilities at this time. The
purpose of the regulations is to establish a shared liability
originating with the waste generator and extending through the final

disposal of hazardous waste (i.e., from cradle to grave).

DOD compliance with these as well as other enviroonmental
regulations is mandated by Executive Order 12088, Federal Compliance
with Pollution Control Standards. The military is achieving
compliance with the regulations now in place and with the regulatory
structure as it evolves. Much of this effort centers on the
identification and management of hazardous wastes, particularly at the
installation level. The costs of handling and disposal of these
wastes will be of increasing concern as hazardous waste regulations

are promulgated.

* P.L. 94-580, October 21, 1976, as amended by P.L. 95-609,

November 8, 1978,

1~1




Until recently, the vresponsibility for disposal of hazardous
waste, including waste solvent materisl, has been largely assumed
by the individual service facilities generating the waste. While
under current DOD policy (DEQPPM 80-8), the installation commander
continues to have the overall responsibility for securing and
maintaining compliance with environmental regulations, DOD has
established, under the Defense Logistics Agency (DLA), the Defense
Property Disposal Service (DPDS) as a focal point for hazardous waste
disposal activities. To centralize the disposal management function
and ensure DOD compliance with federal and local regulations, DOD
assigned responsibility for storage and disposal of hazardous
materials to DPDS. The formal assignment of this responsibility was
accomplished in Defense Enviromnmental Quality Program Policy
Memorandum 80-5. This memorandum defines the types of materials for

which DPDS is responsible.

In addition to its normal cycle for disposition of excess,
surplus, and waste material, DPDS has been directed to use privite
contracts to accomplish the disposal of hazardous material turned in
by the various DOD facilities. Under these service contracts, DPDS
typically pays the low bid contractor to remove and properly dispose
of waste material that has been turned in to DPDS by the generating

military installation.

As DPDS gradually assumed responsibility for the storage and
disposal of hazardous waste turned in by military installations, the
need for a systematic analysis of alternative approaches for
acceptable disposal techniques became increasingly apparent. DPDS
requested that The Aerospace Corporation perform a feasibility study
of alternative methods for storage and disposal of used solvent
materials currently generated at DOD facilities. Solvent materials
represent one of the major hazardous material groups with respect to

both environmental concerns and amounts generated. The study examined

the full range of options for the performance of the disposal
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function, and general recommendations were made for the selection and
implementation of disposal alternatives at DOD facilities. While
initial guidance for the study primarily centered on the examination
of bulk storage and disposal techniques, there was flexibility in
considering other approaches that would lead to the environmentally

acceptable disposition of wused solvents and that might prove

economically beneficial to DOD.

The approach chosen for the study involved visits by a survey team
to selected military bases to collect information on current solvent
usage and disposal practices. Emphasis was placed on obtaining much
of this information at the working level to gain an appreciation of
the attitudes and concerns surrounding the solvent use and disposal
functions. Also visited were commercial facilities engaged in solvent
use activities similar to those of DOD. During these visits,
information on the methods used in the private sector for dealing with
the disposal of waste solvents was collected. Analysis was performed

to determine if the approaches used in the commercial sector might be

successfully implemented at DOD installations.

This report presents the results and conclusions of the Aerospace
study., Data are presented on the types of solvent materials .found in
common use at the DOD facilities visited. Used solvent material from
DOD process operations and reported to the Defense Property Disposal
Offices (DPDOs) for disposal are also quantified and characterized.
Recent experiences of the selected installations and of their DPDOs in
dispoéing of waste solvent material are summarized and analyzed. A
summary of the current private industry practices is presented. Based
on these data, a number of disposal alternatives are developed and
analyzed for each wused solvent material category and disposal
alternative available with respect to their environmental and
technical acceptability and their potential economic benefit to DOD.
The report contains discussions on equipment that could be used in the

implementation of some of the disposal altesnatives.

1-3
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II. STUDY METHODOLOGY AND APPROACH

The study of alternative methods of used solvent storage and
disposal was conducted in a series of steps that allowed the elements

of the study to evolve from and be guided by the preceding steps:

° Develop data base and visit military bases,

° Visit commercial facilities to identify alternatives,
o Investigate regulatory requirements,

. Consider disposal alternatives,

. Analyze alternative applications,

. Analyze economic costs and benefits, and

. Develop conclusions and recommendationms.

This approach allowed concentration of study resources on those
courses of action having the maximum benefit to the DOD organizations
involved. While the basic study tasks were defined at the outset of
the study, the specific details of each step were dependent on the
findings of the preceding steps. The resulting conclusions of the

study are thus based on the information and analysis that evolved with

the study.
A, MILITARY FACILITY SURVEY VISITS

The first step in the study was to develop a data base of existing

solvent usage practices at military installations. This included

- ettt e
—

bo. identifying the major solvent materials in common use, the processes

in which these materials were being used, the characteristics and

quantities of the used solvent materials as they were removed from the
processes, and the recent experience of the individual bases and DPDOs

in disposing of used solvent materials. The body of data was

|
{
h : developed by visiting a representative group of military bases located
1
|

within the United States.
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The wide range of missions and functions performed in connection

with the operation and support of modern U.S. military forces results
in an equally diverse set of facilities at which these functions are
performed. Military facilities use significant amounts of solvent
materials. The installations range in size from large industrial
complexes such as Air Force logistics centers, Army depots, and Navy
shipyards to small installations performing specialized functions.
Functions range from the complete maintenance of large military
equipment such as aircraft, mechanized equipment, and ships to
specialized component maintenance and overhaul of navigational and
avionics units. This diversity of mission gives rise to a wide
variety of solvent cleaning, degreasing, and stripping operations and

materials.

The selection of candidate installations at which to conduct
solvent usage and disposal surveys had as its prime objective
obtaining a broad data base representative of the storage and disposal
problems facing DOD installations. Facility selection was made from
the more than 400 facilities served by DPDS. Input to this selection
process was solicited by DPDS from the services and branch
organizations involved. Aid in coordinating the survey visits was
also provided by the individual services. The final selection of
military bases surveyed was made by the DPDS and is presented in Table
1. The key personnel contacted during the base visits are identified

in Appendix A.

During the facility wvisits, survey teams identified the major
types and amounts of solvent materials in use at each installation,
the nature of the processes, and the characteristics of the used
solvent material as it is removed from a process. This information
was ugsed to develop the disposal options available to military
facilities for disposing of used solvents, Detailed waste generation,
storage, and disposal information collected during facility visits is

presented in Appendix B.

2-2
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Table 1, DOD Installations Visited

Army Navy Air Force
Seneca Depot Jacksonville NAS Kelly AFB

Tooele Depot Norfolk NARF Hill AFB

Corpus Christi Depot Norfolk PWC Robins AFB
MacDill AFB
Tyndall AFB

Marine Corps Defense Logistics Agency Davis-Monthan AFB

El Toro MCAS Columbus Bergstrom AFB
Tracy McClellan AFB

B. COMMERCIAL FACILITY SURVEYS, VISITS, AND CONTACTS

During the second phase of the study, visits to commercial
facilities performing functions similar to those at the military
facilities were made to identify additional alternatives for used
solvent disposal that might be adopted. The selection of and site
visits to these facilities were arranged by the study team. In
addition to actual commercial site visits, several commercial
organizations were surveyed by telephone concerning their solvent
usage and disposal practices. A listing of those visited and
contacted is presented in Table 2. These commercial facilities are
representative of the various activities using modern solvent

cleaning, degreasing, and stripping operations.

In addition to contacts with commercial solvent user facilities,
the study team contacted a wide variety of commercial organizations
involved in solvent process equipment manufacturing, new solvent
material supply, solvent reclamation equipment manufacturing, solvent

recycling, and waste solvent transportation and disposal. A list of
those contacted is presented in Table 3,




A e e

.
y
|
|
|

|

/;
A

Table 2. Commercial Facilities Visited
and Contacted by Telephone

Delta Airlines

Pan American Airlines

United Airlines

Avial (Aircraft Maintenance)

Pratt & Whitney (UTI)

Caterpillar Tractor

Greyhound Bus

District of Columbia Transit Authority

National Machine Tool Builders Association

The total combination of military and commercial contacts provided
a broad body of information on solvent usage practices and alternative

methods for disposal of used solvent materials.

C. REGULATORY REQUIREMENTS

For the third step in the study, regulatory requirement impacts on
the various disposal alternatives were investigated, The major
motivation for the DPDS assigned responsibility and the conduct of
this study is to support DOD environmental compliance efforts. To
ensure that solvent disposal techniques are in compliance with current
and expected environmental regulations, the body of regulations
pertaining to the use, handling, transport, and disposal of solvent
materials were reviewed. The bulk of these regulations is governed by
the Resource Conservation and Recovery Act passed in 1976, but certain
Occupational Safety and Health Act (0SHA) and Department of

Transportation (DOT) regulations alsc impact the selection of viable
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Table 3., Commercial Facilities Contacted

Solvent Process Equipment Manufacturers

Detrex Chemical Industries, Inc., Detroit, Michigan
Baron-Blakeslee, Melrose Park, Illinois

Corbane Industries, Inc., Louisville, Kentucky
Vapor Engineering Inc., Pensacola, Florida

Phillips Manufacturing Co., Chicago, Illinois

New Solvent Suppliers

Exxon Corporation, Baltimore, Maryland

PPG Industries, Pittsburgh, Pennsylvania
ReTep Corporation, Salt Lake City, Utah
Circle Prosco, Inc., Bloomington, Illinois
Dow Chemical, Midland, Michigan

The Prillaman Co., Martinsville, Virginia
Eldorado Chemical Co., Fort Worth, Texas

Used Solvent Recyclers and Transporters

National Association of Solvent Recyclers, Daytom, Ohio
The Prillaman Co., Martinsville, Virginia

U.S. Pollution Control, Oklahoma City, Oklahoma
Chemical Recovery Systems, Romulus, Michigan

Custom Organics, Inc., Chicago, Illinois

M&J Solvents Co., Atlanta, Georgia

0il & Solvent Process Co., Azusa, California

Romic Chemical Corp., Palo Alto, California

Golden Eagle 0il Refinery, Inc., Salt Lake City, Utah
McKesson Envirosystems, Fort Wayne, Indiana

Solvent Reclamation Equipment

Finish Engineering Company, Inc., Erie, Pennsylvania

DCI Corporation, Indianapolis, Indiana

Gardner Machinery Corporation, Charlotte, North Carolina
Chem-San International, Inc., Fairfield, New Jersey
Baron-Blakeslee, Melrose Park, Illinois

Detrex Chemical Industries, Inc., Detroit, Michigan
Vapor Engineering Inc., Pensacola, Florida

Brighton Corporation, Cincinnati, Ohio

Artisan Industries, Inc., Waltham, Massachusetts




storage and disposal alternatives. The EPA policy on RCRA is designed
to shift responsibility for regulation to the state level as each
state regulatory plan is approved. Some states have already assumed
portions of this responsibility. The current status of state primacy
in RCRA regulations is presented in Appendix C. The waste regulations
of these states were reviewed to determine what, if any, impacts on

alternative disposal options, result from variations in regulations.
D. IDENTIFICATION AND ANALYSIS OF ALTERNATIVES

The fourth step in the study involved consideration of disposal
alternatives identified during the military base and commercial

facility visits and contacts.

Using the information collected during the base visits and
commercial contacts, technically viable and environmentally acceptable
alternative practices and procedures for the storage and disposition
of used solvent materials at DOD bases were identified. The
investigation included the identification of resources and facilities
required to place the alternative solvent disposal practices into
operation at a military facility. The availability of necessary
equipment and services were investigated along with their performance
records. Some of this information had been previously collected
during the base and facility visits, but much of the detail in this
step was developed through additional contacts with the individual
equipment suppliers and recycling service contractors, This
information provided the basis to judge the overall feasibility of the
various alternatives and the potential constraints to their

application,
E. STUDY OF DISPOSITION ALTERNATIVES AT MILITARY FACILITIES

The fifth step in the study involved an analysis of the potential

application of each of the identified aiternatives to an actual




situation at a wmilitary 1installation. This allowed for the

development of the necessary procedures, equipment, and capital

requirements to implement solvent disposal alternatives under a set of
realistic conditions. The facilities selected for this analysis were
the large Naval installations in the Norfolk, Virginia, area,
including the Naval Air Rework facility, the Naval shipyard, and the
Public Works Center. Scheduling conflicts did not permit visits to
the Norfolk Naval Shipyard facilities. Arrangements were made to tour
these facilities and to survey solvent usage and disposal practices
accompanied by representatives of commercial companies. The companies
selected purchase used solvents outright, provide wused solvent
recycling services in Virginia, or supply equipment for solvent
reclamation suitable for on-~base solvent recycling installations at
the Naval facilities in the Norfolk area. The survey was intended to
develop complete details of application or 1installation of the
alternatives including economics so other bases faced with similar
requirements could use the information as guidance in selecting and

implementing their own programs.

F. ECONOMIC ANALYSIS

The sixth step in the study involved the projection of overall :

j economic data for the alternatives in order to estimate the potential
economic benefit to DOD that would result from the implementation of

| one or more of the disposal options. Based on the observed solvent
use characteristics at the bases visited, a solvent usage and used

solvent generation profile for two representative base sizes was

developed. The two profiles characterize a large base-large solvent

user, such as an air logistic center, a Naval shipyard, or a major

Army depot, and a small base-gmall solvent user such as a tactical Air

Force base, Naval base, or specialized Army maintenance facility.

; By examining a listing of all military installations and their

functions, 29 military installations that fulfill the large base-large !
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solvent user profile and 124 installations that represent the smal.
base-small solvent user profile were selected for study. Next, the
economic details of the application of the solvent disposal options
and the solvent process use categories were developed to determine
whether any economic benefits would accrue to DOD as a result of the
application of the alternative at the bases. The alternatives were
then compared on the basis of overall economics. The comparison
considered cost of implementation and potential cost savings for each
approach. The next step in the study projected the potential cost
savings resulting from the adoption of alternative solvent disposal
techniques at the 29 large and 124 small facilities. Names of the

facilities in each category are listed in Appendix D.
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ITII. SOLVENT CHARACTERIZATION

The first step in the study process identified and classified the
types and characteristics of the solvent materials and the process use
categories in operation at military installations. At the outset,
characterization of the types of solvents wused at  military
installations was developed from DPDS records of types of materials
turned into DPDOs for disposal. Initial examination of these records
indicated a8 fairly large number of individual solvent types. As
additional information was gathered during installation visits and
data on the rates of waste generation of the individual streams were

examined, solvent characterization became clear and allowed for

systematic classification.

Although it was found that several types of solvents in a
particular generic classification are turned in at a DPDO, generally
only one or two specific solvents come from a single facility. It was
determined that solvents in use at military installations could be
classified in terms of their process applications rather than by
types. The framework of major process use and solvent classes with

specific types was developed and is presented in Table 4.

This categorization accounts for the major quantities (3500 gallon
per year installation) of used solvents generated at the installations
surveyed in connection with this study. The five process use
designations in Table 4 reflect those processes or activities that
generate the predominant amount of the used solvent or waste stream
containing that particular solvent at the installations surveyed.
This classification has been confirmed through discussions with
commercial solvent users and solvent suppliers and provides a useful
aid in understanding problems and factors that relate to the storage

and disposal of used solvent materials.

A description of the major solvent classes is presented with some

of their applications and hazardous characteristics. Most of these
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Table 4. Solvent Applications on DOD Bases

Process Use Categories Classes and Types

Vapor Degreasing Chlorinated
1,1,1-Trichloroethane

Tetrachloroethylene

Trichloroethylene

Cleaning Baths Mineral Spirits
Stoddard Solvent

Varsol
PD-680

Paint Stripping and Carbon Removing Chlorinated
Methylene Chloride with

Additives

Paint Thinners Oxygenated
Methyl Ethyl Ketoune

! Toluene

Xylene

; Metal Preparation Alcohols and Freon
and Precision Cleaning

solvents fall into the EPA hazardous waste generic groups FO0Ol through

FOO5* because they are known toxic or ignitable wastes.

' * Ref, 40 CFR 261 Subpart D, "Lists of Hazardous Wastes," revised as

/ of July 1, 1982,
’ |
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Halogenated Solvents: Halogenated compound solvents are composed

of hydrogen, carbon, and a halogen (e.g., chlorine or fluorine). The

major types of halogenated solvents encountered in the study are:

. Chlorinated solvents: 1,1,1-trichloroethane, tetrachloro-

ethylene, trichloroethylene, and methylene chloride.
® Fluorinated solvents: trichlorofluoromethane (Freons)

Hydrocarbon Solvents: Hydrogen and carbon compound are solvents

that generally are derived from petroleum or coal tar products.

Typical solvents observed in this group are:

° Aromatics: toluene and xylene.

° Aliphatics: heptane and mineral spirits.

Mineral spirits, representing a broad group of solvents, are
known by varous trade or functional names, including dry cleaning

solvent, Stoddard solvent, Varsol (Exxon), and PD-680.

Oxygenated Solvents: These solvents are composed of hydrogen,

carbon, and oxygen. Examples of the various types are:

o Alcohols: methanol and ethanol.

) Ketones: methyl ethyl ketone (MEK) and methyl isobutyl
ketone (MIBK).

Miscellaneous: The solvents listed above are often mixed with

each other and other components (e.g., emulsifiers) and are typically

used as paint strippers, paint or lacquer thinners, carbon removers,

and metal cleaners.

13
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The major characteristics and applications of these solvents are
summarized in Table 5. Additional information compiled by the U.S.
Coast Guard covering hazardous solvent characteristics is presented in

Appendix E.

Five different solvent applications were found to require
relatively large quantities of solvents based on the service
activities surveyed. These include vapor degreasing, cleaning baths,

paint stripping and carbon removing, paint thinning, and metal

preparation and precision cleaning. A summary of the major solvent
applications and the solvents used in each application is given

below. This process use categorization is the framework for the

analysis of solvent disposition alternatives.

Vapor Degreasing: Chlorinated solvents are used for vapor

degreasing of fabricated metal parts at large installations. Because
of its lower toxicity, 1,1,l-trichloroethane primarily is used rather
than trichloroethylene. or tetrachloroethylene. About 400 waste drums
of used chlorinated solvents from vapor degreasing units are colilected
annually from a large 1installation engaged in major military

maintenance.

: Cleaning Baths: Mineral spirits or the military equivalent

solvent PD-680 are used in parts and equipment cleaning processes as
sprays or dips. Its ability to remove o0ils and greases from metal and
its low evaporation rate make the solvent a versatile, widely used
f material in different shop activities at all installations. About 150

and 500 waste drums of PD-680 are generated annually from small and

large bases, respectively.

U

Paint Strippers and Carbon Removers: Many industrial solvents are

available for paint stripping and carbon removing processes. The

solvent type will depend on the specific application. A common

i solvent component observed 1is methylene chloride, a chlorinated




Table 5. Solvent Class Characteristics

Solvent
Class Examples Application Characteristics
Halogenated 1,1,1-trichloroethane Vapor High solvent power
Tetrachloroethylene degreasing Low flammability
Trichloroethylene High volatility
Rapid evaporation
Low residue proper-
ties
Methylene chloride Stripper Good metal cleaning,
(with additives) carbon remover paint stripping, and
surface coating agent
Freons Highly specific High solvency
cleaning High purity
(e.g., avionics) Rapid evaporation
Low residue proper-
ties
Hydrocarbon Toluene Cleaning and High solvent power
Xylene thinning Highly volatile
Rapid evaporation
High purity
j Mineral Spirits Oil and grease Broad distillation
f remover from and good solvent
) parts, limited power .
; thinning Slow evaporation
i - applications Moderately volatile
: ¢ Mixed hydrocarbon
- % composition
S High flash point
: ‘
{ é Oxygenated Alcohols Thinners High mixing and
E Ketones diluting ability
:




methane industrial solvent. Methylene chloride is usually blended
with other chemical components to maximize its effectiveness against
specific coatings. These additives include alcohols, acids, amines or
ammonium hydroxide, detergents, and paraffin wax. The solvent can be
applied as a dip or in aerosol mixtures. Larger installations can
generate about 500 drums of this waste material per year from dip tank

processes.

Paint Thinners: Painting and the application of similar coatings

were found to be major functions at all the installations surveyed.
It was noted that several different kinds of solvents were used in
connection with these operations. These include toluene, xylene,
methyl ethyl ketone, and alcohols. These materials are used in three
general functions: (1) to thin paint and coatings prior to
application, (2) to clean surfaces prior to painting in wipe-on appli-
cations, and (3) to clean paint and coating application equipment
after painting or coating operations. The first two functions can
generally be considered as consumptive with respect to solvents and do

not generate any direct waste stream. The third function, equipment

cleanup, is responsible for the generation of the major waste stream

for these materials. While most of these solvents are supplied to the
facility as pure material, they are also frequently purchased as a
blend or are mixed in the paint shop prior to clean-up applications.
Leftover paint in the equipment also becomes part of the clean-up
solvent waste stream. None of the facilities surveyed were making any
attempt to segregate solvent wastes resulting from equipment clean-up,
and it does not appear that absolute segregation is possible in view
of the materials and functional applications. About 400 drums of
paint thinner solvent waste are generated annually at large

installations while small installations generate about 50 drums

annually.

Metal Preparation and Precision Cleaning: Alcohols, along with

ketones, esters, and cresylic acids, are the typical solvents used for
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cleaning surfaces prior to application of a paint or anticorrosion
coating. Usual applications are in small quantities such as for

wipe-on, and solvents are usually consumed in the process.

In processes where very specific cleaning requirements must be

met, only certain solvent compounds are suitable. For example, Freons J

are used to clean certain electrical parts and instruments., The

| cleaning process requires compounds of high solvency, high purity, and

rapid evaporation rates. About 75 drums of waste Freon could be

generated annually at an installation having this activity.

e e e e e .
s e mevie o

——————r L o e




- —y

IV. USED SOLVENT DISPOSITION PRACTICES

A. MILITARY INSTALLATION DISPOSITION PRACTICES

After ideqtifying and classifying solvent materials, the second
step of the installation surveys developed an information base
pertaining to current experiences and practices for the disposition of
used solvents at DOD 1installations. The installations surveyed
represent a wide variety of activities and base sizes. The visits
resulted in the identification of an equally broad range of current
practices and experiences in the area of used solvent disposition.
This section presents the general approaches to waste solvent
disposition observed in practice. While the exact details for the use
of a particular approach may vary from base to base, the general

approaches were found consistent.

The disposal practices observed at the various installations
include storage and segregation, disposal, sale, off-base recycling,
and on-base recycling. The disposal practices for the installations
visited are listed in Table 6. The selection of a particular approach
or mix of approaches to waste disposition was found to be and can be
expected to remain a base-specific decision. This decision depends on
various factors, some of which change with time, and may include
installation functions and size, solvent types and quantities used,
geographic location, state regulatory requirements, or installation

operating policies.

l. Storage and Segregation

One of the original objectives of the study was to evaluate
current and future storage alternatives for used solvents. Based on
on-site visits and discussions with  military and industrial

representatives involved in hazardous waste management, it became

apparent that the scope of the study should encompass not only storage




Table 6. Current Disposal Practices

Storage and Disposal Practices
Installation Segregation Off-Base On-Base
Program¥* Disposal Sale Recycling Recycling
1
Seneca Army Depot Good |
Tooele Army Depot Fair | |

Corpus Christi Army

Depot Good |
Kelly AFB Fair ) | §
Hill AFB Good q |
Robins AFB Good |
MacDill AFB Fair §
Tyndall AFB Fair q |
Davis-Monthan AFB Good |
Bergstrom AFB Fair <
McClellan AFB Good § )
Jacksonville NAS Poor q
f Navy, Norfolk, VA Fair | §
h E1l Toro MCAS Poor §
@ DLA, Columbus, OH Fair ] |
: DLA, Tracy, CA Fair §

*Good = Achieves segregation
Fair = Achieves partial segregation ]
Poor = Achieves minimal segregation (uses one or more common waste
storage tanks)
; {In Place
l §Pending




options but disposal alternatives available to the military as well.
Regardless of the management and disposal alternative selected by an
installation, there is still a storage requirement for hazardous
material. Even with installations practicing segregation and

recycling, temporary storage facilities will be necessary.

Storage containers for hazardous materials removed from process
areas consist of either drum or bulk tank systems. These container
and storage systems are used for all solvents as well as for other
hazardous materials for short~term storage away from process areas.
Drum containers (typically 55-gallon capacity) are the most prevalent
system employed. Use of drums allows for collection and handling of
small volumes of materials and reduces the potential problem of
accidental mixing or commingling of used solvents. Waste materials
can be placed in drums at the process unit area, often in the same
drums in which the virgin material was delivered. The use of new
burnable drums to contain materials destined for incineration can also

be considered to reduce used drum disposal problems.

Bulk container storage provides for the collection of larger
volumes of waste material. Volumes can range from 500 to over 30,000
gallons. Bulk container storage of used solvents reduces collection
and handling times because of the larger quantities of waste materials
that can be stored. However, the concept has the potential problem of
commingling different wastes. For example, the mixing of a small
volume of a used chlorinated solvent into a bulk container of PD-680
significantly reduces the potential for PD-680 recycling and may
greatly increase the cost for PD-680 disposal. Indeed, most of the
bulk tanks used at bulk storage facilities are previously used taunks
(e.g., for petroleum, oil, and lubricant (POL)) and are often stored
underground. Commingling of waste materials is a common practice when

bulk containers are used.

Currently, there are no regulations to prohibit underground

storage of hazardous waste. However, aboveground containment is




preferable because long-term storage increases the potential for
leakage. An alternative to the bulk storage concept is portable
storage tanks. These tanks or bowsers are aboveground, sized to the
appropriate specific waste volume generated, located near or
convenient to process areas, and can be trangported easily to recycle

or disposal facilities.

The storage facilities at the bases vary in compli-=nce for
conforming storage. A conforming storage compound should at a minimum
have an impervious pad to hold hazardous materials in the event of
spills and a suitable cover to protect against the elements. The
wastes should be segregated within the compound (e.g., acids,
caustics, solvents, waste paints). The facility should be sized to
accommodate the expected level of waste generation over a given period
~f time. There are current DOD actions to improve or construct new
conforming storage facilities at military installatiouns. Such
facilities are still required even if an effective recycle program is

initiated, but the size of the facilities may be significantly reduced.

For military operations, drum storage is acceptable provided the
containers used are in a safe-to-handle and transport condition for
used solvents. The use of plastic drum covers to protect drums that
must be stored in areas exposed to the elements will help to keep the
drums in better condition. It must be stressed that drum storage, or
any other containers used for waste material, 1is only a temporary
storage option. Drum storage would be acceptable for all disposal
options and would involve minimal disruption or adjustment to current
process operations. Where feasible, bulk containerization and storage
would reduce handling and transportation efforts. Caution must be

exercised to avoid commingling materials in bulk tanks.

Storage facilities are an integral part of any installation
hazardous waste management system. It is important that a facility
conform to accepted requirements for proper storage and that the term

of storage be reduced as much as is practical. 1In addition, base
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operating personnel, their management, and the DPDOs must be aware of
and involved in the contailnerization, collection, handling, storage,

and disposal operations at the base.

The concept of good material segregation 1is of singular
importance in implementing any of the disposal alternatives for used
solvents. Most processes at DOD bases use only one type of solvent
material at a time. That is, they are not routinely mixed for use in
cleaning processes. There are many functional disadvantages to mixing
solvent materials including increased and sometimes unpredictable

reactions with components to be processed or cleaned in the process,

decreased chemical stability of the solvent materials leading to

-

generation of harmful contaminates, and in some cases, decreased
solvent power. For these reasons, essentially only a single solvent
material is placed or replenished in a process unit. Similarly, if
two different types of solvent materials are mixed for any reason, it
is difficult and in most cases economically impractical to attempt to
separate the two materials 1In any solvent reclamation activity.
Therefore, the single solvent material found in most solvent processes
will usually contain only nonsolvent contaminates when the solvent is
removed from a process as a used material. Solvent reclamation
equipment is most capable of separating the single used solvent from

contaminates in an effective manner.

‘ Steps should be taken, therefore, to avoid mixing different used

solvent materials as they are removed from process use or as they are

temporarily stored awaiting final disposition. While not as critical,

R,

Rk good segregation of solvent materials can simplify the processing of
used solvent materials for destructive disposal and in most cases

minimize the cost of that disposal. Without proper segregation of

used solvent materials, the effectiveness of solvent reclamation

i processes is greatly reduced or in many cases eliminated.

|
|
!
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2. Disposal

For purposes of this study, '"disposal" is defined as a DOD
purchased service for destructive disposal of the wused solvent
material resulting from the designation of the material as having no
sale or reclamation value. Disposal of waste solvents is the most
common alternative exercised by bases in the past and continues to be
the most prevalant method employed by the bases surveyed. The wastes
are collected from the process areas and disposed of either directly
by the base or through the DPDO. Waste solvents for disposal were
usually found to be containerized in 55-gallon drums, alth_ugh several
large bulk tanks were also found in use. Most installations using
disposal did not place emphasis on segregation of the used solvent
materials. The lack of dependable material characterization and
segregation was observed to complicate disposal and 1increase the

disposal costs.

Disposal methods vary among the installations visited. In cases
where a private contract disposer was used, waste solvents were either
landfilled or incinerated. It should be noted that any destructive
disposal option as used by the wmilitary 1is not a low cost option.
Typically, disposal costs for landfill or incineration may well exceed
$100 per drum and, depending on the requirements for pretreatment and
transportation, could reach $200 per drum. Recent hazardous waste
regulations will increase future handling costs for hazardous waste
materials, as already evidenced by requirements for installation waste

generators to adequately characterize their wastes for proper disposal.

Destructive disposal techniques can achieve environmentally
acceptable disposition of wused solvent materials; however, the
asgociated costs for this approach do not make it economically

attractive as an end objective.




3. Sale

"Sale" 1is defined as a disposition transaction in which DOD
either reuses, transfers, or donates the material to eligible
organizations or receives some revenue through the sale of the used
solvent material. 1In general, when a used solvent is determined to be
excess or surplus, the material is turned in to DPDS by the generating

facility for disposition through the DPDS sales cycle.

Solvent material turned in to a DPDO is screened according to
the normal DPDS system of (1) reuse, transfer, and donation (RTD), (2)
sales, and (3) abandonment and destruction (A&D). The RTD cycle
involves government agencies and entails no monetary transaction.
Very little solvent material is disposed of during this portion of the
cycle. However, Brookhaven National Laboratory is using selected used
material in the solvent category in an alternative energy cource
program. Material in the sales portion of the cycle has the potential
to generate revenue for DPDS and the installation. The A&D portion of
the cycle results from a total lack of interest in the used material
as offered in the other portions of the DPDS disposition cycle,
Materiai designated for A&D action effectively reverts to the
"disposal" option. DPDS will typically negotiate a service contract

in which they pay for the disposal of these materials.

Sales exposure 1is made by a national monthly sales catalog and
by local auctio. to determine possible market potential. Salability
of any solvent material depends on the solvent type, quantity, and
degree of contamination. Sales revenue ranges from $0.10 to over
$1.00 per gallon. Regardless of the revenue generated, the sale of
any material avoids the potential cost of disposal resulting from
designation of the material for A&D. Thus, sale 1s a more

economically desirable option than disposal.

Another variation of the sale option is an arrangement referred

to as manufacturer or supplier take-back. In this situation, the




original material manufacturer or supplier agrees to 'take back" used

materials from the user. The waste material 1is wusually then

reprocessed in the manufacturing facility. The user may either
receive a credit or pay a nominal fee for this disposition service.
The fee 1is typically much 1less than the corresponding cost of
destructive disposal. Paint stripper waste, for example, at Hill Air
Force Base, 1s disposed of in this manner. Under the current
agreement with the material supplier, the cost to the base is $0.10

per gallon to have the supplier remove the spent material from the

stripper tanks and transport the material back to their facility for
disposal or reprocessing. The $0.10 per gallon charge is essentially

a transportation fee.

The sale option «can accomplish environmentally acceptable
disposition of used solvent materials when qualified manufacturers or
their representatives receive the used material and wuse proper
practices in its reprocessing or end use. Some bases have had recent
experience 1in which unqualified 1individuals have purchased the
material and improperly released it to the environment. When properly B
conducted, the sales option can have a potential economic benefit for
DOD that the disposal option does not have. To realize this economic
potential, used solvent materials must be segregated at the point of i

generator and maintained in this condition throughout the sales cycle. |

i Most used solvents investigated that have been successfully sold
through the DPDS sales cycle have been containerized in 55~gallon
drums. Only two facilities visited had bulk storage facilities in
which solvents are stored in a segregated wmanner for later sale for
recycle or reuse. Several facilities reoorted that mineral spirit
solvent material (PD-680) was routinely placed in the waste oil
stream. In most cases, this stream was being sold for as much as

i $0.40 per gallon, but the end use was generally as fuel in operations
like those of asphalt plants. No attempt was being made to recover

the solvent from the stream for recycling.
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4, Off-Base Recycling

For this discussion, "off-base recycling”" defines an arrangement
in which the installation (solveat user) arranges for the used solvent
to be taken off-base to a commercial recycling facility. There the
recycler processes the used solvent to a reusable condition, and the
solvent is returned to the military facility for reuse. The facility
pays for this recycling service and receives the reclaimed solvent for
use in processes at a cost much lower than the original purchase price

of new solvent.

An installation can contract with a private recycler to pick up
contaminated solvents, transport them to a private recycling facility,
process the solvents, return the vreclaimed solvents to the
installation, and dispose of the unsalvageable residue.
Specifications for loading and unloading, addition of neutralizers or
inhibitors (where applicable), quality control of reclaimed solvents,
and other operational factors can be incorporated into the contract

statement of work.

Most segregated used solvents at military installations can be
practically and economically recycled, including the chlorinated vapor
degreasing solvents, PD-680 or Stoddard solvents, Freon, and heptane.
Paint thinning solvents (i.e., toluene, MEK, and xylene) also can be
reclaimed as pure solvents from paint residue if they were not
intentionally blended when used to thin the material or if they have
not been commingled as a result of use. Because this is not typical,
paint thinning solvents are generally reclaimed as blends to be reused
as equipment cleanup solvents where high purity or exact blend
composition is not critical. It is not economically practical to

separate the mixed materials by distillation in reclamation processes.

Volatile solvent fractions in other mixtures such as paint

strippers can be separated by distillation, but here again there is

little opportunity to reuse this reclaimed solvent in its original




application because reuse would involve the reformulation of

proprietary mixtures to achieve the original paint stripper material.

Storage and handling of both used and reclaimed solvents can be
efficiently accomplished in either 55-gallon drums or in large bulk
storage tanks. Similar to sale of the used materials, good material
segregation must be established and maintained before recycling.
Segregation may be easier to establish and control if 55-gallon drums
are used because this approach represents the continuation of current
practice for handling new and used solvents in the work place. As a
system for recycling develops or when process equipment in the work
place is replaced or rehabilitated, the installation of suitable
segregated bulk storage facilities integrated with new process

equipment can be considered.

Off-base recycling costs vary depending on the type of solvent
being recycled and the degree of contamination of the solvent.
Hydrocarbon solvent, such as PD-680 and Stoddard solvent, reclamation
costs range from $0.50 to $0.80 per gallon; chlorinated solvents like
1,1,1-trichloroethane cost about $1.50 per gallon to reprocess. These
two groups represent the range of costs associated with off-base

recycling services.

Off-base recycling of used solvents presents an environmentally
acceptable alternative to disposal of used solvents with minimal base
personnel disruption, and there are economic benefits to be realized
through the implementation of this approach. The key factors in the
success of this approach are seen as the development of a supportive
attitude on the part of command, supervisory, and operating personnel;
the establishment of good handling and segregation practices for the
used material; and the availability of a commercial organization that
can perform the reclamation service for the base. The transportation
distance to the reclamation facility may vary greatly depending on the

geographical location of the recycler. Recyclers in the West may

4-10




. -

S e s -

collect material for recycling from user facilities several hundred

miles from their location; Midwest and East Coast recyclers tend to

limit the area served.

5. On-Base Recycling

For this discussion, 'on-base recycling" 1is defined as a
capability on the base to perform the used solvent reclamation
function and to routinely collect the waste solvent material from the
work area for reclamation. The reclaimed solvent is returned to the
appropriate process unit for reuse. The reclamation processing
equipment is typically operated and maintained by base personnel, but
this step could be obtained on a contract basis. The swmall waste
stream of nonrecoverable contaminants removed in the reclamation
process requires conventional disposal. This disposal function is the
responsibility of the cognizant DPDO. It involves, however, a much
smaller stream (typically, 10 percent) of the initial used solvent

stream, as shown in Figure 1.

_ — —_— ONE DRUM - e — —
WASTE

p~—

13 DRUMS DIRTY SOLVENT 12 ORUMS CLEAN SOLVENT

Figure 1. Solvent Reclaiming Yieid




Equipment is readily available to implement appropriately sized
reclamation facilities at military installations. Several types of
distillation equipment were identified during the course of the
study. These have a demonstrated ability to perform the reclamation
function for a broad range of used solvent materials. Several
facilities surveyed have solvent reclamation equipment installed and
operating and several others have had equipment in the past, but for
one reason or another the equipment is now inoperative. Reclamation
facilities at some of the installations visited have been in
successful routine operation for several years and are operated by
base personnel. No base that currently operates reclamation equipment
identified any persistent technical or operational difficulties with
the equipment, and all expressed satisfaction with the reclaimed

solvent materials.

Most solvents found in the major waste streams can be processed
for reclamation by on-base recycling. The most frequently reclaimed
solvent classes observed were the chlorinated solvents used in vapor
degreasing, the Stoddard solvents used in cold cleaning bath
applications, and Freon used in precision cleaning applications.
Heptane, used as a calibration fluid, is now undergoing preliminary
testing at one reclamation operation, and the reclamation of mixed
paint thinners from waste paint material is being actively considered

by two installations.

Quality control tests of the recycled materials have confirmed
the ability of on-base reclamation equipment to produce reclaimed
solvent material suitable for reuse in the original solvent

processes.
B. COMMERCIAL FACILITY DISPOSITION PRACTICES

Site visits and discussions with commercial facilities produced

a set of used solvent disposal alternatives similar to those found at
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military bases. The primary difference, however, was that commercial

facilities have been able to minimize the use of destructive disposal
and increase reuse, recovery, or recycling of wused solvents.
Discussions indicated that the primary motivation for those choices is
economics. They generally indicated that environmental compliance is
necessary no matter which option is selected, and cost is the primary

factor when selecting an option.

Destructive disposal tends to be practiced by smaller facilities
where either the volume of the used solvent generated is small (less
than 10 barrels per year) or the overall facilities are older and have
little modern processing and support equipment. Most small facilities
are limited in their solvent usage, relying primarily on mineral
spirits for most cleaning applications. Used mineral spirits present
minimal disposal problems and can generally be included in the waste

oil stream for disposal or potential sale.

Larger facilities that use a full range of solvent materials
successfully segregate and sell their used solvent materials for
recycle or reuse. This was particularly true of the chlorinated
materials and Freon. Many large facilities indicated that in-plant
recycling of some materials is being considered in light of changing
environmental regulations. Recycler services were used by the medium
and larger companies. No technical objections to recycled solvent
material were identified, but concern was expressed by some companies
with their ability to control the flow of material in a reclamation

activity involving an outside contractor.

Most of the large organizations contacted were operating some
form of solvent reclamation equipment on a routine basis at one or
more of their facilities. Most of these facilities have been
operating for some time, and all companies having recycling facilities
expressed satisfaction with their operation. They identified the

economic incentives of the operation as the prime factor in this
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satisfaction. All organizations stressed the importance of proper
handling and storage of used solvents to maintain material segregation
for effective recycling. They described the measures taken to help
ensure proper segregation, including systems of containers that made
it difficult to accidentally mix materials in the handling process,
location and availability of containers that made it simpler to
maintain segregation than to carelessly mix materials, and training of
personnel to make employees aware of the economic incentives of
segregation and the economic penalties if segregation is not

maintained.

4-14




V. RECLAMATION POTENTIAL

The majority of solvent materials encountered 1in significant
quantities in waste streams at military installations potentially can
be reclaimed or recycled. Reclamation of these solvents can be
accomplished through sale of the used material to commercial reuse or
recycling operators or by wusing off-base or on-base recycling
facilities. The solvents most frequently found in the process use

categories are discussed below. Considerations that influence the
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choice of solvents to recycle and how to reclaim them include volume

of the waste solvent stream, costs for disposal, the equipment
necessary for reclamation, the value of the reclaimed solvent, and
potential for environmental impact through 1improper release of the

waste material to the environment. The environmental assessment 1is

based on the general characteristics of the materials as presented in
Appendix E and the reported effects of the material when it is

improperly released in the environment.*

A, CHLORINATED VAPOR DEGREASING SOLVENTS

The chlorinated solvents used in vapor degreasing processes have

the highest overall potential for reclamation. At the large

maintenance facilities visited, vapor degreasing equipment was in wide
usage. Although older vapor degreasing equipment allows much of the
i solvent feed material to be lost through evaporation during operation,

a significant chlorinated solvent waste stream was observed at these

* '"Resource Conservation and Recovery Act,'" House Report 94-1491, U.S.
Congress, House of Representatives, 94th Congress, 2nd Session,
1976, pp. 17-23.
"Management of Hazardous Industrial Wastes: Research  and
Deve lopment Needs," Report of the Committee on Disposal of Hazardous
Industrial Wastes, Publication NMAB-398, National Academy Press,
§ Washington, D.C., February 1983.
¥ "Technologies and Management Strategies for Hazardous Waste
} Control," Office of Technology Assessments, Congress of the United |
$

States, March 1983,
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facilities. Because there is little opportunity for this material to
be commingled with other solvents during normal process operation,
effective material segregation can be accomplished. As vapor
degreasing equipment is modernized and loss through evaporation is
reduced through the use of vapor recovery equipment such as carbon
filters and refrigerated condensing units, the ability to frequently
clean and reuse the solvent will 1increase the attractiveness of
solvent reclamation and reuse. This is because a clean process with

freshly reclaimed solvent will demonstrate greater cleaning efficiency.

As a class, chlorinated solvents have one of the highest disposal
costs for destructive disposal. The high chloride potential makes
incineration expensive, and liquid landfilling is either not allowed
or is expensive. The presence of chlorinated solvents in a mixture of
solvents destined for disposal significantly increases the costs of

disposal.

Equipment necessary for reclamation of the chlorinated solvents is
typically the simplest type of distillation equipment available.
Chlorinated solvents are routinely distilled by commercial
manufacturing facilities 1in connection with production line vapor
degreasing equipment. Equipment to accomplish distillation is widely
available from vapor degreasing equipment manufacturers and general

distillation equipment manufacturers,

The value of reclaimed chlorinated solvent is high, Current
prices for new material are generally in the range of $3.50 to $4.50
per gallon. A substantial economical benefit can be realized when
reclaimed material costing between $0.50 and $1.50 per gallon is used

to replace new material,

The potential for environmental impact resulting from improper

release of chlorinated solvents to the environment is high. These




materials have a high persistence in the environment because they do

not readily biodegrade. This characteristic can lead to groundwater

pollution-~a major impact.

B. MINERAL SPIRIT SOLVENTS FOR VAT CLEANING

Mineral spirits used in cold cleaning bath applications are those
solvents used in the largest volumes on the bases visited. The
government material specification designated as PD-680 provides a
technical description of this solvent found in common use at military
installations. At some bases, this material is known by its generic

name, Stoddard solvent.

Large quantities of PD-680 are used for general parts and
equipment cleaning applications. While some installations use large
(greater than 200 gallons) dip tanks of mineral spirits, they also
typically use small quantities in buckets and in small cleaning tanks
scattered throughout the facility. Collection of waste solvent
materials from the scattered usage locations is being accomplished by

most bases and results in a significant waste stream.

The cost for disposing of mineral spirits through incineration
should be minimal because of the potential heating value (Btu
content); however, DOD is currently paying for disposal at several of
the bases visited. Because of the volume of this material, disposal
costs can be large. It appears that PD-680 may be routinely disposed
of in the used oil waste stream at many installations. This practice
avoids the disposal cost (oil reclaimers typically pay the facility
for their waste oils), but it eliminates the potential for recycle of

this solvent.
Mineral spirits or Stoddard solvents are routinely reclaimed by

several military installations visited and commercial manufacturing

and maintenance facilities contacted. Equipment is readily available
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to accomplish distillation of this waste stream. At several of the
installations currently recycling this material, the same reclamation
equipment has been in routine and satisfactory operation for many

years.

As a class, mineral spirits generally have the lowest purchase
cost per gallon of all the solvents in common use. The typical cost
of new material is $1.50 to $2.50 per gallon in comparison to the
$0.50 to $0.80 per gallon cost for reclamation. The volume of this
material and the large resulting waste stream make this material

economically attractive for recycling.

Harm to the environment can result from improper disposal of
mineral spirits, but the impacts are generally self-correcting through
natural dispersion and breakdown of the material. The release can
usually be treated as would an oil or gasoline spill and does not
normally represent a major concern with respect to potential long-term

environmental effects.

C. PAINT STRIPPING AND CARBON~-REMOVING SOLVENT MATERIALS
.

The process use category of paint stripping and carbon removing
can involve a large number of solvent materials; however, the solvent
most frequently identified as a major constituent of these processed
materials was methylene chloride. Methylene chloride was frequently
found in formulations including phenols, mild acids, and caustics as
well as smaller amounts of other solvents. Some solvent compounds

include heavy metals such as chromium in their formulation.

Major quantities of these solvents are wused at the larger
maintenance facilities in a wvariety of stripping and cleaning
operations. They appear as waste in two distinct streams. The first
waste stream occurs when emptying large dip tanks. The resulting

waste stream has a substantial volume but may have minimal solvent




because much of the original solvent content (methylene chloride) may
be lost through evaporation at the tanks. The remaining material 1is
typically placed in drums or large bulk storage tanks awaiting
disposal. The second waste stream involves the direct application of
the stripper material to large structures such as aircraft or
machinery. After the stripper material has been allowed to act, it is
usually removed from the structure by washing the structure with
water. The resulting dilute waste stream 1s typically routed to an
industrial waste treatment plant for disposal. In a few instances,

the dilute material was collected and containerized for final disposal.

Costs for disposal of waste strippers are substantial even though
the chlorinated solvent content of the waste may be low. Disposal is
complicated by the presence of other materials such as the heavy
metals and phenols along with paint sludge constituents. An
industrial waste treatment plant at a facility that can properly treat
the waste material resulting from direct application appears to
represent the most cost effective method of disposing of this stream.
This is being done successfully at a number of the 1installations

contacted,

Although simple distillation equipment can be employed to separate
solvent material from the balance of the stripper componeants and the
other contaminants in the material removed from dip tanks, there would
be a large residual waste stream (still bottoms) requiring disposal.
This waste stream is composed primarily of sludge containing the paint
solids and the other stripper components. This waste can be difficult

to incinerate, and disposal costs can be high.

One installation visited removes a portion of the stripper
material containing primarily sludge from the bottom of its large dip
tanks, filters it to remove the paint material, and returans the
filtered material to the tank. This filtration process is expected to

more than double the 1life of the stripper material. No other

installations were processing or reclaiming the materials on base,




Off-base solvent recyclers can and do process stripper materials
to recover the remaining solvent contént, but there must be a
substantial amount of the solvent remaining to make this approach
economically viable. However, manufacturers of the original stripper
material formulation frequently have the capability to reprocess the
waste material and use the constitutents in the formulation of new
materials. An arrangement in which a manufacturer agrees to take back
the used stripper material (manufacturers take-back) is being used at
two of the military installations visited and with several commercial

facilities.

#hile the solvent material recovered from this waste stream is
valuable, 1t has minimal functional value to the military because
material reformulation will be required to use the reclaimed solvent
as a stripper, The reclaimed material can, however, be sold by a
solvent recycler or, as previously mentioned, be reprocessed by the
original stripper manufacturer. The value of the waste will vary
depending on the solvent remaining in the waste, the nature of other
contaminants, and the potential for selling or using the recycled
material. For manufacturer take-back, the observed costs were $0.15

per gallon credit and $0.10 per gallon transportation charge.

There 1s substantial potential for environmental impact resulting
from improper disposal of stripper material because of the chlorinated
solvents present in the waste. The sludge content can also have an
impact 1f it contains soluble pollutants, including heavy metals.
These waste sludge materials may also be difficult to incinerate. The
residual waste stream resulting from reclamation of this material
presents similar environmental concerns. The potential environmental
impact of this waste stream is thus a major factor in the decision on

what recvcle or disposal alternatives should be selected.
D. PAINT THINNING SOLVENTS

Several types of solvents are used as thinners in the application

of paint and other coatings and in equipment cleanup. These include
5-6




hydrocarbons such as toluene and xylene, ketones such as methyl ethyl
ketone and acetone, and some mineral spirits. When used to thin
paints, the majority of this solvent 1is lost through evaporation
during application, and it is not available for reclamation. Most of
the paint thinner waste stream results from the use of solvents to
clean mixing and application equipment after usage. While pure single
solvents are sometimes used in thinning, premixed blends of several
solvents are also commonly used. When used as thinners for paint
application, these blends must be tightly controlled, but use in the
equipment cleanup function does not normally require tight formulation

specifications.

Large quantities of waste mixed paint thinning solvents were

identified at large maintenance installations, and substantial amounts
of this type of mixed waste material were observed at military
activities having aircraft or equipment painting operations. Waste
generation rates vary as a function of work load at most
installations. In general, no attempt was being made to separate

waste paint from paint containing waste solvents in collection or

disposal containers.

Mixed paint thinning solvents have relatively low disposal costs
when handled by incineration because they have a high energy content
and can be easily fed to most incineration equipment. Industries
using equipment such as cement kilns requiring high energy fuels
frequently buy mixed paint thinning solvent waste materials for use as
process fuel. Large quantities of this type of waste are turned in to
the DPDOs for routine disposal. Frequently, this results 1in
relatively high costs for disposal of these waste solvents. In some
instances, the contract disposal costs are in excess of $1.00 per

gallon.

Because of the general use of paint thinning solvents (i.e.,

equipment cleanup) and because they are frequently blends when they

are received, the waste stream cannot be expected to be segregated by




solvent type. Distillation technology is capable of separating the
various components of the mixed waste stream, but separation is not
economically feasible for these materials. Simple single-stage
distillation equipment of the type suitable for most on=-base
reclamation operations would require the stream to be passed through
the unit several times to achieve good separation. It 1is relatively
simple, however, to separate the mixed volatile solvent fractions from
the paint residue to yield a clean mixed solvent stream. Simple
single-gtage distillation of the type used for the reclamation of

other solvents can be used to process this material.

The resulting mixed solvent stream is frequently used directly in
commercial facilities for equipment cleanup or waste solvent. It is
also economically practical to adjust the resulting mixture to some
general blend specification by the addition of one or more virgin
solvent materials. This 1is frequently done when the material 1is
processed for resale by a solvent recycler. Pure virgin paint
thinning solvents (toluene, xylene, MEX, and acetone) cost between
$2.00 and $3.50 per gallon. The blended reclaimed material can
replace these pure solvents in equipment cleanup applications at a

cost from $0.50 to $1.00 per galion.

The materials in this group are generally quite volatile and
dissipate rapidly when a spill occurs. However, most of these
materials are toxic, and toxicity is increased by the constituents of
the paint and other contaminants in the waste stream. Paint thinners
can enter a groundwater supply and potentially contaminate the water,
a major environmental concern. Much of this solvent material is
biodegradable, which helps to minimize the long range environmental

lmpacts of an improper release,.

E. METAL PREPARATION AND PRECISION CLEANING SOLVENT MATERIALS

Specialized cleaning operations at some installations require low

residue, rapidly evaporating solvents. These applications generally
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involve the maintenance of delicate, sensitive navigational equipment
or electronics equipment. The solvents are used to clean the
components or circuit boards prior to reassembly or packaging for
storage. Some alcohols are wused for this function (primarily
methanol); however, little of this solvent material was identified 1in
the facility waste streams. Specialized operations at some bases (not
visited) do generate significant waste streams of this material,
Freon is the solvent most frequently encountered in waste streams of
this class. Several installations use large quantities of these
solvents in both specialized and general cleaning operations because

of their high solvent power, low residual, and low toxic properties.
g p ’ s p

Relatively large volumes of these solvents are used in specialized
cleaning processes, but only small amounts appear in most facility
waste streams. This is because current usage allows the majority of
the solvent to be los: through evaporation. In spite of this, several
installations that use these materials in large quantities do have
substantial waste streams available for reclamation. When a
reclamation facility can be located near the process units using the
solvent, the desirability of reclamation for these materials is
increaczd. The loss of the material to evaporation can be reduced
through modernization of process equipment. The volume in the waste
stream at a base of 10 to 100 barrels per year is both technically and
economically viable for recycle because virgin Freon costs more than

$8.00 per gallon.

The current cost associated with disposal of alcohols and Freon is
not high., In most inatances, these solvents can be sold for a nominal
salvage value to commercial solvent recycling facilities. TIf the
solvent is highly contaminated or if it 1is commingled with other
solvents, disposal by incineration may be necessary, The disposal of
methanol by incineration 1is relatively inexpensive because of its
energy content. Freon 1is not flammable, however, and has a
substantial chlorine content. Disposal, when necessary, 1is thus

relatively costly.
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While methanol is a relatively inexpensive solvent, $1.50 to $2.00
per gallon, Freon is the most expensive solvent found in general use
at the facilities visited. Depending on the specific type and purity,
new Freon costs between $8.00 and $12.00 per gallon. Freon can be

reclaimed for between $0.50 and $1.50 per gallon.

In discussions with personnel involved in on~base recycling of
Freon, it was learned that the recycled material is typically only
used as replacement for Type 2 Freon. This material 1s wused 1in
applications where the ultra-pure specifications of Type 1 Freon are
not required. Thus, the effective value of the reclaimed Freon is at

the lower end of the new material cost range.

There are only minimal impacts associated with the accidental
release of methanol and Freon to the land and water environments.
Both materials, especially Freon, are highly volatile and evaporate
quickly. Freon is not toxic to aquatic life and does not pose a
significant hazard as a water pollutant. Methanol is toxic to aquatic

life in medium concentration (250 ppm) but dissipates rather rapidly.

F. CONCLUSIONS

All of the solvents identified in major waste streams at the

installations visited have some potential for reclamation and reuse.

The major candidates for reclamation are

° Chlorinated Vapor Degreasing Solvents: significant volume,
high in value, easily reclaimed, major environmental concern

(toxic materials).

. Mineral Spirits: high volume, easily reclaimed, significant
value.
' Freon: high in value, easily reclaimed, significant volume at

certain facilities.
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'Y Paint Thinners: high volume, easily reclaimed, significant

value, potential environmental impacts.

It has been demonstrated that these materials can be reclaimed at
on-base facilities or off-base solvent reclamation centers when the
waste solvent material is properly segregated. There is a potential

sales value when proper segregation of the material is maintained.

Although used paint stripper materials can be reclaimed, it
appears that they are best handled by the original material
manufacturer. The formulations are proprietary, and the original
manufacturers are in the best position to carry out the reclamation

processing.
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VI. RECYCLING

A. ON-BASE RECYCLING

While developing the data base, the study team learned of several
facilities, both military and commercial, conducting successful
on-base or in—house waste solvent reclamation operations. Table 7
lists the military installations visited and several commercial
facilities currently conducting reclamation operations. In
discussions with persomnnel at these facilities, the study team
established the technical feasibility and the economic and
environmental compliance incentives that influenced the decision to
initiate and continue these activities. This section presents the
application of on-base reclamation operations and the equipment

necessary for the disposition o: ::- d solvents at military bases.

1. On-Base Solvent Reclamation Equipment

Simple solvent reclamation processing techniques can feasibly be
applied to most of the waste solvent materials found in large volumes
at DOD facilities. Simple small scale (less than 500 gallons per
hour) solvent reclamation processes use the principle of distillation
to separate the volatile solvent materials from the much less volatile
contaminants. Contaminants in the waste streams of interest typically
include oils, greases, hydraulic fluids, water, paint pigments and

chips, and "dirt."

Table 8 lists the physical characteristics of the majority of
solvent materials of interest for recycling. To achieve separation,
the distillation process depends on the difference in boiling points
of the solvent and the contaminants in the solvent. The primary
physical characteristic in solvent reclamation is the boiling point.

Where the atmospheric boiling point of the solvent is low (below

200°F), the material can be effectively separated from contaminants in




Table 7.

Locations of Solvent Reclamation

DOD Facilities

Commerci

al Facilities

McClellan AFB  PD-680 Delta Chlorinated solvents
Airlines Stoddard solvent
Corpus Christi 1,1,l-trichlo-
Army Depot roethane United Chlorinated solvents
PD-680 Airlines Stoddard solvent
Robins AFB 1,1,1-trichlo~- .
roethane Pratt & Chlorinated solvents
Freon Whitney Stoddard solvent
Norfolk NARF PD-680
Heptane Caterpillar Chlorinated solvents
Tractor
Table 8. Solvent Data Sheet*
Atmos. Boiling Azeo. Boiling Density
Solvent Pt(°F) Pt(°F) (1lb/gal)
Aliphatic Hydrocarbon
Hexane 157 142.9 5.51
Heptane 209 174.8 5.70
Stoddard 308-316 204 6.47
Aromatic Hydrocarbon
Benzene 176 157 7.32
Toluene 232 185 7.20
Xylene 261-318 202.1 7.17
Chlorinated Hydrocarbon
Trichloroethylene 189 163.8 12.2
PERC 249 189.7 13.5
1,1,1-trichloroethane 166 149 11.0
Methylene Chloride 104 101.2 11.07
Fluorocarbon
Freon TF 117.6 112 13.06
Freon 112 199 166 13.69
Acetone 133 133 6.59
MEK 175 164.1 6.71
MIBK 241 190.2 6.67

*Figures are calculated on a flow rate of 100 gal/h.
Source: DCI Corp., Indianapolis, Indiana
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the stream in a simple atmospheric distillation unit. In such a unit,
the contaminated solvent material is heated to the boiling point of
the solvent of interest. The pure vapor is then condensed, and the
clean distilled solvent is collected. Such equipment represents the

simplest in distillation technology and is in widespread use.

When the boiling point of the solvent of interest is above 200°F
(such as Stoddard solvent (PD-680)), the distillation process must be
augmented in some manner to allow efficient vaporization of the
solvent material of interest. One method of accomplishing this is to
lower the boiling point of the solvent by reducing the pressure in the
distillation unit or by applying a vacuum to the distillation system.
The temperature and the total energy necessary to vaporize the solvent
are thus reduced to a much lower level. Simple vacuum distillation
units of this type are in widespread use in many commercial
applications. Such units can generally be used for both the higher
and lower boiling point solvents by adjusting the heating and vacuum

controls.

An alternative to vacuum distillation for high boiling point
solvenrs 1s steam injection distillation. In this system, live steam
is injected directly into the solvent distillation chamber and mixed
with the waste solvent. The combination of solvent and water in the
form of steam produces an azeotropic mixture that has a much lower
boiling - point than that of the solvent of interest. Examples are
shown in Table 8, The azeotropic mixture containing the solvent and
water vapor can thus be separated from the contaminants in the
mixture, oil, grease, solids, and paint pigment, because they do not
form part of the azeotropic mixture. The water and solvent vapor can
then be condensed in a normal fashion because water is relatively
insoluble in the pure solvent. The water fraction of the mixture can
be effectively separated by gravity to yield the clean processed
solvent. The condensed water can be reused in the boiler to create

more steam for process operation.
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While it 1s technically possible to separate mixed solvents by the

distillation process, 1t 1s not operationally or economically
practical to attempt such separation with simple solvent distillation
equipment. The equipment described above is intended primarily for
the separation of single or unmixed solvent from typical contaminants
in used solvent streams. The efficient operation of the distillation
process equipment discussed above depends on good waste stream
segregation to achieve optimal reclaimed product quality and economic

benefit,

2. Solvent Materials for On-Base Reclamation

The majority of the solvents identified in large volume waste
streams at military installations can be reclaimed for reuse using
on-base reclamation equipment. The major solvents in each process use

category are discussed below.

All of the chleorinated vapor degreasing solvents found in use at
military bases can be reclaimed in simple on-base distillation
equipment. These materials include trichloroethylene, perchloro-
ethylene, and 1,1,l-trichloroethane. Their relatively low boiling
points and low flammability make it possible to process these
materials in an atmospheric still to yield suitable reclaimed
materials. Stabilizing additives can be added after distillation if
necessary. The requirement for such additives will be discussed in

more detail later in this section.

Mineral spirits (Stoddard solvent or PD-680) as a class of
materials has a higher boiling point (approximately 300° to 320°F).
These solvents cannot be feasibly processed 1in an atmospheric
distillation unit. However, this class can easily be processed in a
simple vacuum distillation unit or a steam stripping distillation
unit. Both approaches produce solvents suitable for reuse without
further processing. While vapor from this material is relatively

flammable, it can be distilled safely in simple on-base equipment that
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has been in routine use for many years at several military and

industrial facilities contacted.

e

Although the chlorinated solvent contained in paint stripping and
carbon removing material can be reclaimed in simple distillation
equipment, on-base reclamation of this material is not considered as
an attractive endeavor because of the difficulties encountered 1in

reuse of the reclaimed material. Exceptions may exist at specific

facilities, but sale or manufacturer take-back appears to be the most

practical option for dealing with this waste stream.

The wide range of boiling points for the types of solvents
typically found in the paint thinning waste stream generally requires
that the mixed material be processed in a vacuum distillation or steam
stripping unit., Essentially the same mixture proportions present in
the initial waste stream feed material can be expected 1in the
reclaimed materials. As mentioned, it 1is not feasible to attempt
separation of these mixed solvents in an on-base reclamation
facility. Most of these solvents are flammable, and care must be

taken in handling them during the on-base distillation process.

Freon can be easily distilled 1in simple on-base atmospheric
distillation units. The Freon materials have a relatively low boiling
point and are not flammable., Equipment for processing these materials
has been in common use for many years at several of the military

installations visited. While no on-base installations now processing

> Py

methanol were identified, there is no technical obstacle to processing

this material in simple atmospheric distillation units. The material

has a relatively low boiling point and although it is flammable, it

e

should be possible to safely process this material in simple on-base

distillation units.

C HTIGEN L

Most other waste solvents that have been identified or that might

be found at military bases can also be satisfactorily processed in

simple on-base distillation equipment. These include heptane, carbon ,




tetrachloride, ethylene dichloride, methyl acetate, butyl acetate, and
methyl isobutyl ketone. Many of the distillation units identified for
on-base use are capablie of processing most or all of these solvent

materials by simple adjustment of their operating controls.

3. General Economics of On-Base Reclamation Facilities

The relative simplicity and physical size of distillation
equipment for on-base reclamation of used solvent materials minimizes
F both the capital and operating costs of these facilities. While the
installation and operation of each reclamation facility should be
matched to the situation on a particular base, the cost data provide a
guideline in developing facility capital and operating requirements.
Capacities and costs of commercial solvent distillation equipment are

shown in Table 9.

Solvent distillation units range in size from small self-contained
units capable of processing 0.5 gallon of waste per hour (Figure 2) to
large units capable of 100 gallons per hour or more (Figure 3). The
small units are available in both atmospheric and vacuum distillation
configurations. Such units handle a variety of solvents and can be

considered for wuse at smaller bases having low waste solvent

generation rates. Tlhese svstems are generallv self-contained and can
be delivered from off-the-shelf stock and placed in operation by
simple electrical and condensing water supply connections. The
' condensing water 1s not contaminated in any way because it does not
: ' come in contact with the process stream. Therefore, it can be
discharged directly to the normal sewage system. Such units are
generally intended to be housed and operated in a closed or indoor
environment. Purchase costs of a self-contained unit of this type

fall between $4000 and $6000 for the complete system.

i A number of solvent distillation units are designed to process
about 50 gallons per hour of waste solvent material. Such units are
, larger physically and require more extensive support facilities such
/
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Table 9. Commercial Solvent Distillation Equipment

Small Medium Large

15 gal/h Up to 50 gal/h 50 to 125 gal/h
Batch Batch or Continuous Continuocus
Paint Thinners All Solvents All Solvents

and Chlorinated

Automated Shutdown Automated, Requires Automated With
at End of Batch Operator Attention at Occasional Operator
Batch Change Checks

Equipment Cost:

$3,000-$5,000 $30,000-$60, 000 $60,000-$100, 000

35 a steam supply or a separate boiler to produce steam for system
operation. The units are typically modular in nature and can be
readily acapted to a wide range of shelter facilities. Such units
were observed operating in both an indoor closed environment and
simple outdoor roofed shelters. The systems can be easily modified to
match the desired operating environment. A steam-heated unit having
its own dedicated boiler wunit provides the maximum degree of
flexibility for the facility. These units are generally capable of
handling the full range of solvents of interest by simple heating and
vacuum adjustments. The units require a water supply for operation of
the condensing system. This water is not contaminated because it does
not come 1in contact with the process stream. Thus, it can be
discharged directly to the sewer system. The purchase cost of units
in this size range i@ between $30,000 and $60,000 for atmospheric
distillation wunits requiring a separate steam supply and full

capability vacuum or steam injection units including a dedicated steam

boiler, respectively. Installation costs will vary from site to site,
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but a figure of 20 percent of the equipment cost can be used for

estimating purposes,

Larger distillation capacities are available through either the
use of multiple smaller units or the installation of a single larger
unit. The largest single unit that appears practical for on-base
recycling operations at the military bases visited is judged to be 100
gallons per hour. These units have costs in the range from $90,000 to
$120,000 associated with their purchase and installation. The larger
installations are more sensitive to specific site conditions but have
the same general support requirements as do the smaller

50-gallon-per-hour units.

The capital cost of on-basec distillation equipment 1is small, and
simple llnear amortization over the expected lifetime can be used to
calculate this element of facility costs, It 1s difficult to
accurately predict the useful 1life of this equipment 1in terms of
either vears or material throughput because expected use will be
rather 1irregular. However, 1n base visits and discussions with
facility operating personnel, several units were identified that have
been 1in operation more than 10 years., The general consensus among
equipment manufacturers is that these wunits should be capable of
operating over a 20-year period 1if properly cared for and maintained.
While this lifetime estimate 1is not believed to be particularly
sensitive to equipment capacity, it is felt that higher capacity units
can be expected to have longer useful lifetimes. This 1is because of

their more rugged construction and higher expected use factor.

Using this period as representative of the useful life of the
equipment, the total lifetime throughput of the unit in gallons can be
estimated. The number of gallons processed per year was selected
using typical solvent generation rates observed on the larger military

bases visited. The equipment selected for such base requirements was

a 50-gallon-per-hour vacuum distillation unit having a dedicated




boiler. The installed cost of the unit was assumed to be $60,000.
Assuming 350 barrels (19,250 gallons) of solvent could be reclaimed
using this facility in a l-year period, the amoritized capital costs

ser the expected equipment lifetime of 20 years could be estimated at
15.5 cents per gallon of recovered material. While this estimate is
sensitive to the assumptions of equipment useful life and yearly
throughput, the most pessimistic assumptions should add less than 50

percent to this value.

The operating costs for a solvent reclamation facility are made up
of three major components: labor, utilities, and maintenance
material. Labor 1is the most significant of these. During discussions
with base management and equipment manufacturers representatives,
several important facts about the equipment and the necessary
operating personnel characteristics were identified. First, modern
solvent distillation equipment is highly automated. The equipment can
be adjusted to process & specific type of solvent at the outset of a
day's operation or a batch of material. The equipment can generally
monitor its own operation and automatically maintain process control
within the desired limits. If process equipment malfunctions occur
(e.g., if a material feed pump were to fail), the control system could
shut the system down in an orderly fashion and alert operating
personnel to the situation. Thus, the full time attention of an
operator 1is not generally required for the proper operation of this

equipment.

Based on the experience of the operating reclamation facilities,
the proper operation and necessary understanding of the equipment does
not require a high level of expertise on the part of operating
personnel. We were told that average maintenance personnel could
successfully be trained in the adjustment and operation of the
equipment in a matter of a few weeks. Because the types of solvents
processed are relatively constant, setup adjustment and operation of

the equipment should become routine.




Based on the discussions conducted during base visits and contacts
with commercial reclamation facilities, a labor cost level of $12.50
per hour was selected for the operator of the distillation equipment.
While it is believed that handling the used solvent material between
the using process and the reclamation facility will not 1increase the
current handling requirements, operator time for supervision and
coordination of this effort has been included in the labor costs
estimates. It 1is also believed that routine equipment maintenance

should be included in the operational cost estimate.

Using the cost assumptions, the cost of operator labor per gallon
of reclaimed solvent material was calculated based on equipment
operating time. A throughput of 50 gallons per hour was assumed. The
labor cost per gallon can thus be calculated by dividing the
$12.50-per~hour labor rate by 50-gallons—per-hour throughput. The
resulting cost of operation is $0.25 per gallon of reclaimed solvent
material. Higher equipment throughput (i.e., 100 gallons per hour)
would not increase the operator labor requirement and would thus
reduce the labor costs on a per gallon basis if such an installation

were selected.

The balance of operating costs 1is made up of utilities and
maintenance material. Utilities include the cost of electricity and
cooling water. The energy requirement varies by solvent type and the
degree of contamination in the used material stream. Cooling water,
however, should show only minor variations from material to material.
The upper end of the reported operating range of these costs or $0.05
per gallon was selected for use ian this estimate. The <cost of
malntenance material 1s also difficult to estimate for a unit that mayv
not operate on a regular basis. However, a value of $0.0l1 per gallon
was selected as a conservative estimate of this cost based on the

experiences of equipment manufacturers and equipment operators. The

total for utilities and maintenance matertal is thus $0.06 per gallon.




Therefore, a representative estimate of overall distillation costs
can be developed as follows:

Capital amortization: 15.5¢/gal

Labor costs: 25.0

Utilities and
maintenance material: 6.0

Total operating costs: 46.5¢/gal

It is believed that this represents a conservative estimate of

costs. Actual experience can easily prove this estimate to be high.

4. Operating Practices for On-Base Solvent Reclamation Facilities

All of the solvent recycling facilities on military installations
were separated from the process or processes they serve. The used
solvent was generally collected by the facility maintenance personnel
and taken to the reclamation facility for processing. Pickup and
return of the material was accomplished in both 55-gallon drums as
well as bulk containers such as small mobile ctanks or bowsers and
small tank trucks. Many facilities indicated that plans have been
made to install bulk tanks at the processing facility to hold both the
used material prior to processing it in one continuous batch as well
as to hold the reclaimed material while it 1is awaiting reuse.
However, the use of 55-gallon drums was not believed to place any
major constraints on the current operation of the reclamation

facilities.

At all the facilities visited, there was a working relatiomship
between all the 1individuals involved with the solvent wuse and
reclamation process. This included individuals involved with
replenishing as well as removing used solvents from process units,
those involved in transporting and handling the new and used solvent

material on base, and those operating the vrecycling facility
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equipment. While at some bases there are relatively direct benefits
from effectively accomplishing the recycling function (e.g., money set
aside for personnel 1living quarter improvements), all personnel
contacted seem to share a common sense of purpose and feeling of
responsibility for supporting the recycling activity. When a problem
arises, there is a willingness and ability to identify the source and
deal with the problem effectively. We also noted that in most
instances, the base commander gives direct support to the sclvent
reclamation operations and often is the motivating force in their
establishment. Without this type of cooperation at all personnel
levels, it will be difficult to accomplish effective and efficient

reuse or recycle of used solvent materials.

The ability of a base tc reclaim used solvent through on-base user
controlled facilities gives that base a large measure of independence
from sources of supply for new solvent materials. We were told of

several instances in which the recycling facility kept the maintenance

facility in operation when normal solvent supply sources were not able

to supply needed solvent materials to the base. This then becomes a
major motivating factor and a frequently quoted justification for the

initidtion and maintenance of solvent reclamation facilities at a base.

B. OFF-BASE RECYCLING

An alternative to on-base solvent reclamation facilities 1is the
use of off-base contractor reclamation services. Requirements for
using such services with a number of organizations was discussed. The
study team worked with the National Association of Solvent Recyclers,
a trade organization representing solvent recyclers, to develop
information on off-base recycling. Information was also obtained from
military facilities now using or contemplating use of off-base

recycling facilities.

Solvent recycling services have been available for many years.

They have been commonly applied to dry cleaning solvents and
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industrial solvents used in coating manufacturing and application,
printing, food processing, cosmetics, and equipment manufacturing.
Frequently, recycling is offered by a supplier of new solvents as an
added service to its customers. Most solvents processed in recycling
i facilities are returned to the customer source after processing, but
used solvents are also bought outright for reprocessing and sale.
Solvent recyclers are selective, however, in the purchase of used
materials and are not interested in poorly segregated materials or

materials having low solvent contents.,

1. Industry Makeup and Structure

The recycling industry is composed of a number of independent

businesses. They range in size from small operators with only a few

employees serving local metropolitan industrial areas and processing a
few thousands of gallons of solvent material a month to larger
multiple-office businesses operating in a geographical area covering
several states and processing several hundred thousand gallons of used
solvents per month. The National Association of Solvent Recyclers
represents a number of these organizations. The current membership of
this association 1is listed in Table 10, The location of the
membership is shown on Figure 4 along with the location of 29 of the
larger military installations. While the organization represents a
! little over half the companies offering solvent reclamation services
on a routine basis, it is believed that the membership companies
| represent over 70 percent of the processing capacity in the recycling
industry. Contact was established with this organization early in the
study, and much information on the industry was obtained from
discussions with the association officials and members, It is
believed that the association membership represents a valid

crogss—gsection of the total solvent recycling industry.

i . The majority of the organizations in the association offer both
' reclamation of a customer's used solvent with return of the reclaimed

£ solvent to the originator and outright purchase of the used solvent
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Figure 4. National Association of Solvent Recyclers
and Large Military Instailations

with the expectation of selling the reclaimed solvent to other
customers. The issue of used solvent segregation is very important to
both recycling and outright purchase of wused materials. While
operators expressed interest in the outright purchase of used
solvents, they stated that poorly segregated solvent material is of
little interest because the risks and costs of processing these

materials generally outweigh the potential profit from their

processing and resale.




Many hazardous waste disposal contractors are  accepting
DOD-generated used solvents for destructive disposal; some of these
used solvents that are adequately segregated are then actually being
sold by the disposal contractors to the solvent recycling industry.
In this situation, DOD pays for solvent disposal on a disposal
contract, and the disposal contractor sells selected solvents to
recyclers for an additional profit. The recycler, by buying from the
disposal contractor, avoids the necessity of accepting unsegregated or
unrecoverable materials because the determination of the suitability
of used materials is generally the responsibility of the disposal
contractor., Several of the recycling organizations coutacted believe
that purchases from the disposal contractor are more desirable than
attempting to purchase the used solvents directly from the government
because the military does not reliably identify used materials. Other
recyclers contacted simply were aot aware of the availability of the

used solvents from military installations,

While a simple approximation of the probable contaminants in used
solvents 1is sufficient when the solvents are not mixed or highly
contaminated, the information about used solvents originating 1in
government facilities has a poor reputation for accuracy and
reliability. Thus, there is a general lack of interest on the part of
the recyciing operator in buying used material directly from the

government generator.

When a recycler accepts material for processing and return to the
customer, the customer 1is held responsible for determining the
suitability of the used material for recycle. While the recycler will
provide the necessary tests of the used material, the customer will be
required to pay for these tests. The costs of such testing will then
be included in the overall charge for reclamation services. The
results of the test will also provide a basis for determining the
overall solvent reclamation costs. Recyclers indicate that their

requirement for such costly testing could be greatly reduced as their

confidence in the customer's identification of the used material and




potential contaminants in the material increases. The requirement for
additional testing of used solvent material from regular commercial
customers is minimal after a good working relationship has been

developed.

Recyclers will generally accept material for reclamation in either
55-gallon barrels or from a bulk storage tank at a generator
facility. They will transport the material to their facility, process
it, and return it to the customer in either 55-gallon barrels or in
bulk form if the customer desires. Reclaimed materials will undergo
routine quality control checks, but additional checks can be conducted
at customer request to ensure the desired quality of returned
product. Materials normally can be handled to ensure that the
customer receives, in return, the reprocessed material originally

supplied.

Recyclers contacted generally are willing to supply reclamation
services on a long-term contract basis or a one-time basis for each
individual lot of used solvent material. The latter arrangement
generally 1involves slightly higher cost for similar solvent
processing. There also exist contractual arrangements covering
several types of solvents. In general, the independent solvent
recycling facility 1is able to offer a high degree of flexibility to
suit the requirements of the used solvent generator. Recyclers should
be able to tailor their services to the requirements of the military

installation served.

2. Off-Base Recycling Technology

The technology used in most commercial recycling operations 1is
similar in nature to the equipment used for on-base solvent
recycling. Facilities generally employ some form of distillation or
evaporation equipment to separate volatile solvents from unwanted
contaminants. While larger facilities frequently wuse thin film

evaporation equipment to process used solvent material at a higher
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rate, some form of atmospheric  vacuum, or steam injection

distillation, is still the most commonly used technology in these

facilities.

The equipment 1is usually operated in a continuous manner with
multiple holding tanks to allow segregation of materials and customer
batches. The throughput of plant equipment is generally greater than
200 gallons per hour and will exceed 1000 gallons per hour in some
larger operations. Although the equipment 1is highly automated,
continuous operator surveillance 1s normally provided in most large
volume recycling operations. Recycling facilities typically include
laboratury testing facilities where analysis of the used and reclaimed
materials can quickly be accomplished. Test equipment for rough
quantitative analysis as well as precise quantitative analysis 1is
normally available. Satisfactory operation of all technology
identified in routine operation at solvent recycling facilities has

been proven through extensive operating experience in the industry.

3. Economics of Off-Base Recvcling

Ihe cost of providing off-base solvent reclamation service to a
customer has several components, 1including transportation of the
material to and from the off-base recycling facility, necessary
testing of both the used and reclaimed material, processing of the
used material, and disposal of the residual contaminants removed from
the material. The recycler will typically negotiate a price with a
potential customer considering all of these components. The cost of
each component will vary depending on the situation and the

characteristics of the material to be recycled.

Most recyclers operate their own trucks to collect and deliver
solvents. A few recyclers use the services of contract trucking
companies for pick up and delivery. The method of determining
transportation costs varies from operator to operator. Several of the

operators determine transportation costs on a truck-mile basis no
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matter what the load size. This method 1s more common to operators
restricting their pickups to a small geographical area. A current
typical rate for this type of service is $1.00 per mile round trip,
but the costs can range from $0.50 to $3.00 per mile when large

trailers or tank trucks are used.

A customer wusually holds the used solvents wuntil a sizable
quantity has been accumulated. Large trucks can carry up to 80 drums
(4400 gallons) of material while tank trucks can carry 3000 gallons

(55 barrels) or more in a typical load.

Some of the recycling operators and most of the contract trucking
operators providing service for solvent pickup and delivery charge for

these transportation services on a weight and distance basis. A

typical cost for service on this basis ranges from $0.10 to $0.30 a

ton mile depending on the type of equipment used and the nature of the

load.

Several of the recyclers contacted had regular pickup routes
covering a geographic area. These operators do not typically break
out the transportation costs from the overall costs of the recycling
service. They are generally geared to serving smaller volume

customers on a regular and frequent basis in a restricted area.

An ancillary cost associated with transportation 1s any necessary
repacking or transfer of the used material at the time of pickup from
the customer, Several 1instances were identified in which wused
solvents from military facilities were offered for transport in
55-gallon drums that were in very poor physical condition. Many of
the drums were leaking or under substantial pressure as indicated by
bulging ends. Some drums were badly rusted or dented to the extent
that additional leaks appeared imminent. A conscientious transporter
cannot accept drums in this condition for over-the-road transport.

The alternatives available to deal with this situation involve either




transfer of the material to barrels 1in suitable condition for

transport or placing the damaged barrels in salvage containers or
"overpacks." Both of these alternatives add costs to nmaterial
recycling or detract from the potential value as a reclaimable
material in a direct sale situation. Also, if suitable barrels are
not provided with the used material, the reprocessor will be required
to use eilther reconditioned or new barrels to contain the reclaimed
material when it is redelivered to the customer, adding additional

cost to the recycling service.

[f usage and generation rates are high enough, bulk storage tanks
for specific used and reclaimed materials can reduce the problems
associated with barrels. Typical recyclers have tank trucks equipped
with pumps to properly transfer the material from on-base storage
tanks. Minimal costs are associated with this activity when it 1is
performed in coanection with recycling services. These tank trucks
may also be used to collect properly segregated solvent from generator
facilities 1f the material is stored in 55-gallon drums. Collection
in the tank truck may be used in the case of damaged drums to avoid
the necessity for repackaging 1in 55-gallon drums or placing the
damaze? barrels in overpacks. Similarly, the solvent reprocessor can
deliver the reprocessed material to the user facility in a tank truck
to be placed in bulk storage tanks at the user facility. These bulk
storage tanks for recycled materials can be filled either by gravity
drain from the tank trucks or by operating the pumps on the tank truck

to fi1ll elevated tanks.

In order to accept the used solvent for shipment and processing,
the recycler must have sufficient and reliable information concerning
the makeup of the material. Without this information, the recycler is
at substantial risk in legally transporting the material and safely
and economically processing it for rec lamation. Sufficient
information on composition can generally be provided based on the
generator's knowledge of the initial solvent used in the process, the

general history of process operation, the typical characteristics of
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contaminants expected, and the knowledge that used materials have not
been commingled after removal from service in the process. With this
information, the recycler can provide an accurate quote of cost per
gallon of reclaimed solvent., If this information is not available
from the generator or if the recycler has reason to doubt the accuracy
of the information provided, testing of the used material may be

required,

Testing cost can range from $5.00 per sample for a simple
qualitative test to confirm user supplied data to as much as $25.00 or
more to determine the constituents of a complex mixture. For example,
a check for PCB content may be necessary if this material is suspected
in a group of drums of used solvent to be accepted for shipment and
processing. If such mixing has occurred, potential for practical
reclamation of this solvent is minimal, and the waste generator will

probably have to pay disposal costs.

The demand for the <costly testing rnow being conducted in
connection with used solvent disposition could be greatly reduced it
military facilities could improve their reputation in the area of
dependable solvent segregation and proper and dependable labeling of
the containerized materials. Recyclers do not generally encounter

these problems in their dealings with private industry.

Testing for quality control of the reclaimed material can be
accomplished to the level desired by the customer. Because the
material is typically processed in large batches and later transferred
to drums for delivery to the customer, only one test of the total
batch will usually be necessary to confirm product acceptability.
Product testing conducted on a spot check or exception basis is also

found to be satisfactory by most commercial recycling customers.
The negotiated price for the actual solvent processing will depend

on the types of solvents being processed, the degree of contamination,

the nature of the contaminants, and the specifications placed on the
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reclaimed solvent material by the customer. Solvents with high
boiling points require more energy to process. Stoddard solvent is an
example of a high boiling solvent at 308° to 316°F. Similarly,
additional <cooling 1s needed to <condense the material during
distillation. The type of solvent also determines the risks 1nvolved
in processing the material. Highly flammable materials mavy have
{ slightly higher processing costs than nonflammable materials, althousi

this was not found to be a major cost factor.

The type and level of contaminants are a significant factur in the
determination of reclamation costs., If sludge contaminants are a
factor 1in solvent handling f{e.g., large amounts of sluage make
handling difficult), processing costs will be higher. If contaminants
have boiling points near that of the solvent matevial of interest,
multiple passes of the reclaimed material through the distillaticn
process may be necessary to achieve the desired product purity. Lf
the contaminant is a major portion of the used solvent (i.e., greater
than 30 percent), more total material will require processing to vield
a like amount of reclaimed snlvent. Thus, the cost of solvent
recla:med on a per gallon basis will be 1ncreased. Higher levels of
corntaminants will also mean larger amounts of residual materials that
will require disposal after processing. This will influence the
processing price, especially 1f the contaminants present special
problems for disposal (e.g., sludges containing soluble heavy
metals). Waste paint strippers and carbon removers as well as paint
thinning solvents might contain such materials in the distillation

residuals.

Although recyc led solvents are generally acceptable as
functionally equivalent replacements for most solvent  process
applications, it cannot be said that they are equal to virgin solvents
in all regpects. Most contaminants in reclaimed solvents of concern
can be effectively removed in the distillation process, but trace
quantities of certain contaminants may remain after reclamation

processing has been completed. The acceptable levels of such
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contaminants may be established in specifications prior to the
material processing. The levels of most contaminants remaining in the
processed material can be reduced by multiple passes of the material
through the distillation process. If this is deemed necessary, it

will increase recycling costs.

Some solvent materials contain additives to enhance the chemical
stability of the principal solvent. For example, new 1,1,l-tri-
chloroethane solvent contains an add.cive, typically a polyacrylamide,
to inhibit the formation of acid when the solvent is heated in vapor
degreasing equipment. A major portion of this additive remains in the
used solvent and will be passed over to the reclaimed solvent in the
distillation process. The additive level will, however, be below that
found in the new material. The additive level normally achieved in
the reclaimed solvent is usually acceptable when the recycled material
is used in conjunction with virgin solvent makeup in a process unit,
If it is desired by the customer, the higher additive level can be
reestablished by addition of stablizing material during the
reclamation process. This will increase the cost of the reclaimed
material by $0.10 to $0.25 per gallon. Specifications placed on the
reclaimed material can thus ensure that a product acceptable to the

user results from the reclamation operations.
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VII. ECONOMIC ANALYSIS 0. A "NATIVE DISPOSAL APPROACHES

Upon identifying the alternative disposal ‘technologies and
observing several successful recycling and reuse operations at the
bases visited, the potential economic benefits that could accrue from
the application of these disposal technologies were analyzed. The
cost estimate methodology danc projections are basec on anformation
gathered from ovo-site 1nstallation visits ana discussiorns wita DPDS
persunnel anu representatives from the solvent recveling anc dispusa:
industrv, The cost estimate m-ihodolcgy 1s Jescrited, follcwed vy tie

reswnits of the analvs:-.

A, DESCKRIPTICN «F METH  In Loy

. Lhdracteristic ¥roil.es

Observations made during ou-site base wvisits produced two
characteristic base size proll.-s-—large base and small base. These
representative installations :mploy all or some of the five solvent
processes and four disposal technologles observed. Note that
protiiing 1installations iato two size categories 1s for the cost
¢stimate analysis only. In reality, the size range for military
installations in DOD is quite wide. This characteristic, along with

mission type, geographic location, and other factors, makes each

installation different in its use and disposal of solvents,

The large base category is typically a large volume solvent user.
Representative annual used solvent volumes generated at a large base
are 1l,l,l-trichloroethane (400 drums), PD-640 (500 drums), paint
strippers and carbon remover (500 drums), paint thinners (400 drums),
and Freon (75 drums). Examples of large base types include air
logistics centers, shipyards, air rework facilities, and large Army

depots. All five solvent process use categories are generally used at
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these bases. Twenty-nine installations were selected to represent

this large base profile.

The small base category 1is a small volume solvent user.
Representative annual used solvent volumes are PD-680 (150 drums) and
paint thinners (50 drums). Tactical air wings and small or
specialized maintenance facilities are some examples of a small base.
The cleaning bath and paint thinning process use categories were
assumed to be in use at a small base. There were 124 installations

selected to represent this small base profile.

2. Base Cost Projections

The «cost projection system for the representative bases 1s
developed from data collected during military and commercial facility
visits and through discussions with DPDS personnel and industrial
organizations providing solvent recycling, disposal services, or
both. Cost projections were calculated for the four waste solvent
disposal alternatives (Table 6) and the five solvent process use
categories (Table 4) and are based on 1982 dollars. The base savings
were determined from the difference between the destructive disposal
cost (highest) and each of the other three disposal alternatives.
This difference represents the potential cost avoidance for a base
when it elects to either sell, recycle off-base, or recycle on-base

its used solvents rather than destructively dispose of them.

The base savings calculated for each option were used to rank the
various options. The primary basis used in the ranking was the
maximum economic benefit derived from exercising that option as
compared to the cost of the destructive disposal option. In addition,
the .environmental acceptability and operational feasibility of each
alternative were considered. For example, recycling of used material
is more desirable from an environmental standpoint than destructive

disposal; however, due to the current operational configuration at an
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installation, recycling may not be feasible. In these cases, the sale

option may be a more desirable alternative to destructive disposal,

The savings were determined from the cost avoidance of buying new
material and the cost avoidance of the DPDS disposal cost. The
savings to the installation were developed for each solvent. For
large bases, the total base savings for each of the five solvent
categories were multiplied by 29. For small bases, the total savings

for the two solvent categories was multiplied by 124,

B. COST SAVINGS ANALYSIS

The cost projection analysis produced annuzl savings estimates for
representative large and small base cases by solvent process use
categories and disposal alternatives. From this projection, DOD-wid.
annual savings estimates were estimated. For illustrative purposes,
the application of the cost projection methodology for a vapor

degreasing solvent at a single large base is described.

The specific vapor degreasing solvent used in the anlaysis was
1,1,1,~trichloroethane. Table 1l presents the annual savings for a
large base in disposing of used 1,1,l-trichloroethane. A derivation
of the cost estimates and the supporting assumptions used in the

calculations are presented in Appendix F.

The destructive disposal alternative 1s used as the reference case
to compare with the other three alternatives. The total DOD cost
represents the cost to the installation to purchase new, recycled, or
makeup material ($93,500) plus the cost (or credit in the sale option)
to DPDS to dispose of the used material. The DOD savings or cost
avoidance is determined from the DOD cost for the disposal option
minus the DOD cost for each of the other three alternatives. For
example, the DOD savings when the on-base recycle alternative is

employed is $110,250 ($133,500 minus $23,250) per large base. The

7-3

e e e =




B o

Table 1l1. Annual Savings for Representative Large Base

(for disposal of 1,1,l-trichloroethane)

G

Disposal Storage Base DPDS DOD DOD Savings (§)
Alternative Time (days) Cost ($) Cost (§) Cost ($) (cost avoidance)

Disposal 10 to 410 93,500 40,000 133,500 0
(new)
Sale 10 to 90 93,500 22,000 71,500 62,000
(new) (credit)
Recycle 5 to 10 37,000 0 37,000 96,500
Off-Base (recycle,
plus
makeup) ]
Recycle 2t05 19,250 4,000 23,250 110,250
On-Base* (recycle
makeup, and
amoritized
still costs) ﬂ

Assumptions: 400 bbl/yr
Storage costs not included
Solvent use process evaporation not included
10% nonsolvent in waste stream
$75,000 capital cost for on-base recycling facility

* The annual DOD savings of $110,250 exceeds the $75,000 capital cost
for recycling facility and illustrates the less than l-yr payback
period. (See discussion in Section 3, page 6-6.)




—

estimates include the additional cost for makeup material for the
recycle options but do not include storage costs or process

evaporation costs.

The savings estimates for the disposal alternatives clearly show
the potential economic advantages of implementing recycling and
reuse., In order of highest overall savings to a base, the ranking 1is
(1) recycle on-base, (2) recycle off-base, (3) sale, and (&)
disposal. Lack of segregation forces the maximum total cost to DOD
for the disposal case., The base has to buy new solvent for makeup and
the DPDS has to pay the highest price for disposal of the unsegregated
used solvent. This destruction disposal reference case represents the

worst alternative to DOD in terms of economics.

The total DOD-wide annual savings for all solvents and disposal
options for the 29 large and 124 small bases 1is displayed in
Figure 5. Each bar represents the potential cost savings resulting
from the purchase avoidance of new material (bottom section) and the
potential cost savings resulting from the cost avoidance for disposal
of used solvent (top section). Note that the small bases are analyzed
for cleaning bath and paint-thinning solvents only, while the large
bases are analyzed for all five solvent categories. For wvapor
degreasing, the total DOD~wide annual savings are estimated at $3.2
million as shown in Figure 5. For the 29 selected large bases,
expenditures of $2.2 million could be avoided in new material
purchase, and $1.0 million could be avoided in DPDS annual disposal
cost. The paint strippers and carbon remover <category 1is a
manufacturer take-back example, and the cost savings represent only
the cost avoidance for disposal. Total annual savings for large
solvent users are estimated to be $7.7 million, while potential annual
savings for small solvent users are estimated to be $2.6 million a
year. Implementation of selected recycle options at all bases in the
two groups of military installations could achieve an estimated total

DOD-wide dollar savings of up to $10.3 million annually.
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Large Solvent Users: $ 7.7 million

Small Solvent Users: 2.6 million Cost Avoidance
40 r $10.3 million of Disposal
Cost Avoidance of
% New Material
£ Used Solvents Must Be Segregated
:_;é_. 30 Large Bases
L/
% ,// Small Bases
g
.; 2 0 p—
)
0 ¥
7
/
Vapor Cleaning Paint Stripping Paint Metal Prep
Degreasing Baths Carbon Removing Thinners Precision
{mfg. take-back) Cleaning
Da4vVs

Figure 5. Estimated DOD-Wide Annual Savings

A summary of the potential annual cost savings for large and small
bases is shown in Table 12. The order of highest to lowest DOD-wide
potential annual savings for large bases is vapor degreasing ($3.2
million), cleaning bath ($1.4 million), paint thinners ($1.4 million),
paint stripper and carbon remover ($1.2 million), and metal
preparation and precision cleaning ($0.5 million). Solvents for paint
stripping and carbon removal applications use a manufacturer take-back

arrangement, while the other four solvent categories use the recycle

[yt

on-base option. It should be noted that the analysis considered Freon

under the metal preparation and precision cleaning category, because
it is used at 15 bases for avionics and electronic cleaning
operations. For small bases, the cleaning bath solvent application i
could provide about $1.9 million annual savings and $0.7 million |

] annual savings for paint thinners for a total savings of $2.6

million. Both solvent types are processed by on-base recycling.

o
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The cost estimates demonstrate that there are significant economic
savings to be realized DOD-wide in the implementation of recycling and
reuse of waste solvents by military installations. There are also
additional unquantified savings to be realized from the prevention of

improper release of hazardous used solvents into the environment.

Successful implementation of recycling and reuse alternatives at
an installation does require some fundamental concepts to be employed
in each facility's operations. Segregation of used solvents to the
maximum practical extent 1s required, and it is essential that even
used solvents of similar types also should be segregated. For
example, PD-680, Type I, has a low flash point and should not be mixed
with PD-680, Type Il. Proper containerization of used solvents must
be practiced to facilitate material handling of used solvents from the
process areas to staging sites. Proper segregation and
containerization will greatly improve any disposal option. These two
requirements must involve the active participation of the base
command, industrial process division management, shop personnel, and
the DPDO. At bases now successfully recycling waste solveants, a
willingness to cooperate and participate exists among base personnel
and with the DPDO. (See Appendix G for examples of successful solvent

practices.)

Bases considering on-base distillation and reclamation will find
that state-of-the-art equipment 1is highly automated and readily
available. The capital cost of solvent reclamation equipment for
on-base recycling is relatively modest (e.g., in the large solvent use
category, stills typically cost less than $75,000, and for small
bases, still costs are under $50,000). Based on the majority of
solvent use profiles observed at installations and the potential cost
savings resulting f{rom recycling and reuse, the pay-back of the
initial capital investment in most cases can be achieved in less than

1 year (see Table 11).
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VII1. CONCLUSIONS

The evaluation of used solvent disposal concepts at DOD bases
developed information on the current used solvent management practices
at DOD and commercial facilities and analyzed the alternatives and the
potential for improvement of these practices. While current DOD
practice appears aimed at or at least results in destructive disposal
of most used solvents, several economically attractive and
environmentally sound alternatives have been identified as feasible

for most DOD installations.

After completing the 16 assigned base visits and conducting
discussions with personnel at a number of additional wmilitary bases,
the study team has concluded that there are wide variations in the
approach, practices, and attitudes for handling and disposition of
used solvent materials. Attitudes ranged from total dependence on
destructive disposal for all solvents to an 1intense coordinated
base-wide effort to recycle as much as possible. While improvements
are possible for packaging, storage, and handling, other factors such
as material segregation and proper identification are necessary keys
to improving the existing situation. After improvements in these
areas are made, a group of economically attractive and environmentally
sound alternatives to destructive disposal of used solvents become
available to DOD bases. Many of the problems of packaging, storage,
and handling will be minimized or resolved as a result of resolution
of the key issues, material segregation, and proper identification.
This assessment is supported by the experiences of the few military
bases now successfully managing their used solvents through effective

recycle and reuse practices.

Current DOD practices for the disposition of used solvents are
dominated by the use of destructive disposal. While this approach can

achieve an environmentally acceptable disposition of these materials,

it is contrary to stated DOD policies related to the conservation and




reuse of resources. Major costs for continuing with this disposal
option are incurred on a recurring basis. Costs for destructive
disposal are extremely difficult to forecast because of highly
variable disposal industry pricing policies and the difficulty in
determining the nature of the waste prior to the negotiation of a
disposal (service) contract. It 1is reasonable, however, to expect
current disposal costs to rise based on the evolving RCRA regulations

pertaining to hazardous wastes.

Several alternatives to destructive disposal of used solvents on
DOD bases exist that are both technically viable, operationally
feasible, and economically attractive for immediate implementation.
This conclusion is based upon the reported experiences of DOD bases
successfully exercising these alternatives and the observed and
reported practices of private industry. The alternatives to
destructive disposal represent significant cost-saving improvements to
current practice. The economics and the spirit of current DOD
regulations favor the options of on—-base or off-base recycling for the
disposition and reuse of used solvents at DOD bases. The study shows
that minimal capital outlay is required to implement one or more of
these alternatives. The payback period for tlie projected outlay is
relatively short, generally less than 1 vear, with an expected

facility operating life of greater than 15 years.

Investigations of the characteristics of reclaimed solvents
indicate that both on-base and off-base solvent recycling operations
are capable of providing reclaimed solveats suitable for reuse in the
majority of processes and applications found at DOD installations.
Specific exceptions include special processes requiring high purity
solvent which can best be supplied with new high purity wmaterial.
Reclaimed solvents from these processes can be reused in less critical
applications. If on-base recycling 1s selected, operation of the

recycling facility requires few personnel with minimal skill levels.

Operation of these facilities on a smaller base can generally be




handled on a part-time basis by a single individual. The necessary
hardware for the larger bases with high solvent usage can be procured
and installed for less than $100,000. Process waste from reclamation
activities must still be handled by destructive disposal, but the
costs will be significantly less (approximately 90 percent less) than
the current cost incurred 1in disposal of the total used soivent
stream. The potential for environmental impact 1s reduced as the
total volume requiring destructive disposal has been reduced to less

than 10 percent of the original waste stream.

Although the options {or reuse or recycle of used sclvents are
both technically and economically wviable, they depend heavily on
achlieving improvements in the handling and segregation of wused
solvents 1n the work place and in the necessary storage facilities.
Segregaticn requires the participation and cooperation of trained
operating personnel and the support of facility management and base
command personnel., It was noted that good material segregation and
overall base personnel cooperation are two essential areas requiring

improvement at many of the facilities visited.

Tue information obtained relating to the experience of the bases
engaged 1in used solvent recycle or reuse demonstrates the direct
economic benefit to be realized. The economic analysis described 1in
this report projects an estimation of this economic benefit. While it
1s not possible to directly estimate the cost 1impact cto DOD from
improper releases of used solvents in the environment, some indication
of these costs can be inferred from recent DOD experiences. It 1is

expected that the frequency and the impacts of such releases can and

will be reduced through reuse and recycle of used solvent materials.
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APPENDIX A

KEY PERSONNEL CONTACTED AT DOD INSTALLATIONS

Installation

Contact

Seneca Army Depot
(Romulus, NY)

Tooele Army Depot
(Tooele, UT)

Corpus Christi Army Depot
(Corpus Christi, TX)

Kelly Air Force Base
(San Antonio, TX)

Hill Air Force Base
(0gden, UT)

Robins Air Force Base
{(Warner-Robins, GA)

MacDill Air Force Base
(Tampa, FL)

Tyndall Air Force Base
(Panama City, FL)

Thomas Battaglia, Environmental
Engineer

David Woodworth, Environmental
Engineer

Jim Kinsinger, DPDO Chief

Jim Demetropolis, Maintenance
Division

Lt. Bill Bradshaw, Maintenance
Division

Wen Kao, Environmental
Coordinator

Mario Lopez, Chief,
Environmental Engineering

Hector Deleon, Maintenance

John Hallden, Environmental
Engineer

Robert Martin, Special Assistant
to Deputy Base Commander for
Hazardous Waste Matters

Ruth Iron Necklace, DPDO Chief

Keith Davis, Environmental
Engineer

Hal Gorringe and Clyde Gowers,
Physical-Chemicezl Lab,
Maintenance Division

Dave Andrews, DPDO

O.H. Carstarphen, Maintenance
Division

Charles Gibbs, Physical-Chemical
Lab, Maintenance Division

Brandon Blonshine, Environmental
Conrdinator
Sam Shiver, DPDO Chief

Bernie Lindenberg and

Capt. Doug Downey,
Environmental Services Jenter




Installation

Contact

Tyndall Air Force Base
(Panama City, FL) (continued)

Davis-Monthan Air Force Base
(Tucson, AZ) '

Bergstrom Air Force Base
(Austin, TX)

McClellan Air Force Base
(Sacramento, CA)

Jacksonville Naval Air Station
(Jacksonville, FL)

Navy, Norfolk Complex
(Norfolk, VA)

El Toro Marine Corps Air Station
(Tustin, CA)

Maj. Steve Termatt and

Capt. Glenn Tapio, Environics

Auturo McDonald, Environmental
Coordinator

Col. Rowif Nymo, Deputy Base
Commander

Curtis Lueck, Base Envirommental
Engineer

H.K. Poole, Environmental
Coordinator

Don Gutschall, DPDO Chief

Col. Mary Turner, Deputy Base
Commander

James Wueste, Environmental
Coordinator

Capt. Parric Nassaux, Bioenviron-
mental Engineer

Dale Schulze, Paul Brunner, and

Kirk Schmultz; Environmental
Planning

Rick Meisman, Bill Whitfield,

Phyllis Woodring, and

John Cucarro; Maintenance
Division

James Hand and Dean Eagsten,
DPDO

Bill Roche, Environmental
Coordinator

Stan Garrison, Mark Dolan,

and Jim Dixson; NARF

R.D. Rogers, DPDO Chief

Stephen Olson, LANTDIV
Harold W. Miller, PWC
Mike Shane, NARF
Robert Kennedy, DPDO

Lt. David Kirkman, Jeff Simko,
and Harry Metcalf; Environmental
Planning
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Installation

Contact

Defense Logistics Agency
(Columbus, OH)

Defense Logistics Agency,
Tracy and Rough and Ready Island
(Tracy, CA)

DPDR ~ Ogden Office

Lt. J. Coleman, EV Officer,
DPDS Region

Dan Lindsay, EV Coordinator, DCSC

Lt. Col. De Sapri, Commander of
DPDS Region, Columbus

Jim Walton, DPDO Chief

Thomas Charlton, Chief of Sales,
DPDS Region

Crate Spears, EV and Sales

Jack Haines and Wes Harris,
Environmental Engineering
Dick Wessels, DPDO/Stockton

Robert Paquette, John Ryan, and

Tom Migdalski; Envirommental
Protection

Dan Fisher, Sales

Ernie Bertagnolli, Contracts
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APPENDIX B
SPENT SOLVENTS OBSERVED AT FACILITIES

This appendix presents a tabular summary of the information
developed through site visits to the 16 military facilities listed im
the table. This information includes the volumes identified of waste

solvents generated in each of five process use categories that
currently require some type of disposal action. A second table
presents a brief summary of the facilities at each installation for
the storage of used solvents and a summary of the base associated

Defense Property Disposal Office (DPDO) experience in carrying out the

disposal function.




Observed Generation Rated for Major Used Solvents

(55~gallon drums per year)
Vapor Cleaning Paint Strippers Paint Metal
Base Degreasers Baths Carbon Removers Thinners Prep
Seneca *
Army :
Depot 15 140 15 10 None
Kelly 60-120 .
’ AFB 700% 152 Bal to IWTP§ 100 62
] Tooele : 1
Army
Depot 75-115 | 1,600* : | None
Hill
AFB 545 455 1200 60* 10
Robins
; AFB 700 | To IWTP§ 100 70
i
) MacDill
| AFB None 10* 6 15 None
: Tyndall
} AFB None 50 8 12-60 None
Jackson~
) ville
] NAS 460 60 872 780 113
! ' Davis- {
A Monthan
' AFB k] 190 14 20 None
3 3 Bergstrom
: AFB None 170 39 34 None
' Corpus ;
'i : Christi
S | . Army
L ! Depot 275 750 q q ]
*Zstimated by study team }
" §Industrial Waste Treatment Plant 1

/// INot Available
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Observed Generation Rated for Major Used Solvents (continued)
(55-gallon drums per year)

Vapor
Base Degreasers

Cleaning
Baths

Paint Strippers
Carbon Removers

Paint
Thinners

Metal
Prep

McClellan
AFB 150

El Toro
MCAS None

Tracy

and

Rough

and Ready
Island

DLA b

Norfolk
NARF/
PwC 100

90

120

540

None

None

None

44

620

620

None

400

75

None

None

*Estimated by study team

$Industrial Waste Treatment Plant

INot Available
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Observed Handling and Disposal Practices

Base

Transport and Storage

Sales Disposal

Seneca Army Depot

Kelly AFB

Tooele Army Depot

Hill AFB

Robins AFB

MacDill AFB

Tyndall AFB

Shops to storage in
drums by fork lift.
Base has conforming
storage facility.

Shops to temporary storage
in drums by truck 1000-
to 10,000-gal bulk tank

for perchloroethylene,

No conforming drum storage

on base; DPDO remote.

Shops to storage in
drums by forklift
and truck. Base has
conforming storage
facility.

Shops to temporary
storage in drums and
bulk tank truck for
Stoddard and 1,1,1.
Some bulk storage for
Stoddard.

Transport in drums by
truck, looking at 500-
gal transport cart

for 1,1,1. DPDO hLas
conforming storage.

Transported in drums
by forklift and truck,
Small conforming
storage facility now
stored in DPDO lot.

Transported in drums
to Eglin DPDO. Base
contract for hauling;
no information on
Eglin DPDO facilities.

DPDS not involved; base has
contract for disposal of

all materials. Pickup
approximately every 3 months
or as required.

Some solvent disposed of
directly by base. 1200

drums in DPDO backlog with
approx. 800 waiting for turn-
in. Some sales expected, but
most of backlog expected to
go on disposal service
contract.

Some sales have been made
and some service contracts
have been let. Sale of 1,1,1
and methylene chloride may
go to term contract.

Very little of material has
sold to date. Disposal con-
tract let for 178 drums

at approximately $160/drum.

2077 drums of hazardous waste
to DPDO in last 20 mouths

for sale/disposal. Only
hydraulic and oil consis-
tently salable.

Last sale sold 20 drums at

$8/drum. Some new material,
some PD-680., Oil with PD-680

included sells for 40¢/gal.

No information on Eglin DPDO
experience.
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Observed Handling and Disposal Practices (continued)

Transport and Storage

Sales/Disposal

1 Jacksonville NAS

Davis-Monthan AFB

Bergstrom AFB

"4 Corpus Christi

Army Depot

McClellan AFB

Carried by drum and
dumpster to central
27,000-gal tank.
On-base tank considered
conforming storage.
Remote DPDO has
location problem for
conforming storage.

Segregation at shops
into drums for truck
transport to DPDO.
Base has conforming
storage facility.

Eighty percent of
PD-680 to oil/water
separator in drain
system; balance plus
some other solvents

to large holding tank.

No conforming storage
at DPDO branch.

Segregation of tri-~
chlor and PD-680 at
shops using drums and
bowsers. Collection
by onsite recyclers.

Shops temporarily
store used solvents;
drummed solvents to
DPDO; DPDO has con-
forming storage

fac i lity .

Pumped from tank for dis-
posal on term contract.
DPDO not now involved
except for waste oil and
PCBs. Last disposal

contract cost was
$1.30/gal.

Sale by DPDO.

Base pays contractor to
skim 0il and solvents,
transport to POL tank
(for sale at approx.
34¢/gal), and dispose
of remainder.

Procedure for acceptance
by Kelly DPDO under
discussion.

Small amount of material
(still bottoms) to Naval
Air Station for disposal.
Disposal by service
contract through Naval Air
Station.

DPDO responsible for
sales/disposal; emergency
service contract issued
(October 1982); disposed
of 2000 drum backlog.

Base considering recycling
contract,




Observed Handling and Disposal Practices (continued)

Base

Transport and Storage

Sales/Disposal

El Toro MCAS

; Tracy and Rough
and Ready Island
DLA

Norfolk NARF/PWC

Used solvents mixed
with waste oils and
and lubricants; base
to build hazardous
waste collection

facilities. No

conforming storage
at DPDO.

Used and excess
solvents stored at
Tracy's Storage
Facility; new facil-
ity being built,
Rough and Ready
Island materials
stored at DPDO.

Used solvents handled
in 55-gal drums.
Material collected in
nonconforming holding
yard at NARF and
removed from there by
disposal contractor.
PWC has conforming
storage.

El Toro used some waste
solvent as boiler fuel.
DPDO sells excess. Some
burned for crash-crew
exercises.

Awaiting recurring disposal
contract.

PWC now has service
contract for disposal of

all hazardous wastes. Very
little used solvent material
has been sold.
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APPENDIX C

STATUS OF STATE PRIMACY FOR RCRA REGULATIONS

E (as of March 28, 1983)
)
L
‘ :
i State Approval Phage*
;
- Alabama 1 |
: Alaska none i
‘ Arizona 1
7 Arkansas 1, 2A, 2B
California 1, 2A i
Colorado none Y
Connecticut 1
Delaware 1
District of Columbia none
Florida 1
Georgia 1, 2a, 2B
Hawaii none
Idaho none
) Illinois 1
' Indiana 1, 2A, 2B
' Iowa 1
: Kansas 1
Kentucky 1, 2a, 2B
Louisiana 1
Maine 1
Maryland 1
i Massachusetts 1
- Michigan none ;
f{ f Minnesota none ‘
'y Mississippi 1, 2A, 2B
¢ i Missouri none
ef | Montana 1
' Nebraska 1
. Nevada none
R New Hampshire 1
7 New Jersey 1
. New Mexico none )
. New York none
;! North Carolina 1, 2A, 2B
"} North Dakota 1 !
: Ohio none
"L Oklahoma 1, 2A, 2B
F Oregon 1
! Pennsylvania 1
' Rhode Island 1
3y |
c-1
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STATUS OF STATE PRIMACY FOR RCRA REGULATIONS (continued)
(as of March 28, 1983)

State Approval Phase¥*
. South Carolina - 1, 2A, 2B
;- South Dakota none
’ Tennessee 1
i Texas 1, 2A, 2B
Utah 1
, Vermont 1
- Virginia 1
i Washington none
West Virginia none
: Wisconsin 1
E Wyoming none

* Phase 1 allows states to administer a hazardous waste program in
lieu of and corresponding to that portion of the federal program
that covers identification and listing of hazardous waste (40 CFR
Part 261), generators (40 CRF 262), and transporters (40 CRF Part
263) of hazardous wastes, and establishes preliminary (interim
status) standards for hazardous waste treatment, storage and
disposal facilities,

Phase 2 allows states to administer a permit program for hazardous
waste treatment, storage, & disposal facilities in lieu of and
corresponding to the federal hazardous waste permit program (40 CFR
Parts 122, 124, and 264).




APPENDIX D

LARGE AND SMALL MILITARY BASES CONSIDERED IN
ECONOMIC ANALYSIS

et LA AP b e A R i

Large Bases State
;f Anniston Army Depot Alabama
; Elmendorf Air Force Base Alaska
. Alameda Naval Air Station California
i Long Beach Naval Shipyard California
i North Island Naval Air Station California
£ Mare Island Naval Shipyard California
H Marine Corps Logistics Base California
¢ McClellan Air Force Base California
: Port Hueneme Navy Complex California
¥ San Diego Navy Complex California
g Naval Submarine Base, New London Connecticut
él Jacksonville Naval Air Statiom Florida
E { Pensacola Naval Air Station Florida
i
; Robins Air Force Base Georgia
Hickam Air Force Station Hawaii
Pearl Harbor Navy Complex Hawaii

Portsmouth Naval Shipyard New Hampshire

Cherry Point Marine Corps Air Station North Carolina
Tinker Air Force Base Oklahoma
Philadelphia Naval Shipyard Pennsylvania

Charleston Navy Complex South Carolina

Corpus Christi Naval Air Station Texas

Kelly Air Force Base Texas

Hill Air Force Base Utah

Tooele Army Depot Utah

Norfolk Naval Air Station Virginia ;
Norfolk Navy Complex Virginia

Naval Submarine Base Washington

Washington

Puget Sound Naval Shipyard




LARGE AND SMALL MILITARY BASES CONSIDERED IN

ECONOMIC ANALYSIS (continued)

Small Bases State
Redstone Arsenal Alabama
Adak Naval Station Alaska
Fort Richardson Alaska
Fort Wainwright Alaska
Shemya Air Force Base Alaska
Davis Mouthan Air Force Base Arizona
Luke Air Force Base Arizona
Williams Air Force Base Arizona
Yuma Marine Corps Air Station Arizona
Little Rock Air Force Base Arkansas
Camp Pendleton Marine Corps Base California
Castle Air Force Base California
China Lake Naval Weapons Center California
El Centro Naval Air Facility California
El Toro Marine Corps Air Station California
Fort Ord California
George Air Force Base California
Hunters Point Naval Shipyard California
LeMoore Naval Air Station California
March Air Force Base California
Mather Air Force Base California
Miramar Naval Air Station California
Moffett Field Naval Air Station California
Naval Amphibious Base California
Norton Air Force Base California
Sacramento Army Depot California
Sierra Army Depot California
Travis Air Force Base California
Twentynine Palms Marine Corps Base California
Fort Carson Colorado
Dover Air Force Base Delaware
Cecil Field Naval Air Station Florida
Eglin Air Force Base Florida
Homestead Air Force Base Florida
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LARGE AND SMALL MILITARY BASES CONSIDERED IN
ECONOMIC ANALYSIS (continued)

Small Bases State
MacDill Air Force Base Florida
Orlando Naval Training Center Florida
Tyndall Air Force Base Florida
Whiting Field Naval Air Statiom Florida
Dobbins Air Force Base Georgia
Fort Benning Georgia
Fort Stewart Georgia
Moody Air Force Base Georgia
Barbers Point Naval Air Station Hawaii
Kaneohe Bay Marine Corps Air Station Hawaii
Schofield Barracks Military Reserve Hawaii
Wheeler Air Force Base Hawaii
Mountain Home Air Force Base Idaho
Scott Air Force Base Idaho
Grissom Air Force Base Indiana
Fort Riley Kansas
McConnell Air Force Base Kansas
Fort Campbell Kentucky
Barksdale Air Force Base Louisiana
England Air Force Base Louisiana
Fort Polk Louisiana
New Orleans Naval Support Activity Louisiana
Loring Air Force Base Maine
Aberdeen Proving Ground Maryland
Andrews Air Force Base Maryland
Pax River Naval Air Test Center Maryland
K.1. Sawyer Air Force Base Michigan
Wurtsmith Air Force Base Michigan
Columbus Air Force Base Mississippi
Gulfport Naval Construction Bn Center Mississippi




LARGE AND SMALL MILITARY BASES CONSIDERED IN
ECONOMIC ANALYSIS (continued)

Small Bases State
Keesler Air Force Base Mississippi
Meridian Naval Air Station Mississippi
Fort Leonard Wood Missouri
Richards-Gebaur Air Force Base Missouri
Whiteman Air Force Base Missouri
3 Malmstrom Air Force Base Montana
Offutt Air Force Base Nebraska
Fallon Naval Air Station Nevada
Nellis Air Force Base Nevada
Pease Air Force Base New Hampshire
Fort Dix New Jersey
Fort Monmouth New Jersey
McGuire Air Force Base New Jersey
Cannon Air Force Base New Mexico
Holloman Air Force Base New Mexico
‘ Kirtland Air Force Base New Mexico
E White Sands Missile Range New Mexico
Brooklyn Naval Support Activity New York
Plattsburgh Air Force Base New York
4 Seneca Army Depot New York ]
: Griffiss Air Force Base New York
: Camp LeJeune Marine Corps Base North Carolina
| Fort Bragg North Carolina
i Pope Air Force Base North Carolina
- Seymour Johnson Air Force Base North Carolina
Grand Forks Air Force Base North Dakota
! Minot Air Force Base North Dakota
Rickenbacker Air Force Base Ohio
’p Wright-Patterson Air Force Base Ohio
1
X Altus Air Force Base Oklahoma
Fort Sill Oklahoma
i / D-4




-er el

~ont D+ ¥ g o . il naos e " - -

LARGE AND SMALL MILITARY BASES CONSIDERED IN
ECONOMIC ANALYSIS (comtinued)

Small Bases State
Letterkenny Army Depot Pennsylvania
New Cumberland Army Depot Pennsylvania
Tobyhanna Army Depot Pennsylvania
Beaufort Marine Corps Air Station South Carolina
Charleston Air Force Base South Carolina
Myrtle Beach Air Force Base South Carolina
Parris Island Marine Corps Recruit Depot South Carolina
Shaw Air Force Base ) South Carolina
Ellsworth Air Force Base South Dakota
Bergstrom Air Force Base Texas
Carswell Air Force Base Texas
Chase Field Naval Air Station Texas
Dyess Air Force Base Texas
Fort Hood Texas
Kingsville Naval Air Station Texas
Laughlin Air Force Base Texas
Randolph Air Force Base Texas
Red River Army Depot Texas
Reese Air Force Base Texas
Sheppard Air Force Base Texas
Fort Belvoir Virginia
Fort Eustis Virginia
Langley Air Force Base Virginia
Little Creek Naval Amphibious Base Virginia
Oceana Naval Air Station Virginia
Fort Lewis Washington
McChord Air Force Base Washington
Whidbey Island Naval Air Station Washington
Francis E. Warren Air Force Base Wyoming

D=5




APPENDIX E

HAZARD INFORMATION ON COMMON SOLVENTS

Information on the most common solvents used by the militay
services is attached in tabular form., The tables provide pertinent
health and safety hazards information and some physical and chemical
properties. The tables have been reproduced directly from the

Chemical Hazard Response Information System (CHRIS) report.*

* CHRIS - Hazardous Chemical Data, Department of Transportation, U.S.
Toast Cuard (GPO 050-012-00147-2), October 1978.

A gm L e e R | WV i

Py




v e e A

1
3
3
4
s — oy St Cotortens Swert. plomma oder G PeshRelat “ot flammstie uader 81 Aquetis Youiohy:
conde 10t Ik ely 10 be encoumered Not pertinem
i e wnter. Irvitting veper & predased 6.2 Fiammebie Limie in Air: .2 Not H
[P o 4.3 Slolagienl Oaypen Damand (BODY: 0
0.3  Pue Sxtinguishing Agente: Not pertinem s
S-:‘ "P—N:’ " Not pertingnt P |
A coninct with e snd vapor i
Inolote sad emore —ee 64 Pe Rxinguishing Agents Mot ts be Use: None :
Neotsly local hesith and ton control agencem. Not pertinent H
;
65 Opusial
Dnsucistion products penerated K
a fire may de 1rrnaling of Loak o
Nei flammmable ARE WHEN HEATED Betavier in Firet  Not peviinemt
Wear gugpies ind vl cuniarned beuachung sppersivs. initon Temparatere: {1047 9. SELECTED MANUFACTURERS 1
Cool e1posed contamen with water Wostringl Hasard Mot pertinent g
1 Ancon Chewcat Corp
Fire Burning Retex “ot pertinen: Wostleke, La 70609
9 3 DewChemxal Co -
Mdiand. Mixch 43640
‘ 3 EmyiCorp
CALL FOR MEDIC AL AID Indunnial Cb.unuh Dwivron
451 Florwda St
varoR 7. CHEMICAL REACTIVY Baion Roupe. Ls 7080}
Urrating tv rye. sem and throst AL v L
U sbaind. sl coner apmewn and duswam. 71 Resstivity wlth Weter: \o reaction
Move (0 feesh mir 12
H bresthing has stopyped. pve artiNCwl respareton
H dresching u afficutl give oxvgen No reaction
uQuiD 73 Subiity Dwing Tranepert: Siadic
Uritatang te siiin and syes 74  Noutrailzing Agents tor Asids end !
Hormis| f roaliowed. :
EXposure | o’ D iemated ciothmg and thans Conmtion: No pertinem r
Flush affec ted seews wth plenis ol water Putymariastion: H
TE 1N EYES hoid o cledn apen and Mush with plents of weter 7 ot pertinent 14
1F SWALLOWED and vtim @ L ONSCHOUS Rave victim domd water 76  nhibiter of Polymertantion:
- e " ’ ol 10, SHIPPING INFORMATION :
Nt pertinent |
101 Grades or Purlly: Actuwl grade i
terh af grade ;
10.2 Gterege Tompershurs ,’
DOraty not avarlable ']
k] 103 AR Ameaphore: lnonies !
Effect of low conssatyetion o8 squetc iife & snknown. 106 :
Water Moy b dongrrowm ¥ « enion waior sk 04 Venling Data not svarieble
' Notits ko at Me2ith 6 puiliine contel of e als
Pollution Notfs upereinn ol srerd: weler intsAe
1 RESPOWSE 10 DISCHARGE 2 ABELS 11. MAZARD ASSESSMENT CODE 13. PHYSICAL ARD CHMEMICAL PROPERTIES
Bin Rinpuris MITUE “erGumes. CQ Ans-0 S Hamre Amemamen -onebuss CO 8- 3 131 Phyelan) Siete ot 19°C ond 1 st
Drsoerse and Nusn N1y Nasard ladet reuwnred by A-P-X Ligwrd
Cude uf Federal Regulations 132 Watosuler Welght: nd v\
133 Daliing Pets ot 1 ot
108%¢ « )% @ 310K
12. HAZARD CLASSIFICATIONS 134 Frossing Peint:
~142°F = =96 (= 170 A
K 4 12 1 Code of Fodoral Roguistions:
3. CHEMICAL DESIGNATIONS & OBSERVASLE CMARACTERISTICS ORM-A 135 Coitinsl Tomparsawre:
o 2as .
. 31 Oymewyen: €1 Piyatast Slote (50 SNPPSSK Liausd 122 MAS Nasrd Rating for Bulk Weter AT e NS TR
Merhs iene chiorde 42 Celar Colorims Trunaporeation: 138 Critinsl Proamwre:
. ) " [ARCLN
Merhviene duhiorde 3 @ s Preasant aromatn like Catogory Ronng Ny am -‘n "
R 12 Coamt Quard chtotulyrm seect ethereal Fue N 13.7  Spustle Gravity: | 121 & L timurdi
) Halograsied ¥ydrocarson Heakh 12.8  Ligueid Surtone Tonelon: . xiiincm
: 33 Chomtensl forwmda ( HL !, Yapor frenam 2 139  Liguid-Water neertontal Tonsian:
. 34 MPCO/United Retions lhwherinet Liqusd or Solsd Irruant 1 ot perlingm
i Sasignetier: < 07144} Povom 2 1310 Vaper (Gas) Spaeific Oravily: ®
4 Water Pollvison 1311 Rotie of Spesilis Hents of Yaper (Ges):
S Human Toswuy | 11w
‘ Aquaix Tancny N
S NEALTH WAZMOS Aesthern Effot : 1312 |.n--‘u.»-':‘¢r7 e N .
a2 - - ®
1 Pureunal Pretestve BauIPTRENt (Jrgann vaPUr Canisier mask o6ty Pleses ot e Resctiony 142 Mo cale ’
i choumag Ovher Chemucals 1 N ene Al
; | 32 Oymptoms Pellowing Brpaawre 1NH S 1 ATHIN snevhain clloi. souves sad Gruntennens Water . [] 13 14 Nast of DeesmPeatlion: \.x axrincm
CONTACT WITHSRINAND EYES hin wedaion eedeton ul eve ool Mone Self-Reaciion [] 13,15 Moot of BONNER: N puriincnt
- 53 Yrosumerd o Rupesarer INHAL ATION cemuve irom cipumerc {pec ors gen of aouded 123  NPPA Mosard Clumifiostions: 13 16 Wast of Poiy o
i INGENTION no vpmcifn smaure C ONTACT WITHSRIN AND EYEY remuve cuntsmimaed Compery Otosatingtion ;
‘ JkaMap ok e o e o sl Meshh H g 1 Bhve) 2
L S ¢ Tonuity by Wusiaion (Threuhotd LENE Vetus): ‘00 ppwn Flammabetny (Rog) \
88 Shers-Tow nAsmilon Lndx 1) ppo (o 68 man Remcrivay | Yallew! [} .
S8 Tomaly by Mgueliore Grode 1. 1090 S1v 4 grig ;
H $7 Late Vemlelly: “one € atwiaed an pupe- * ot s &
9 88 Vaper (Gap) WvREAt CRMrOIIONNiE ¥ emwrs covee . gk thet gov -l '
, L Nogh ORCERLT atsen~ unplonem  The effat » temporary m
30 U or Dol Iviient Charenteriating  Mimmem Racard 11 \prited oo ciuthng snd sltwwed tv

TeMman May Cawee vnerting ond raddemng of 1he vb i }
. $ 10 Gcur Tagshels 20* 107 ppm B

L
1

'l o
i

W

’ E-2 Copy available to DTIC does not
: pemmit fully legible reproduction

COUN e v



e e L —— — A
Samunms Syumve € FIRE NAZARDS S WATER POLLUTION
Sy o Wasmy Sauid Coleotamy Podt o8 ot 61 Mok Pelnt 100°F i IC C 81 Aguette Temsany:
: '-'a‘:u 62 Mummmsbie Lintis in Aly: %0 ppm /24 Nt /Divegill /T Lo /irenh water
% -t B4 Peon on snie o s 82 Watwtowt Toalasty: Duis wot svarlabic
4 4.3 Fuu Gntinguishing Agemex Foum [*] Ouypan Demand (80D):
i @y chamcai. of Carben dhoasle 3% Sdaye
g b et Ak e €4 Fuo Rutinguishing Agenis Mot to b Uvedt | 84 Foed Chain
4 Avand contars wwh liqued Waict may b saefllactive Noae
= inoinee snd mece discharged mutensl
? Nonfy kecel beeith snd polivten contrel agencms. 65 Oposinl ot
L Not periinem:
A 64 Botwvier in Fre N pertinem
'g Combysnble 67 ignitton Tempershwre: 444°F
sm:anml---.-bu 68 Eoswiest Magard "o pertinens
neffect on fwy
Counl expund contamens with woser 69 Suwming Rute: ¢ mmmm 9. SELECTED MANUFACTURERS
Fire U Allami Ruchfictd Co
74T Fafih Ave
New Yoru NV 10022
2 Shetl OnCo
| Shett Plaza
CALL FOR MEDICAL AID Houson Tes 77001
) SweOu(o
m-u-ﬂm 7 CHEMICAL REACTMVITY 240 R udaor Rd
¥ swttewed - 71 Messtviey with Weter: No reaction S Dyvwh. Pa 19087
PR ST e A et P o " -
oy with of weter.
nn&mo—-.«:':conrlous tarve vactom drind waser ‘s Mo resciion .
Sabilly During Tramepert: Siabi
‘ DO NOT INDUCE VOMITING 76 & o :
XposSure Coustian: Mot pertinent
75 Polymermstion: o perinem )
e "::‘"__"":‘""""‘ 10. SHIPPING INFORMATION 4 :
pon 101 Grates or Purlly: ;
Ligin dydrocarben duwilate 1007 i 3
10.2 Simrage Temparsture: Ambeent Y
10.3  Inert Admoaphere: Mo renurrement
R
5 aqubin e m hegh concenarstion 104 Vesling: Opes (Namc arrevtes)
Water m.ﬂh
Moy by dungovous of it entors weter intabas.
t Nonfy lotat hnith snd wiidishe officshs.
m 'o" Neoufy sguvnton of senrby wetts oubes
1. RESPONSE 10 OISCHARGE 1 LABELS 11. MAZARD ASSESSMENT CODE 13. PHYSICAL AND CHEMICAL PROPERTIES
S0 AENSO MeTess NEEPess C§ b4y 1905 HANPS ATnmanan farstess CO 648.3) 131 Piuystosl S0000 ot 16°C andl 1 S Ligund
Mechanu ! com givment No Nazard label required by A-T-U 132 Meloouler Wolght: “vo: rerinem
Shawict e el Cade of Federai Regulation 133 Ooling Pobnt o 1 ot W2 00
{ C Meme sl and B ] ITEMEm ® 200-200°C = 473.451%
; 134 Pome:
12 NAZARD CLASSIFICATIONS SOk e mdret e e
‘ Cotto of Pagiorat Roguistions: 135 Comtanl Tomparatwrs: o periinem
! 3. CNEMICAL DESIGNATIONS & OBSERVADLE CHAMACTERISTICS Comtustible Liguid 136 Comtons Prossure: o perivace:
Symanyme: o | Fuelod Nerunng 41 Phwysins Siate (a8 shippad): Liqvd 122 NAS Nenard Rating fer Bulk Water 137 Spesilie Gravily: 0w ai 1 5°C (Ingurdy
iommating ool Range ol 42 Celon ( sleriew 1 Iigh Brown Teonaporiation 136 Liguid Surtaee Tempion: 1) X diac um
e Commgury fanng «002106011 N mar 2°C
43 0w (huraternix. libe fuet od
Casnt Suard Compatibtity Classifiostion: Fire H 135 Liquid-Water intarinsie! Tonpion:
Missliatotus hydrosrtes mmures Heanh AT 49dvnes o @ DAY S I N o NP
. 33 Chowdesl Pormute ( H,,., Vapor dremam . AERT !.N.ﬂ-bmm
1 34 0/ Uniied Notions Sumertest Lvawed or Soind Ieritam ! o prriiiem
T :.,,.... 1303 Porom ! 1311 Ratie of Gpantfis Hosts of Vaper (Gas): i
E Warer Poburion Nox pertinens i
' Heman Toaxns [} 1312 _o ‘l-d - |
Aquaix Torers i n ML JEINCE IR T P V3 H
3. NEMTH HAZes Amtharx tifect 3 1313 Nest of Combustion: — IV 40 iy 1h ¢
31 Poyens Protestive SQUEPMLAR Prewative ploves. gugpie o foge ioeld [ Yowp— o =10 MR cabrg @ ~40) A X0 ) Ay .
$2 Gymptoms Pelowing SNPOEENE * spar counes Rl HTNSOR of Oy ey 06 Ane Ligwedl wrn e Oviver Chemecahs (-] 13.14 Hent of DesemPpenilion: vt reriinem !
‘ . AOMch. +f 15000 e WP Covnin cunging. Grifew, ol ropully Seveiagig Puimiunsn Weter 9 13.15 Voot of BoNAIIR: ™t pet e '
oma Se¥l-Reucron 0 !
4 13 18 Moot of Pulymorialion: “u frrinem
. 33 Trowument o Suposurmr ASPIRATION entorce bog rem. admmmeset oaypen, coll & Suctor 12.3 NPPA Heawe Closssliontitnn
INGESTION go NOT mdue vonmmg. colt 2 Soctar EYES woh outh plewty of s ater Sategery Olamativation
. SRIN wige off snd wosh wuh P 208 Bt ™ (e °
Voutaity by tahaintion (TRreshetd Luult Valsp 300 pyn m"“'_‘ :.,., :
' Shart-Torm ebutaten LA 2000 ag/ o’ for 6 min. Resniwny ( Yeton s °
i Toutuity by tngusliuss Grude ! LDw Y10 139,88 “ .
. L000 TOmttly: Duis sor avedlable ————— p
‘ Vaper (Sun) Vet GREUEIISENNR ¥ spors couss o it wmeriing of the ey or reapIraiOny
. wiem of prewes w Ingh The offeny n ] woTes
' i 0 Uniter - ™ Nacard 1 spwiod on churiung and sttowed 1o
. 16Mern Moy Couvt orimg ond raddenmg of 1he b
E 3 5 10 Oaw Tiwashath | ppm
[l
13
1
——
. AEVISED 1978
.2 g~-3 Copy available to DTIC does not
g peemit fully legible reproduction




MAL METHYL ALCOHOL

Commen Syommyan
[ wouey fiqued Coboclam Atcabel eder 6. FIRE HAZAROS §. WATER POLLITION
'-‘-!t‘i 61 PashPoink 34°FC.C.0°FOC. 6.1 Aquetis Youleitn
ey $3 Mammebie Luais tn Al 6.0% —1.9% 250 gy 11 b /gwidfih {dedfrach waser
Pyreayie s Flosts and mmaey wath wuier. Masmmebie. irvitsting vaper & podued. 83 PeoEstnguishing Agemtar Alcohol feem, 0.2 Watartouwt Yomiolit Dais ast svsdable
dry chemcal. or carbon deonsde 8.3 Gsisgisst Orypen Domend (S00):
Y T RY Y
Stop disMarge u powibk Krep propie swoy 6.4 Fre Rutinguishing Agents ot 0 he Uset Muoiiznbe
Shut off igrwtion solrces and . 3l fire depariment Water may be efTective.
Stas upwind 3nd us waler \pras 10 “knuck down” vaper 4.4 Food Chain Consentralion Patontiok
Avord coniac | wth liquad and +apor 6.5 Spaviel
Lsodate aod cemone dusharged matensl Not partsaent Nowe
Noufv hnal heatsh 3nd contral
oafv lual th and pullutiun coniral agencws . - Comt may s )
6.7 ignition Tomperatwres $67°F -
FLAMMASLE 6.0 Wovirisel Hamard: Cisss | Group O
Vepor may euplode o ygied i s enclassd ses. . '
Flashback aloag vagor i may oorwr . Bwning Rete mm/ma
Evuinguih with dev hemial akohul fusm, or carbon deonsde. 9. SELECTED MANUFACTURERS
Water mar e neflevnre on L
Fire Caot apemed contamers with water ! ."‘.é“ O o
4 Gesmar, Ls N4
! 2 Colsnme Corp
i Ceolonme Chemicsi Co Dwasson
LAt FOR MEDIC AL AID 245 Pars Ave
varom Mew York N ¥ 10017
g Imiscmg to eyes. now sad Dreat 7. CHEMICAL REACTWITY 3. E 1 GuPom de Nemours & Co  Inc
or less of consowmn. 7.1 Meastiviey with Weter: No resciion Industrial and Brochemical Dept.
>4 Manse 16 1 aut 2 - Winagion, De! 19098
If breaihng has stopped give artifical magvreBon. R
; If breathing o difficult gve orygen No reaction
LQuID 7.3  Siebiity During Transpart: Stable
ISONOUS IF SWALLOWED
Exposuro Imitating (o ckux and cyen. . T4 Noviraliutng Agenta for Auids ane
Remove « d clothing snd shor Comtion: Not pertinemt
Flush affevied aress with plenty of waier 78 Net
i INEYES hold eyeds vpen and nuaol,;n plenty of ~:m re P e
IF SWALLOWED sad vsrtim u CONSCIOUS have victum dnink water ot
ot Ik and hove 211 indure vomits AVING CON 10, SINPPING INFORMATION
IF SWALLOWE D and victim o LNCONSCIOUS OR HAVING CON- 0.1 Py LA
VULSIONS do nathung escepl Keep victum warm 0. w; CP.Crude. ACS
i 102 Sorags Tomporshgra: Ambwont
10.3 e AMRSaphere No requirement
f Dengereus 10 squatic ke 1 high concrwiriions. 104 Venting Opwn (flame srresiert of
Water May e dengrrows of 1t emiovy weter tniakem. Prassure-vacoum
! Nonts tucal health snd widife officials
| Pollution ] “eui: »semian uf nearty waier intskm.

1. RESPONSE TO DISCHMARGE 1w
1 Anagares Mg Munabesn. C6 404
. issus warning  hogh Nammabeiny 11. HAZARD ASSESSMENT CODE 13. PUYSICAL AND CNEMICAL PRDPERTIES
i Restrict sccems e it AGNSWSR Manghon OF 4053 13,1 Physinat 0000 &t 16°C ond 1 o Lequrd
Evecnate sres . ' 200
Orsparse and flush A-PO-RS 132 Welouwier Welght 12
e 4 13.3 Saliing Peint a2 1 stex
1 168 1°F = 88 5°C = 337 7°K
. 134  Pvosaing Peink
) 1 1 CHEMICAL OESIGRATIONS 4 OBSERVABLE CMARACTEMMSTICS ° 12 HAZMAD CLASSIFICATIONS ~1680°F » ~97 §°C = 173 4°%
37 Symewymm Coloms! sps  Wood alcobol 41 Pryeios) Sinte (ou chippad Liqud 1 Cote ot Pusersl Ruguistenn 135 Cetingt
: Columbran spws Wood naphihs | 4o cosger Coloriess e Flammeble hqud WA°F © 200°C = 31)°K
Mahanot Woed sprra 136 Gritan! Prossure:
43 Oder: Fom alcohel. kke thyl skcohel, 12.2  NAS Nenard Reting for Bulk Weter
’ 17 Cosnt Guard Competiviiny Clssaiastions vy voss, v scrarn puopem 2 venparten 11420 pus 777 stm @ 707 MM/
‘2 Aleshol : Comeery Retng 137 Sposiis Qravii 0 792 a1 20°C (heuit
b il 33 Chemioni Formmdm CHOH Fire s 138 Liquid Surtone Tonalem: Mo partinen
E 34 MICO/Uniing Netieon Sumariast . 139 Ligulg-Weter imtoriastal Tansions
o Oemignation: 3 2/11% ""““_l , Nex partimens
Liquid or Sohd Irrstam + 13 10 Yaper (Ges) Speaiits Groviipt ) |
Pousn ? 1311 Rutie of Gposiis Hoats of Vaper (Gask
S NEALTH ADMDS Waver Pollution 125
s Approved sk far tegh vager conmemtratesms: Homen Toaucuy ! 1312 Lasemt Hest of Vapertantion: 4730 B/
! ‘ wwiny geggie, robber poves “"""m"‘“' - ' . M2Bcai/g= 110X 1D INAg
E . : 52 tap ¢ veper coveen oy oy Aahorn 12.13 Wost of Combuntions -241% Biu /B
i } ache, fotigue ond Hogh can produss emirel sarveus sywem Renstovay . . —aNat/ge -1 I®INng
degresion and opise nerve demage. 30,000 ppm w il probesly couse danth 0 110 2 bes. Con :‘:'.c_'-" ’ ° 13.94 10000 of DOSOMPEUition: Nei pariwem
. | e sbeorbed theough shwn  Swallowrng may cause douth or ops damage. SeR . ] - M 13.15 Nost of Sotution: (ot ) =9 Bu/N
4 33 Treotmont tor Eapeowr® Remove »sctwn from angusers snd spply orsshiosl rapirsnen o 103 wea o =Scal/g e =03 % 10 INg
hrantheng hes consed INGESTION induce vomang, |hes prve 1 ioaspaums of inking sols § Hosard 1318 100t ot Polymortiolion: et porsem
e gloss of water. coll @ ghysnren SKIN OR EYES fush onh veser for 13 e Catagary Clomifuation
| $4 Toutofy by intaiolinn (Threnhold Lini Valuoh 200 ppon Monith Hocard (Riun) ]
4 Pagvmadeiny tRad) 3
S5 ShenTerve Mhsistion Limites 200 my/m? for 00 . . p oy M
56 Tostslly by Ingestiunc Grade 1. § te 19 g/hg irat)
: 37 LeteTesttiy Noms 1€ msaat e g 3 o6
x $8 Vopor (S00) brRant Chirestortefil Vopors couse 5 shght wnarting of the Sye & respureIery
s spsiem of prevemt s Nugh concunirsirons The effast & mpevery. [
g 59 Uguid o Solid bvitant Ch Nasord I spiiing on clating snd altvned
H 18 10Mewm. May Covee wnariing snd reddomag of the sk
$ 10 Over Thusehol 100 ppm

ar



T ) R AN R

e ar ———————————r

METHYL ETHYL KETONE

"
|

Liguid Celoshem Swust efer

Plasts and mine ot wetw. Fammubls. ivitating vaper & grodussd.

Stop dra harge if punnble Keep roay

Brut il igutnon soun ov s0d coll e departmend

Sia) upwind and uw walet \pray tu “hnech JOwn " vager
Avowd o onim | wiih iquad 30d vopoe

(wilair sod emmase diu Nargrd motenal

Nonis 1in ol Mt and pollutien | natrel ageactes.

[ R}
.2
.3

[ X}

(1]

24
(1]

S FIRE HAZARDS
Mash Poing 20°F CC . 2°FOC
Pommobie Limiin tn Al 1 9% i1 5%
Mre Gainguiching AQEntE: Aloho
foam. dry chamacal. of Corben doruls

Pire Ustinguishing Agents Mot tn be Usest:
Water ma) be melTacuve
ol
Nt pertinest
Behovinr in Plrer ot portinem
ignition Yempuratere: 941°F

ey -per [

ol mey
Vn—mn.adw---———.
Fanmgunh miih des < hemical sk ohoi fusm or cortan diessde

Waiws may br wmeffevine on fire
Cowl erpused contmmen mih water

o Waserd (lass | Growp D

.2
3

& WATER POLLUTION

Aquetia Yeulslty:
000 mg 1 45 e luegdl 11 m/lresh wate:

Wotortowt Tostalty. (l1ata pur avariahly

Slotogieni Ompgen 00K
AT Sdars

Fond Chuin Consontration Petoniiel;
None

Darvng Rmte: ¢ - mm/mia

i

9. SELECTED MANUFACTURERS
Celamese Corp
Celanere ChemicatC o Devivon
243 Pk Ave
New Yok NOY 0007

Esion Chemua Co
Hausion Tes * 001

CALL FOR MEDIC oL AID 3 Shett Chemecsl Co
VAPOR ! CHEMICAL REACTIWITY Induvriat Chemicals Divisson
T T e e g Ao, & 71 Neswteity win Weter: o resciion Hovsion Ter 27004
®fficall restiing. or lom of conpalommng. T2 N -
Mone 11 (reh e ~ o rencuinn
1 Bresrheng has o d i respuniinn
" uw:-u:: ..“...‘r‘l’.".f ':uulv'- 73 Sty Ouring Tranapert: Siabie
LISUID T4 Nowirelizing Agonts tor Asids and
Exposure | o e Cowstion ot partsnen:
Remnce . antamensted i hong and e 73 Pelymeriastiom Mot prrtinent
Flash aftey LT s of L Polymortastion:
1IN L VLS, mond v el apem 1 a1 ghemi of wats T 18 SHIPPING INFORMATION
W sn;:&mlnum:n..(mulms have vctie dnad BoM 101 e - % sen
W02 Glorage Tompershaet Ambuent
103  IMert AWmeaphere: o requirement
104 Vemting: Opes iflame arresterior
POure-ralvum
Unngrvow 1o oquetic e 0 lagh conemntrstions.
Water Mov v danguros o i sniwe Seiee Wb
Nonils bn ol heatth anad watdhite officseh
Pollution | <l Lotnn Uy waier misken
1 MESPONSE TO DISCHARGE 1 wm
ey Ampurin MURGM agh OB 4ad)
favue wacmng hugh Nammabeiny 11 NAIARD ASSESSMENT COOE 13. PHYSICAL AND CNENCAL PROPERTIES
Dmporse and Mosk 80e tumire Anatumtar hangRess O -3 131 Physioal Gtete ot 15°C and ' SR Liquid
APQRS 132 Melasuler Weight 72 1)
133  Oolling Point ot ¥ st
175 3°F @ 19 6°C @ )328°K
134 Potm
1 CHNEMNCAL DESISRATIONS 4 SUBEIABLE CHAMCTERISTICS 12 MAZARD CLASSIFICATIONS 123 3°F © —98 )°C © 1M ¥°K
31 Opmewpmn 1 Swisnons 41 Paguisel SIe0 (00 SNIPPRE Lagued 121 Code of Peduret Reguistionn 3s Temporstwra:
. Eihy! mathy| betone 43 Oslon Colortass Flammabie hqund SO 3°F @ 202 5°C = 538 T°K
MEK 122 MAS Meuerd Reting tor Bulk Weter 136 Crithe Prasmmre
32 Coost Guard Comportitey Chaasibootions | 7 00O s comens pimmass. pragem Tronmportation 0 pris = 41 Qoum = 4 1S MN /!
x Comgary Rating 137 Gpoutic Gravlty: 0 006 & 20°C (hguid
313 Chamtssl Formuts CHCOCHCH, Fue 3 138 Liguid Durtnes Tanalon: ot prrment
14 MSCO/United Netiene Numertes! Hesnh 139 Unuie-Weter tmtertonial Tenatem
Destgnetion ) 2/11%) Vepor irrnam l o perimem
Lougend or Sod Irrnem ' 13 10 Vaper (Gan) Gpesific Gravlly: ! ¢
Pouses 1 1311 Retie of Spesifie Heste of Veper (Bask:
S, NEAMLTH NADAEDG ":'.:":;) , 1073
51 Pureonst Protestive SUvipment Orgens saiier or or pork; Piusses Joven. pogeies o Aqusesc Tousy . 1312 Lutont est of Vepertaation:
fase vinesd Assthetx &flec ' 191 Bu/lbw 1Ghcal/g e 888 X IO J/0g
52 Symptoms Auliutng SIpssurs Liqud covem 0ye Burn Yoger irTHors ore. aves. and thram. Resmirny 1313 Hostot Combuntion - 11.400 e/i
[ nowees, ond o of. Ovher Chomuais ) - ~18icai/ge - HION 1@ I
23 Trestmant G BpeEEE INNALATION remevs vwtum to frash ov. f Wvamiinag » wregsier Wow [} 1314 Henw om Neu
o hes stoppud, an reverensten ond admemeaer ssygin. EYES werd wuh gloney of vmier for SoM-Renmreen L] 13 18 Noat of Satution: (et i ~9 Bu /N
1 least 15 awn_and eolt ghysimen. 123  NPPA Neserd Classibestiony = -Seal/ge 02X 10 iNg
8.4 Toututly by Muhetetion (Vhroahets Limit Vetush 200 jom Catogery Clamifosnes | '3 Wemet o
5.5 Short.Torm iuhototion Limite: 190 my/w’ for 00 min. Maahh Hazard (Bhee) )
S8 Toululty by ingeetions Groge 2. 0.9 10 ) g/bg (rat) Flammolninty (Red) )
$.7 LotnVoslalin Nese Resmreny (Yellow) [ ]
$.8 Vepse (Gos) vitant ChrestorivBas vopurs asust ¢ slight smarting of the ey or resgaraery
sysom f provam wm Migh The offon *Communt on papts § wnt®)
$9 Linuid or Sal ivfiant Charastoriztion Minmum heaerd I sppiiad on clotivag ond sllewed ¢
remom, Mmay couee smarting aad reddenng of 1he shin [ 0]

410 Oder Theauhsth 10 ppm

e 4 e g e




e g g -3 e A - it - D v " g i o 8

MIK METHYL ISOBUTYL KETONE

Yapertastion
1 Ge/M o8 3caly e S8R W ing
RS o OONBUNINN (ov } = 10.000 Bu /0|
. =330y = =2 R W IAy
$5.94 Ment ol Desampaaliitn e purteRem
.9 Nentef Qoo (od ) ~9 Ba/

$.2 Symptams Pellowtng BEpInrar Yeper couss wrnsts of eyes and ness: high sensmresions
o REIPEme sad deprmeren. Ligued drim out sk in o0l Moy muse Sormutiiin:; Wvitaum Syes
Yot Gom wet wgure (e

8.3 Trostment tor Bapuowsst INMALATION: ramevs 1o fousb air, grve artifisinl rmgivation i nested:
ol s Gomer SKINOR EYES wash oyes thoroughty wah vetr: wash w18 wuh sater woll

bonsheane 5 6 PRE MAZARDS & WATER POLLYTYON
. ey g Cabden St gl e 61 Pash Pele 11°FCC.1°FOC. S Aquetis Tomls Dois ae svariabls
- 03 Fammests Limits bn Aln | #8—-7.9% (¥ ouloliy Data aot ovedisbie
Pioets and miame sivetly sith sotr. Pamsbis, ivitoling wpe & 63 Fre Ratinguishing Agente: Alsshel 83 Ohalagiest Ouygen Semand (BOO)
! foam. dry chemical, or sorbon dianide (theer.) | 08.0.3 duy; (ther ) 128,
PR —— . At Agean Mot 1o be Vase Sdapn
R f s :
oy o gon soarees s GOl i depariment Water may e inaffestive 5.4 Pegd Chats Cansentratins Petentink
Sisy wpwind snd uar waier WAy 10 “haimk uwn  vaper [T of Nese
.:.'..“.‘.‘..‘:;T.I.‘.’.' -'s:‘:::: :::‘uu Irrvsiing vapan are genervied when
Nubify ke al Meaith and puotiulina oalrol sgrne e hamied.
4.6 Dehovierin firm Vopan mey trewel &
w cunuder shic dintonse and igaue.
Plnhboch sloag vaper wuil 6.7 ignithen Tempurehure: 154°F
g Aparmi “«'.,"'n.‘u'»':,'.'»""m. v 00 eatiost Hamard Clom 1. Grove O L SELECTED MARFACTVRERS
— Frungued orth drv et skcohol (03m er Larbon Seuie 6.0 Ouming st Dsis ot aveslobis I Gazen Chemunel Co.
Fire Walct mas b ineites nee o fiee Hovnes, Tes. 701
—— ¢ ol crpuned Cuntanen wih wates
2. Shell Chamisnt Co.
Indouriel Chamuals Divason
Mousten. Ten VORI
i CALL TOR MEDIL AL D 3 u-c-:tCn
varoR 7. CHEMICAL REACTIWTY I Pork Ave.
rinting o nd Geent
1 b, 8 e ey o o of oomosiommen. 7.1 Messtivity oih Weler: Ne resstien New Yort, N. V. 10017
3 Mouse 1o torh o I [y
- 1 breginemg ha stopped prve arificiat e piraton
If dreathing o ditficult pve onvgm Ne resctien
uouUtD - 7.3 Swbillly During Tranapart Sisbie
Intadng 1o oy 7.4 Neutraliging Agenis for Achis angé
Exposure | "ot v sleent Coustion Nes portinem
Remuve 1o ted clothing sad shom Potymmtasiion
Fhuh afles 108 arem wiih pismty of warer ;: o Mo panmen
IS EYES Brid evelnts o d sk oAtk of 4 niibine of Polymarination
AL O o T Lo TOS o e s. wr gl 10 JUPIIE IFONMTION
o ek 1.t Gt e PelR Wed
192 OClovge TeNMPpERIe: Ambion
] “3 an Ne
;.
' WA Venting Opes (Reme ervester) or
Premre-vareun
. Eftect of low crncantnsens an squatic bl s saknown
Water Fouling o harviine
ﬁyhmll“-m
Pollution e heslih a0d widide ulficuwte
\4 y uprrainm of Aearby water inishes
L RESPONSE TO DISCHAMGE 1 u
N 500 Ao LiePats Fumfies. OB 400 11 MADMID ASSTISIENT OBt 13 MITSICAL 0 CNEINCAL PROMANIES
';'""“"*'W fammebuuy s s S St 08 408 131 Pipetnt S0 o 19°C and t o Ligwed
vacuMie Mren
Dinperse snd Nush A-P-Q-T-U 15.0 Motamter Weight 0 16
133 Solffng Pulm o Y o
i MIZFeiinlemax
{ 13.4  Frouaing Peles
| R R 12 ZISO CLISIINCATIONS -I9E = —aeC = 10PR
. CHEMICAL DESICRATIONS OBSERVADLE CHARACTERISTICS
‘ 0 121 Gefe el Pegarel Sugutstionn 135 Osflast Temperstwm
H m Hezone. I\:ﬁ-yi methyt berone. 41 Poyninal Dimte (o0 chippadi L quid Prommobie bqud S F = 108 )°C & 371 2K
* mu M :: Odnn Fch- ok, choremerisse: e o o b A7 pus = 32 Jam = ) 27 MM/
’ 32 Coost Gutrd Compatbitny Clamiisations - 3 Tranapertaviom
Kaons shory: aca-rumtunl; horene 157  Gpouiie Grovi ¢ 902 o WL tingued
. 33 Chomisel Parendu 118 Uguit Suwrtass Ponalem
1CHWC HCHALOCH, Begysniom oS8R N /mu N
4 1 14  MCO/Uned Nutians Mawertend 156  Liguid-Wete tntertanisl Tonslon
f ’,' Ousignationt } 2/1243 13.7 @ua/Aan = 3019 e 8 B.YC
: 13.90 Vaper (Gas) Spoutiie Grovii
A s porvenem
.1 S WEMTR MAZMSS 1317 Rtte of Soanily Noutn of Vapor fheeh
! 31 Pusans Protastive Sguipment  Ovgasee canister or air paob: robber gloven: goggtes o 1
i fone shinte. Y812 Latant temt ot
1

IR, Moy souns wnertmg ond reiduning of the shis.
£.90 Oder Trashet 0.47 g

i wrnstes aom. . =Samijg= <012 WIAy
) 5.4 Touwetly by Uil Valvals 190 ppm W8 Nast el Pulpmastaniine At pevvens E
" ”’ﬂ”h 100 ppm Nr @ ais.
80 Toutely by ngeatiom Grede 2, L0 8 540 5 g/hg trat)
; $7 tam Toslali Nene SCemtnat e pugm S aubde
f $5  Vaper (Gan) vREN OResieriiion  Vepurs cause ¢ sight wnertuyg of he pE or rapimtery
{ syviam o provess @ gt Meofen n [
40 U Sonsrd. I spiied oo chuthing asd sliowed v
{
B

E~-6




MNS

MINERAL SPIRITS

& FIRE NAZARSS

& WATER POLLUTION

Commun Sraswvan
" Watery buid Colash Gaselins 480 ader 6.1 Piash Poing 105-140°F C.C . degendhag 01 Aguetis Tedaly: Dsis nes avasiadie
Nt on grade 82 Watertow! Tosaitn Dus o svasiobls
€2 Pammable Limits s Al 0 3%--3 0% §3  Delogies) Onygen Comand (SOOH
Plask en waler. 0.3 Fre Sxtnguishing Agentn Feam, "N, Sdape
carbon dioswde. &y chamminnl 84 Poos Chaln Consantration Pesentiok
e Mo Agents Nt ts be U Nems
Stug e Natge 1 pronible Do a0t use straght host water uresm
Calt hee & pariment
Avond comiaes with hgqued o matenel 45 Spusial
A, 2] ove dr o L
:«l-:;:l‘.’-‘-n":alv;aup- e LuaIrol sgracire Noi pertiment
5.6 Bubavier s Fre Nei purtinast
$7 (geiion Tempershwrs 340°F
Comimstsble 08 Guwowionl Hasrd Not portiaeat
Etingumh with water drs chemucal (0am. o carbon deonde 00 Durning Ast & mm/mie 9 SELECTED MANUFACTURERS
Coul crponed coniamen whik water | Atlesec Ruchieid Co
TITFRD Ave
Fire New York N ¥ 10022
2 Philbps Petroleum
Santmvitie, Okis 14004
} ShenOwco
UALL FUR MU AL IO T CHEWICAL REACTMITY ;.sm.w-mn'u N
e tkin wd v 71 Nessvity wn Weser No rescticn
Harmtu! if ywailewed 2 e
Fmose s on It LY g e
:‘:’.‘n BUN .:::.:::':-.:.";w::-“n v;‘:: , No resction
ol Evehds o h w th nty of water
'u: ’: .\“?.:‘ .n‘ :..S‘ff“:": :‘g\ﬁ‘uxs '::t \‘uwnm -y 73 Sishilty Ouring Tromepart: Susbie
or rouelh 14 Meutrelizing Agents lur Acidn snd
M NGT VDL CE YOMITING Comthex ot pervnem
Exposure 75 Polymartastion Mo« periment
7.6 inhibitar of Potymortantion: Mo gertinem 10. SHIPPING INFORMATION
101 Gradan or Purii Various gredes
avasiable 70 100% of 1he Mmatenal are
Surved {rom poiroisum and 0 JOR ore
sromatu hydearashom LWhe beareng and
tolwene Flosh pasnts vary with ths
ARACT COMPULI BN DU 614 Wity shgve
et o i e @ enknewe et
ot " L LACYRIFSNENE o8 BRESRC -
Water r-..n-m“ 101 SMage THMPENGEE Anbes
ey W daaghTeum N 4 SRS BONN tahe
POHULION | ~ .\ < heatin sne wiigivie uifish 103 Mot AAMSIGRINE Mo requiremant
Nutits wperstn ! nesrdy wsoy wishe 104 Venting Opmn (fame ervester)
1. RESPONSE 10 ONSCHARGE 1 Lefs 11 MALMRD ASSESSMENT COOE 13 PHTSICAL ARD CNEMHCAL. PROPERTIES
A s MEPtn Hevatuas (3 MSA) an M AT MRt CO A 131 Phyninst 0nte ot H°C ond | s Ligued
Merhamcsl comsimment Ne bazard Wobel raguores by A-T-U 132 lMotosuier Welghtt Nat gurt:nen
Shauid be removed Ceode of Fetoral Ruguiotions 133 Ooling Potm ot t st 110 9Y°F
g ocat onG py1ca! (1 am mem M. J02°C = a2 47K
134 Prosuing Pl ot partnem
12 MADMD CLASSIFICATIONS 135 Crimesl TOMPEINSrE Mo portiment
121 Cate ot Petmre) Roguistionn 138 Cotilnsd Proumrsx Not perionam
CHARACTENSTICS
1 CHEWCAL DERGRATIONS 4 0osEmAmLL Combueible haued 137 Gpeatiie Gravin 0 18w 1°C tequeth
11 -Omempnm Nopinhe 4t Fpniont 0o iee hippells Ligwd 122 NAS Neasrd Rafing tar Gudh Water 196 Linuid Gurtose Tension
Peirerem sgurns 43 Celen Cotoriem TromeporuBion: o hued Dats a0t evasiable
37 Camut Guard Compatiniity Chisatiostion: | 43 Odgn Like gasabmr 123 NPPA Neawe Olessifiastivan 130 Liguid-Water intarioniat Tenales:
Mucellaneow hydrocarben muniwe Dats aet svasionie
13 Net o 1310 Vaper (Gast Spenits Grovion
34 Hasht Hazerd (Do) 0 Mot pertumem
Dwaignations § J/1300 Piasnwmobuinty (Red) 1 1331 Netie of Spesifie Heats of Vaper (Seak
Rassrony (Vellow) ° oot 11030 ¢
13 17 Lotent MNoat of Vepariantion:
Deta not svedlsble
S WEALTH NAZRRDG 13.13 Mast of Combation:
$ 1 Purconst Frotestive Sqeuipment Pisnx glovas. goggies or fase sheaid (os for grostion) Dats not sralable
$2 Symptoms Pellowing Rapoewr®: INMALATION mid wrssnen of Mogirasery tros 13 14 Mot of Dessmpuaiiion: et perinem
ASPIRATION weere lung and 1/ oping y allame. estral 13.15 Mont of Salulioer Ner povt et
servem vyvem encuemant follawed by dupvesen ING wenses of aemesh 12.18 o ~
§3  Trostment for Gapusurer INNALATION remevs vitim 1o frah sis. ASPIRATION: M
wforce but ram, grve saygen: coll o duster INGRETION: o NOT indese somnang guard
Agant apurateen wis luags £V ES worh wuh somons smoums of v SULEN: vge off
and wosk owh 1009 and weser
54 Toutelty by inhalalion (Threahet® LANR Valuoh 208 ppm
5.6 Sheot-Torm inhutation Limile 4000 - WOV ppe for 6 mun.
56 Toulelly by ngouliuin Grate 2. LDa8.910 3 ¢/0g Connaud ou page ) e8!
57 Lote Youlaly Owie set sveilslie
0.0 Vepur (@00} vSuse O Vagers ses "9 10 110 oyes ong tiront notes
5.8 Uquid or Sofld infiunt ORresiovintion  MWimmem haserd. f united on closinag sod sliowed

$.10 Gdur Theoshutlh Osis ner svedadls

16 remms. Moy asese unering ond reddemng of s sk,




- — PO

N sl ]

-

MIC

METHYL CHLORIDE

Comumtns Synasyon
Chiavometines

Liges 'wd componund g~ Colorion. Ododam or swest ader

Flasks and boils 0o watev Plammabie. vuibie vaper deud
fermed.

Avad Lumian ) e1h bquad 3nd sapur Keep propic sway
Wear guggies and weil « nnitened breathing apparstes

$top i narpe f poantie

Shat Off st sources snd coll fire drpertment

Stas upund wnd v waser 1peay 10 WAOCE down ™ vapor
lsmiate and remose dn. horgrd matenal

Nanfs laa heaith s patty i control agencum

FLAMMABLE
POISONOUS CASES ARE FRODUCED IN FIRE
Flashinct sieng rapes tradl may occur

Vapes may caplode of iguind i on enciessd wes.

—— Wrae gnggicy snd il < ontmned bresUung spperena
Flre Srep pomable
L out erprerd contmners and proiect men effecung Paroff with waswr
Lt fire e

CALL FOR MEINC AL AID

vAPOR
Nat wriating 10 ey m. sour o rest

¥ breaiting has viopped gve erificusl rspanven
H breathing & éilficull gve enygem

el d L 11
EXPOSUTS | 110" i ex 10d sresm w1tk plewry of waser

DO NOT RUD AFFECTED AREAS

Water

Mot hormivi in squane fe

6. FIRE MATARDS
61 Pash Potnt « JI°FCC
6.2 Piomemeble Limits i Alr: 8% 17.7%

4.3 Pire Rxtinguishing Agentss Dry chamscal
or carboa dioxsde. S10p flow of gat.

§.4  Pire Extinguinhing Agaots et to be Usak
Nor pertimem

63 Spesial

Tean and irrnsting goaes are guneraiod
8 fires

0.6  Bahovier in Fre Containers may eapiate
47  ‘\gnithon Tumperetwe | i 0°F

¢4 oatvtonl Hemard Nat periiaent

6.0 Buning Rstes 2 I mm/mw

& WATER POLLNTION
01 Aquatie Tomtalty:Nuec
8.2 Watertoet Tesistty: None
0.3 Gistegiosl Oxygen Desmand (900}
Nowe

84 Fosd Chain Conpaniretion Potgntist

9. SELECTED MANUFACTURERS
t Ancon Chemcal Corp
Westlake Ls Y0800
2 DowChemuceiCo
Mudlond. Muh 480a0
) EyiCerp
Iagusirinl Chemcals Drvivion

1. CREMICAL. REACTINITY
71 Reastivily oith Water: No reactien
12 iy o
Reacts wath Tinc, shalinus, maghatum,
and thew slioys; Maction i agt vivleat.

7.3  Oabilly Owrtng Tranapert Stable

74 Neurelising Agente tev Aside and
Coupllam Not pertinam

7S Pulymerisation: Net portisent

76 mhiniter of Pulpmevinptive
Net partenom

451 Florsds 4
Bnton Rowge. Lo 0801

10. SIIPPING INFORMATION
0.1 @ruges or Purlly: Techawal grade.
“AMK reftrgeramt grede
10.2  Dterags Tomparature: Amben
10.3  Inort Anuaphere: No requiremen
104 Venling: Sefety reiaf

L BESPORSE 10 DISCHARSE 1 s

i R SaPeeds Ny Cf 420-8

Jaewt wormag  gh Nommaimisy .
¢ contmase

Resiract cosems
Evesuas sren
1 CHEICAL DESMATIONS 4 ODSTIABLE CHAMMCTERISTICS
3t Opewyms Arve 41 Paysiast Sasie (o sRippad)
Chlnremaiany Loquefiad g
32 Coost Gusd Compatibing Clessifiention: 41 Geten Coloriem
Halogensaed hydrocarbon 43 OdSR Fawm. swamt. nen-wrnsting: Mt
13 Comminst ot CHL) ashor-Wke
34 WCO;

Sevignatiom ? 0/188)

$2

84

[T ]
[ 24
[ ¥ ]
..

S WEALTN mAZARSS

Porsanet Fetastive Squipmant Approved comerer mesk. BIber or vyl glovn: geggies o
fner vinetd

Rsuem. remaing,
anetondl duterbonnes, Mgh CTROEM raLEM Sl y
mustulers tramers. systems. sorveivens Comtact of hqued with shin mey coue frosthue.

Trastmant for Gapotres Removs to frash s Colf 0 domier sad have potient hosguehaed for
sierversen of vesly deveiopng vymgtems

Toatalty by tnhsioion (Thrashet? LIl Vatuoh 00 ppm

Oher-Tone inhaintion LARA 100 ppm for 5 me

'entalty by Net p

4008 Toulalis Nese

Vaper {Gun) inftam Oh Vopors sre og o the oym ond thramt.
\lguie v Gong on e opp bacsed Pr Normvises 1 the

11, MAZMID ASSESSMENT CODE
A Napre MEEae AUV OB 40050
A-8-C-D-3-FC

11 WAZMRD CLASSIFICATIONS
12,1 Codn ot PFegwel Ruogistions

Flammebis somprovsat gas
122 NAS Neaned Ruting for Sulh Water
Trerapertation
Comgory Rating
Fren L]
Health
Voper iervam L]
Liqued or Sobid irrasm L]
Pouem 2
Wein Poliuires
Humen Yoy . °
Aquatie Toascuy '
Acuhmre Eflen . [ ]
Amarvay
. Oher Chamasnis ]
Waer .. [ ]
Seif-Rasstien .. . [ ]
123 NPPA Nesard Clmaifontionn
Cangawy Clonstiostion
Neakh Hagerd (Bhes) 1
Fiammaininy (Rat) ]
Reanteenty (Yeliow) T |

12 PUYSICAL AND CNENNICAL PROPERTIES
131 Pipuinst Stete o 5°C and Y 00 Gee
132 Welosuier Waight 30 e
13.3 Oaling Peint ot  otax

=118°F @ — 26 2°C = 209°K
13.4 Poming Peink
~419°F « ~9T TC e 115K
3.8 Tompersture:
M0.3°F @ 143 0°C = d10 ¥°K
138 Coltiasl Proasures
SWAgs = 5 S mm = 08 MN/m
157 Spuets Qravlly: 0 907 o - 24°C (hyuedt
138  Liguid Gurtase Tenplon:
10 2dyamn/cm @ 00107 N mmt 0°C
139 Apsd-Waker prtasiel Tenadon
(wi ) 0dyom cm @ 003 N ma -16°C
13.10 Vapwr (Ges) Speaiiis Seastty: | 7
13.11 Retie of Gpusilis Nesth of Vager (Gas):
1%
13 12 Lotant Hemt of Vagoriaation 14} } &/
o B Jcaig = 4.241 K10 J/ng
13.13 viom of Cumbusiion - 3298 Bre /0
«=BPesi/ge =121 1 NP I/ng
13.94 thuni ot it N por
1315 Muet of Gululiam Nt pertmen
13 18 Mot N g

Aot o pigm 1 !




TRICHLOROETHANE

NP G Raege i gnauble Aevp propie seay
Vel i @itk gued end s apur
wpa i
b e e harged matenasd
+ e b e a(th s peoHuion LRl sgencwn

1 oanbun 1bie
PANIONOUS 1, ASES ARE PRODUCED IN FIRE

We e guiag ' i W < ofLsened BT thing 10PErIINS
v b m N Remeal carnon diede or fuam

AL bR MEIRC AL AID
APOR

Irveaing 10 eyes. awr ond vheost
Hinhatod will comw disnre o @l wenduag

Mo e

ot e gise et el A msnon
©ohie DI il g s gem

[RILVTS

ih wng v dan snd oyes

M imaite ond mee preduce asume

donove cnamonaied b oiRene a0 ) v
Gk e 8 amas wub enns ot earer
BN IALA fer iy e ol ka0l pheniy o wases
AR LU I e e UNACITS Rger sa v dbrae wates
P . SRR
[RCETIEVIN :

DL ENRTTED TN

Ly ORI N
L v tm = s

€ FIRE HAZARDS
sk Pt Dato nut svastabie
Mommadie Limne in Al ™ 10
Piry Sstinguishing Agents: Dry
chemuai foam ot Cardun diossde
Pire Lstinguishing AQents Mot 10 be Usest
Nt preiinem

Sposiel o
Tutm ahd r1nsiing pasr~ atc gonergted
afire

Senevier In Plre - ot wrincn
Ignition Temperature: 31

Bostrica Masard . ncrincn:
Burning Rate: el ) 2 9 mmimon

Viires of e o acuntraians »» squeii Ble & wabnown
My te engevown J | e wer

L LI T WY
T A . L

7 CHEMICAL REACTIMITY
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APPENDIX F

COST DERIVATIONS FOR WASTE DISPOSAL
ALTERNATIVES

This appendix presents a table comparing the cost savings of the sale
and recycling alternatives with the reference case, destructive
disposal by incineration. The assumptions for this table are itemized
and the derivation of individual costs are given.

Annual Costs Savings for Sale and Recycling Alternatives
(400 barrels of 1,1,1-~trichloroethane)

Off-Base On-Base
Cost Sale Recycling Recycling
Disposal Cost* $133, 540 $133, 540 $ 133,540
DOD Costs
Base Cost 93,5008 29,7008 9,900¢
Base Makeup + 7,480 +9,3508§
DPDS Disposal -22,000%* +4,004§§
Total DOD Cost 71,500 37,180 23,250
Savings (through
cost avoidance) $ 62,040 $ 96,360 $ 110,290

*Reference Case: Destructive Disposal by Incineration

Base Cost $ 93,500(new solvent)
DPDS Disposal Cost +40,040
Total DOD Destructive

Disposal Costs $133,540

§New solvent

fRecycled solvent
**Sale credit
§8Disposal still bottoms
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DERIVATION OF COSTS

Disposal (reference case)
$93,500 400 drums of new solvent @ $233.75/drum ($4.25/gal)*
$40,040 Disposal of 400 drums @ $100.13/drum

Transportation: 300 miles
l roundtrip at $2.50/mile

r and 80 drums/load $9.38/drum
Disposal Cost 90.75/drum
$100.13/drum

Where disposal costs are:
$0.15/1b x 11 1b/gal = $1.65/gal
$1.65/gal x 55 gal/drum = $90.75/drum

Based on $0.15/1b charged by the MSD Cincinnati

Incinerator**
- Base rate (~6 x 1061b/year): 4.5¢/1b
~ Heating value surcharge
(@ 4700 Btu/lb): 1.2¢/1b
- Residue surcharge: 1.3¢/1b
- Neutralization surcharge: 8.04/1b
i ) 15.0¢/1b i

Sale
$22,000 Sale credit of 400 barrels of waste solvent: !

$1.00/gal'" x 55 gal/drum x 400 drums = $22,000

* Cost of new 1,1,1-trichloroethane from manufacturers
Y Average cost from three disposal companies

#* From S.D. Celson, Metropolitan Sewer District of Greater Cincinnati,
October &4, 1982
99 Estimated cost based on DPDS records and discussions with recyclers

. 1
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On-Base Recycling

$9,900 Processing used solvent:

$0.50/gal* x 55 gal/drum = $27.50/drum

$27.50/drum x 360 drums = $9,900

$9,350 Makeup with new solvent:

Sa.ZS/galq x 55 gal/drum = $233.75/drum x 40 drums +

$233.75/drum x 40 drums = $9,350 3

$4,004 Disposal of still bottoms:

$100.13/drum x 40 drums = $4,004

Off-Base Recycling

$29,700 Recyclers transport and processing fees:

$1.50/gal** x 55 gal/drum = $82.50/drum }

$82.50/drum x 360 drums = $29,700

] 360 drums = 400 drums - 40 drums of still bottoms

$7,480 Recycled makeup solvent from recyclers:
$3.40/gal%" x 55 gal/drum = $187/drum

$187/drum x 40 drums = $7,480

* Estimated cost from still manufacturers and base operating experience
¥ Estimated cost from solvent recyclers
** Estimated cost for recycled makeup from recyclers

Y Estimated cost for recycled solvent from recyclers

\_.- At e e e
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APPENDIX G
EXAMPLES OF SUCCESSFUL SOLVENT PRACTICES

At each of the bases visited where some form of used solvent
segregation, disposal, and reuse by sale or recycling was in progress,
operational information was gathered. The following cases are examples

of base operations.
CORPUS CHRISTI ARMY DEPOT - ON-BASE RECYCLING

For a number of years, the Corpus Christi Army Depot has
successfully recycled PD-680 and 1,1,l-trichloroethane. Current volume

is about 55,000 gallons per year.

The depot developed its recycling capability by wusing surplus
equipment and existing base personnel, without any large investment.
As the recycling needs increased, the expansion was deliberate and

restrained.

The key to the success at Corpus Christi appears to be that all
concerned parties understand the value of recycling and want it to be a
success. The depot commander recognizes the cost savings and
advantages of internal solvent sources as not vulnerable to new solvent
supply shortages; the shop personnel appreciate the ready availability
of clean solvents; and the recycling personnel know they have turned

potential wastes into a valuable resource.
ROBINS AIR FORCE BASE - ON-BASE RECYCLING

About 1-1/2 years ago, Robins AFB had accumulated several hundred
drums of used solvent material that the base expected to eventually
dispose of through a service contract. A request for bids on the
service contract indicated that the cost for disposal of the material
would be approximately $34,000. An engineer associated with flight

line operations convinced base management they should purchase a

distillation unit costing approximately $40,000 to recycle the used
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material rather than continually paying to have the material disposed
of. In August 1982, the distillation unit was placed in operation and
to date has successfully recycled much of the backlog of used
chlorinated vapor degreasing solvents. It has been estimated by the
base operating personnel that the distillation unit will pay for
itself in cost avoidance of purchasing new chlorinated solvents in
less than 1 year. In addition, base personnel plan to use the unit to
recycle other solvent and petroleum material otherwise the base would
pay for disposal. Tﬁere are good base management and operating
personnel cooperation in the recycling effort, and the demounstrated

regsults have increased the potential for growth of the operation.

HILL AIR FORCE BASE - OFF~BASE RECYCLING

Several years ago, an on-base facility for the reclamation of used
chlorinated vapor degreasing solvents was in regular operation at Hill
AFB. During recent construction activities, portions of the facility
had to be dismantled, and normal access to the facility was blocked by
new equipment and structures. Because of the age and condition of the
reclamation equipment, a decision was made not to continue the
operation of the solvent reclamation facility. In examining the
requirements for this function, it was decided that there was
potential for reclamation of a wider variety of materials than just
the chlorinated solvents. It was decided that an attempt should be
made to locate a commercial organization in the area that could
perform a wide variety of solvent material reclamation processing at
off-base facilities. An organization was located in nearby Salt Lake
City, and a contract was negotiated to pick up, process, and return
four solvent materials. These included 1,1,l-trichloroethane,
Stoddard solvent (PD-680), Freon, and isopropyl alcohol. Because
recycling had previously been in use at the base, both the procedures
and necessary cooperation were present at the outset of the off-base
program. To date, several batches of used solvent material have been
successfully processed by the contractor, and plans are underway to
continue and expand this program in the future.
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