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Reports subm.itted pursuant toR 336.1~13 Rule 213), subrule~ (3)(c) an~/or (4)(c). of Michigan's Renewa le Operating (RO) Permit program· 
must be cert1f1ed by a responsible official. ~~ditlonal Information regardang the reports and documentati. n listed below must be kept on file . 
for at least 5 years, as described in Gener I Condition No. 22 In the RO Permit and be made available t the Department of Environmental 
Quality, Air Quality Division upon request 

Source Name Ford Motor Compan_y - Dearborn Assembly Plant County wayne 

Source Address 3001 Miller Road City Dearborn 

• 
AQD Source ID (SRN) __:c48:..:1:..:2.::.1 __ -t RO Permit No. MI-ROP-A8648-2010a RC Permit Section No. _..:::1 ____ , 

Please check the appropriate box(es): ' 
r?D~A~n~nu~a~I~C~o~m~p~lia~n~c~e~C~e~rt~ifi~lc~a~tl~o~n_,~(G~e~n~e~r~a~I~C~o~n~d~it~io~n~N~o~.~2~8~a~n~d~N~o-.2~9~o~f~th~e~R~O~P~e·r~m~it~)+---------------------~, 

Reporting period (provide inclusive d tes): From To 
D 1. During the entire reporting perio , this source was in compliance with ALL terms and conditipns contained in the RO Permit, 

each term and condition of which is identified and Included by this reference. The method(s) us d to determine compliance 
is/are the method(s) specified in the RO Permit. 

D 2. During the entire reporting perilod this source was In compliance with all terms and condit ons contained in the RO Permit, 
each term and condition of which is identified and included by this reference, EXCEPT for the deviations identified on the 
enclosed deviation report(s). The rr.ethod used to determine compliance for each term and co dition is the method specified in 
the RO Permit, unless otheiWise in1icated and described on the enclosed deviation report(s). 

U Semi-Annual (or More Frequent) ~aport Certification (General Condition No. 23 of the R Permit) 

Reporting period (provide inclusive dates): From To 
D 1. During the entire reporting peri d, ALL monitoring and associated recordkeeping requiremerts in the RO Permit were met 

and no deviations from these requi ements or any other terms or conditions occurred. 

D 2. During the entire reporting peric d, all monitoring and associated recordkeeping requirement in the RO Permit were met and 
no deviations from these requiremEnts or any other terms or conditions occurred, EXCEPT fort e deviations identified on the 
enclosed deviation report(s). I 

l 

~~~O~t~h·e~r~R~e~po~rt~C~e~rt~ifi~lc~a~ti~o~n-----,r--------------------------------------r---------------------,, 

Reporting period (provide inclusive d tes): From To 
Additional monitoring reports or other applicable documents required by the RO Permit are attach d as described: 

Air Emissions Test Report Submission for Booth Capture Effocoemcy test'ng of the 

Guideooat (Prime)System 

I certify that, based on information and elief formed after reasonable inquiry, the statements and information in this report and the 
supporting enclosures are true, accurate nd complete. 

Bradford Huff Plant Manager 313-845-2480 
Name of Responsible Official (print or ty e) Title Phone Number 
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Date 
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JLB Industries, LLC 

1.0 Executive Summary 

JLB Industries, LLC completed a compliance environmental testing program on August 19, 
20215 at the Ford Dearborn Assembly Plant (DAP) facility in Dearborn, Michigan. The 
testing program included Booth Capture Efficiency (BCE) testing of the Prime Booth. 
Determination of CE was conducted in accordance with all applicable procedures contained 
in USEPA document Protocol (or Determining the Dailv Volatile Organic Compound 
Emission Rate o(Automobile and Light-Dutv Truck Topcoat Operations. The test results 
will be used to demonstrate compliance with Auto MACT requirements and in monthly 
emissions compliance calculations. 

Capture Efficiency values were derived using the Ford Fl50 truck model, which currently 
accounts for the majority of production volume at the facility. Personnel from the paint 
shop, Ford environmental staff and JLB Industries, LLC conducted the testing. These 
groups worked together at each stage of testing to ensure that the results were 
representative of production conditions. JLB Industries used highly accurate weighing 
systems to determine the panel weights before and after coating application. 

Material samples were collected from the paint circulation tanks directly after vehicle spray 
out. Determination of percent solids by weight and density was performed by Advanced 
Technologies of Michigan laboratories, located in Livonia, Michigan. 

Table 1 -Testing Results Summary 

Prime Booth Capture Efficiency 
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JLB Industries, LLC 

2.0 Introduction 

JLB Industries, LLC (JLBI) was contracted by Ford Dearborn Assembly Plant (DAP) to 
perform a Capture Efficiency (CE) testing program on the Prime system at the Dearborn 
Assembly Plant located in Dearborn, Michigan. This testing was conducted on Ford F150 
truck model on August 19, 2015. 

3.0 Sampling and Analytical Procedures 

Capture Efficiency Tests 
A panel weigh station (PWS) was assembled at the Prime Spraybooth. A precision balance 
with measurement capability to 0.001 gram was placed on an isolation platform inside an 
enclosure to minimize vibration and air movement. 

The testing conformed to the methods described in ASTM 5087-02 for solvent borne 
coatings. Capture Efficiency values for the controlled booth zones were calculated using 
the procedures outlined in the 40 CFR, Part 63. 

Test panels were placed on a Ford Fl50 cab and box, and processed with normal 
production spray programming. 

Four electrocoated panels were used for the tests. Each group of test panels was weighed in 
four locations (see panel test diagram) to determine the relative distribution ofVOC that is 
released in the controlled booth zones. The panels were attached to test vehicles by magnet, 
which allowed for removal ofthe wet panels with minimal disturbance to the coating 
during handling. Panel mounting locations were chosen to achieve a representative coating 
film based on the observation of normal vehicle production. 

Before the panels were coated, they were marked (1, 2, 3, 4, blank) and weighed to 
establish the initial unpainted panel weights (PO). The panels were then attached to a test 
vehicle and routed through the Spraybooth. After coating, the panels were carefully 
removed from the test vehicle and brought to the balance for weighing immediately upon 
exit from the controlled booth zone (PI). Panels were weighed again before entering the 
controlled bake oven (P2). The panels were then placed on the test vehicle for travel 
through the curing oven. Upon exiting the oven, the panels were allowed to cool and then 
weighed a final time (P3). 

Diagram 1 - Panel Testing Diagram 

Uncontrolled Controlled Controlled 
Prime Man Prime Auto Prime WOW Oven 

Zone Zone Zone 

C:V ~ 0.) <2:.0 Q:V 

FordDAP August 2015 2 



JLB Industries, LLC 

4.0 Test Equipment and Calibration 

Panel Weigh Station 
A panel weigh station (PWS) with measurement capability to 0.001 gram was used to 
measure panel weights. The balance was warmed up and then calibrated with a 300 gram 
test weight. The balance was tested with 100, 20, 10 and 2 gram weights before 
commencing weighing operations. A blank panel weight was measured at the beginning of 
the testing program and again at the time of each subsequent panel weight measurement. 
The balance was placed on an isolation platform and inside an enclosure to minimize 
vibration and airflow at the measurement point. 

5.0 Discussion of Test Results 

There were no significant disruptions to the testing program. Blank panels weighed to 
within 0.001 grams throughout the testing procedure. 

6.0 Summary of Results 

To accurately reflect the emissions being captured separate panels were used for to 
represent prime manual and prime exterior. (See Diagram 2) To determine the amount of 
emissions captured from the manual zone panel weights were taken at the beginning & 
ending of the Prime Exterior Robot Controlled Zone & at the beginning and ending of the 
Wet-on-Wet (WOW) Robot Controlled Zone. To determine the amount of emissions 
captured from the prime exterior robots panel weights were taken at the beginning & 
ending of the Prime Exterior Robots Controlled Zone & at the beginning and ending of the 
Wet-on-Wet (WOW) Robot Controlled Zone. 

Diagram 2- Prime Booth Controlled and Uncontrolled Zones 
I •. - - I ... ·- -
I • 

Uncontrolled Controlled Uncontrolled 
Prime Manual Prime Exterior Robots Prime Under-hood Robots 

I I I 

Controlled 
Wet-on-Wet Robots 

.I 

The panel testing is the procedure to measure the Section Capture Efficiency (CE) in a 
controlled zone from a specific spray zone. To convert to the Booth CE, the Section CE is 
multiplied by the ratio of paint sprayed in the spray zone. The results for each zone are 
then added to obtain the total Booth CE. 

Paint Usage Ratio 

Zone Manual Exterior Robots Under-hood Total 
Robots 

Paint Usage (cc) 202 1974 193 2369 
Percentage of 8.5% 83.3% 8.2% 100% 
Paint Usage 
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JLB Industries. LLC 

The results of multiplying the ratio of paint sprayed in the spray zone and the measured 
Section CE are shown the table below. 

Booth Capture Efficiency Results 

Spray Zone Control Zone Section CE (%) Paint Usage Contribution to 
Ratio Booth CE (%) 

Manual Exterior Robots 4.2% 8.5% 0.36% 
WoW Robots 0.1% 8.5% 0.01% 

Exterior Robots Exterior Robots 49.7% 83.3% 41.3% 
WoW Robots 2.6% 83.3% 2.2% 

Weighted Booth Capture Efficiency 43.9% 

Example: 
4.2% of the VOC applied in the Manual Zone was captured in the Prime Exterior Robots 
Controlled zone. The Manual Zone accounts for 8.5% of the coating applied in the prime 
booth. Thus the Manual Zone contribution to total booth CE is 0.36% 

4.2% * 8.5% = 0.36% 
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Table 2 -Prime Section VOC Capture Efficiency 
Exterior Robots in Exterior Robots 
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Table 3 --Prime Section VOC Capture Efficiency 
Exterior Robots in WOW Robots 
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Table 4 --Prime Seetin VOC Capture Efficiency 
Manual in Exterior Robots 
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Table 5- Prime Section VOC Capture Efficiency 
Manual in WOW Robots 
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