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Foreword

This book describes technologies for upgrading existing, or designing new, drinking water treat-
ment facilities. Technologies which address prefiltration, filtration, disinfection, and organic and
inorganic contaminants are covered. Particular solutions for small community water treatment
plants (2,500-100,000 gallons per day) are described; and a composite correction program for
evaluating and optimizing plant performance is included, along with 13 "case studies" using this
method.

The 1986 statutory provisions of the Safe Drinking Water Act (SDWA) amendments bring a large
number of previously unregulated or minimally regulated water systems under significant regula-
tory control. This book covers both established and emerging technologies needed to comply with
these new regulations. Descriptions of the various technologies include an overview of the process,
performance, design considerations, operating and maintenance aspects, costs, and experiences.
This information is meant to assist public water system engineers, operators, and decision-makers
faced with the many new regulatory requirements in the selection of methods for compliance with
the SDWA.

The information in the book is from the following documents:

Technologies for Upgrading Existing or Designing New Drinking Water Treat-
ment Facilities, prepared by James E. Smith, Jr. of the U.S. Environmental Pro-
tection Agency, Center for Environment Research Information, March 1990.

Environmental Pollution Control Alternatives: Drinking Water Treatment for
Small Communities, prepared by James E. Smith, Jr. of the U.S. Environmental
Protection Agency, Center for Environmental Research Information, April 1990.

Summary Report—0Optimizing Water Treatment Plant Performance with the
Composite Correction Program, prepared by Robert C. Renner and Bob A. Hegg
of Process Applications, Inc. and Jon H. Bender of the U.S. Environmental Pro-
tection Agency, Technical Support Division for the U.S. Environmental Pro-
tection Agency, March 1990.

The table of contents is organized in such a way as to serve as a subject index and provides easy
access to the information contained in the book.

Advanced composition and production methods developed by Noyes Data
Corporation are employed to bring this durably bound book to you in a min-
imum of time. Special techniques are used to close the gap between "manu-
script” and “‘completed book.'"’ In order to keep the price of the book 1o a
reasonable level, it has been partially reproduced by photo-offset directly
from the original reports and the cost saving passed on to the reader. Due to
this method of publishing, certain portions of the book may be less legible
than desired.



NOTICE

The materials in this book were prepared as accounts of
work sponsored by the U.S. Environmental Protection
Agency, the American Water Works Association, and the
Association of State Drinking Water Administrators.
This information has been subject to the EPA's peer and
administrative review and has been approved for publica-
tion. On this basis the Publisher assumes no responsibil-
ity nor liability for errors or any consequences arising
from the use of the information contained herein. Men-
tion of trade names or commercial products does not
constitute endorsement or recommendation for use by
the Agency or the Publisher.

The book is intended for information purposes only.
The reader is cautioned to obtain expert advice before
implementation of any procedures described for up-
grading existing or designing new drinking water treat-
ment facilities, and to exercise caution when handling
any materials which could be potentially hazardous.
Final determination of the suitability of any informa-
tion or procedure for use by any user, and the manner
of that use, is the sole responsibility of the user.

All information pertaining to law and regulations is pro-
vided for background only. The reader must contact the
appropriate legal sources and regulatory authorities for
up-to-date regulatory requirements, and their interpre-
tation and implementation.

vi



Contents and Subject Index

PART I
TECHNOLOGIES FOR UPGRADING EXISTING, OR DESIGNING NEW,
DRINKING WATER TREATMENT FACILITIES

1. INFRODUGTION:, o: s wras o sos smo sreis 55 s 6enes S0 sistisioks s 5asswss 6 o s5eogs
2. SELECTING AND EVALUATING TREATMENT PROCESSES . ... ...............
2.1 Overview of Federal Drinking Water Regulations. . . .. ... ...................
2.2 Selecting Treatment Technologies. . . .. .. .. .. . . i it it e i e aa e
2.3 Overview of Available Treatment Alternatives. . . . . .. .. .. .. . ...
2931 PIRPAtiON s sr e of o B EEG 0% 0N RN S vh SRITERGTE B SREAE B e BEN .
2232 DisinTeqon soq s v il §5 0h ATREESR SN EReUE Y e ST i s |
2.3.3 Organic Contaminant Removal. . . .. . ..t i it it i e e e e e e e s

2.3.4 Inorganic Contaminant Removaland Control . . . . ... .. .. ... ... . ... ...
2:3:4:1 CorrosiomCONIrols cu: wn v v o e sid vislm on fus S e Be 5 e b

2.3.4.2 Inorganic Contaminant Removal. . . . .. . .. .0 i i

2.4 Final Process Selection and Design . . . . . .. ... ... . ittt

. PREFILTRATION TREATMENT ELEMENTS. . . . ... ... . .. . i,
3.1 Modifying Chemical Feed . . . . . . . . . . ... . @ . i it ittt ieee v
I Chamical TWPe oms s & reviags Me SWEss a9 5 ST IE 5% ST BN B G e :
3.1.2 Chemical Dosage Management . . . . . ..t ittt it i et e e i e

3.1.3 Chemical Application Methods and Considerations . .. ..................

3.2 Modifying or Adding Rapid Coagulant Mixing. .. . ... .. ... .. it it it in e
3.3 Improving Flocculation . . ... .. .. .. e e e e e e e,
33,1 Improving:MIXING & v w5 G oo on 50 Bas 08 05 Weiaal o oh Se e B vt g
3.3.2 Improving Flocculator Inlet and Outlet Conditions .. . .. ... . ...,

3.3.3 Improving Basin Circulationwith Baffles . . ... ....... .. ... ... ... ...,

3.4 Improving Sedimentation . . . .. . .. . . e e e e e e s
3.4.1 Horizontal Flow Sedimentation Basins . .. ... .. ...ttt

3.4.2 Upflow Solids Contact Clarifiers. . . .. . .. ... i it e e e

+ FILTRATION TECHNOLOGIES .. v oiv v a6 008 55 vt eis e op wials v 605 6n moads s
4.1 Moditying Filtration Systems. ooy 6 sy o 5h Saanids 98 s saudey 1l S i
4.1.1 General Effectiveness of Filtration Systems . . . . . .. ittt it e

4:1:2 Filteation SYstem IMProvemBnts i oesres ws oy sos e e 66 was o 6 ewrese

vii



viii

Contents and Subject Index

4.1.3 System Design Checklist. .. .. . oottt et et e e e 38

4:2 Direct BEII3ration oo vas 0 56 vaivisai 908 SRTERG Fa Te R on sieE N e i 38
4.2.71 ProCess DesCription:: vn on wves in eouimmemasy a @aree 05 0 Ra e i Baaied sao

4. 2.2:8ystem Perfarmante: i ai wee sve i sieniesy oo saterers i i @etan el 8 e el i 39

4.3 SIoW Sand FIFaton oo wu v sraiinen o 308 sostaisis e svb whaiesrs o al e s Dis e wlans i 39
4.3.1 Systent Désign Considerationg « cu soammecs oie we sssmiss no s osiaeds e anes €5 i 40
4.3.2 Operation and MaintenanCe. . . . . ..t v vt it ittt te e et e e 40
4.3.3 System Performance . .. .. ..ottt e e e 42
4.3.4 System CostS & . o it e e e e e e e e e e e 42

4.4 Package Plant Filtration . . . . . . . .. . ittt i e e 42
4.4.1 Selecting a Package Plant System . . . . .. . ittt i i i e 43
4.4.2 System Description and Design Considerations . . . . ... ... vt vt 43
4.4.3 Operation and MaintenanCe. . . .. . vt vt vttt it e et e n e ae s et et ennns 44
4:4:4: System Performance: o amvs co v it se ail S i dle S @RlaTe e dli GEE e BE a 45
A5 SYSREMICOSES 5 v 5on wovmn w ws o0 o o o0 ven G4 00 £5 W AP R RS ERNRG B8 90 45

45 Diitomaceous Earth BlLiation. .. wo vu sws i sus ma svea a0 5o eoaraess s s aas s e 45
451 Systery DESIEN' o« v sruwes oo sxe wvmor s a8 BEce 6w @ ke WA B B B 5 47
4.5.2 Operation and MaintenanCe. . . .. v v v v it e it bt e m e e e e im e e 47
4.5.3 System Performance . . . . ... .. . e e e 48
B354 System COSIS . v v vt it e e e e e e e e e 48

4.6 Other Filtration Systems, . . . . . ... 0t i i sttt e e e 49
4.6.1 Membrane Filtration . ... ... .ttt e i e e e e e 49
4.6:2 Cartridge Filtration . .oy s on samen @0 siesa v ol v vwie d o el o wa i 52

4.7 Selecting the Appropriate Filtration TreatmentSystem . . . ... ................ 53
471" Steps inan BValuakion: vo vs v v s s 5 0 e wn ere i 0 SRS N AR 53
479 Noed FOr POt SIS . cu saommme wm sn s o 3% ol ewte o 0% ¥ieii o0 #i% daeie 54
4.7.3 Flocculation and Sedimentation Studies . . . .. ... ot in v vt i v e e 54
4.7.4 Filtration STUAIBS .. . v vt ot i it st et e e et e e e e e e e 54

. DISINFECTION AND DISINFECTIONBY-PRODUCTS . . ... ... ... . 57
5.1 The Objectives of Disinfection. . . . . ... .. ... ittt 57
B CTiNVAIGEE 1 comimas o3 Sleuis o 55 wiieiie oo i suam i 606 e wa e G SR 4 58

5.2 Disinfection By-ProdUcts . . .. . vvvin cs vv oo se v s s ois o6 oo s ois s ais s 59
5.2.1 The Chemistry of OXidation . . . . ..t vt v it i i ittt e et e e e en e ae e 60
5.2.2 The Presence of Disinfection By-Products in DrinkingWater . . . ............ 61
5.2.3 Strategies for Controlling Disinfection By-Products . . . .................. 61

5.3 Comparing Disinfectants. . . . . .. .. it ittt it 63
B3 CHIORNE nu o wict 55 5k 25 5% 60 38 SEE 5 v SERNERGE GRS damnsn W ReE o0 3 63
532 ChIOFNe BUOXIBe o on s vie somw s s s dis &0 scevsimes 498 Wi RIS PE RGSUNER Y § 63
533 MORBERIOTEMINE s s vis s som szv Sy 3wy 558 0 NURHIVGE Ry WS SURUE G RE B G b 63

Lo B . T 64
5.3.5 Ultraviolet Radiation . . . . . . ..ttt e e e 65
5.3.6 Advanced Oxidation Processes . . . . . v v v v it vt st e e e 65

5.4 Primary Disinfection Technologies . . . . . . ... . . i it et e s e 65
AT ENOERE o3 sy 55 o5 o0 Seires un et 58 SONeE B P RREYETn i BARnd 56 5 66
5:4.1:1 Process Deseripiioniic: i sin oo i o voiieds % o el S el e 6h 66

5.4.1.2 Disinfectionwith Chlorine Gas . . . . . ... ittt i i 69

5.4.1.3 Disinfection with Sodium Hypochlorite Solution . . . ... ..., ....... 71

5.4.1.4 Disinfection with Solid Calcium Hypochlorite . . . . ..... .. ... .... 72

BB OFONE s sisoe 05 <5 S50 momw U DI SEITUS FR bR S 6 WHOFORE B 06 HENEMERE BSE B 72
5.4.2.1 Process Description. . . oo v vt i et e e e e e e e e e e e 72

5.4.2.2 System Design Considerations. . . . . ..ot ii i ine e e i o 73

5.4,2.3 Costs of Ozonation Systems . . . . .. .t v it it e et e e 79

5:4.3 ChilorineDiodtide, «vumss ai @ Vamsa s sew@@ v e s s O o Fw e ou & 81



Contents and Subject Index ix

5.4.3.1 Process Descriplion. . . . v it it e i e e e e e e e e 82

5.4.3.2 Establishing a Chlorine Dioxide Residual. . .. ... .... e e 83

5.4.3.3 Chlorine Dioxide System Design Considerations. . . . ... ........... 85

54.3.4 Costs of Chlorine Dioxide Disinfection. . . ... .................. 86

54.4 Ultraviolet Radiation , . . . . oo vt it ittt it e e et e e e e 87
5471 ‘Brocess Deseription v aamvs ©a puldas v 8 S B0 e vaR B0 w9 aas 88

5.4.4.2 UV Disinfection System Design Considerations . ... .............. 90

5.4.4.3 UV System Operating and Maintenance Considerations . . . .......... g1

54.4.4 Costsof UV Radiation Systems. . . . . ... oot et ee e 92

5.5 Secondary DIiSinTectantS . icos iy s wmsiais w0 ermin ans i i waid i s Sache i Relen 92
5.5.T ChIoramMINatan. v awcs i s manmiins s sacsio s i b saisem o Teis e e 2 v 92
5.5.1.1 Process Description. . . ... ........ G e IR W R LA O G SR s 93

5.5.1.2 Establishing a Chloramine Residual .. ............ ... ......... 93

5.6.1.3 Chloramination System Design Considerations. . . . ... ............ 93

5.5.1.4 Costs for Chloramination. . .. . .. . .. it e et e 93

. TREATMENT OF ORGANIC CONTAMINANTS . .. .. .t et e e e et e s 96
6.1 Pretreatment for Natural Organic Contaminant Removal., . . . .. ... ............. 96
6.1.1 Coagulant Pretreatment . . . .. . vttt i e e e e e e s 98
6.1.2 Oxidation Pretreatment . ... v v vt it it it i i ettt e e e 99

6.2 Granular Activated Carbon . . . . . . ... . e e e e e e 99
6.2.1 Process Design Considerations . . . . . v v vt i it vt it e b e e e e 100
6.2.2 Tests for Deriving Carbon Usage and Other Design Criteria .. . ... ......... 103
6.2.3 Least Cost Design Criteria. . . . oo v v it it it et i e e i e e 103
6.2.4 Facility Design Criteria. . . ... oo ittt et e e e e et e 104
6.2.5 Operation and Maintenance. . . . . .. . . .. .t it it i it e i e 104
6:2.6 System PerfOrMances: o v viodels i §% siarkien v v WE5 b5 00 v S0 SR B We 105
6.2.7 SystemiBOBtS o wra &0 £ ol W BE DY SRalaiE e S pEREEE B AT B o s 105

6.3 Packed Colummn Aeration . . . . . . . . . it i ittt e e e e e e 108
6.3.1 System Design Considerations . . . .. .. .ot 11
0312 PG TASHNG PCRL G ass s s e oo s o 468 S0008 05 06 60 e o oe w 111
6.3.3 VOC Emission Control . . . . v v it ot e e e et e e e et e e e e 112
6.3.4 Operation and MaintenancCe. . . . . . .. i it ittt e e e e e e e e e e 114
6.3.5 System Performance . . . ... .. . e e 114
B.3.6 SysteMCastS .5 v ovs bim bt wh it Ele s e F A Sed B Vet e b bn wieks 114

6.4 Powdered Activated Carbon Plus Conventional Treatment. . . . . ... .. .......... 117
6.4.1 PAC Application Techniques. . .. .. .. oo i ittt e e e e e e 117
6.4.2 System:Desigh ConSierations coews sre vs s are o sisveress oie we oty Wis W8 S0 118
6.4.3 System Performance . . .. . .. it e e e e 119

6.5 Diffused Aeration . . . . . . .. . it i e e e e e e 119
6.5.1 System Design Considerations . . . . . . . ittt it vt e e e e e 120
6:5:2 System . Parformance: . i, i@ .55 56 s SeRem s Wi ol W @eeN B Fets 120

6.6 Multiple Tray Aeration. . . . . . . .. . i e i e e e e e e e e e 120
BB:1 SYstemiDesiGn wovacw i vraiiien i v S RRAE W TEIAT e SR FEEEE BN S 120
6.6.2 System Performance .. .. . c.ow s ot v e ae s b e e i e e e e s 120

6.7 Emerging Applications of Treatment Technologies for Organic Contaminants. . . . ... 120
6.7.1 Oxidation Including Ozone . . . . . . ittt it e et e e e e e 121
B6.7.2 Reverse Osmosis . . v v vt i it s e e e e e e e e e e e e e 123
6.7.3 Mechanical Aeration . . . . . . i it it ittt e e e e e e e 123
6.7.4 Catenary Grid. . . . .. ot it i e e e e e e 123
6.7.5 Higee Aeration . . . . .. o ittt e e i e s 123
B.7.8 REsing: s o0 venv.av o5 &3 e oy B0 00 TUE O o R0 ol o 5 OuReN v e 124

. TREATMENTS FOR INORGANIC CONTAMINANTS . ... ... ... ... 129

7.1 Techniques for Controlling Corrosion _ . . . . . .. ... ... ittt 129



x Contents and Subject Index

711 TheProblem ofiCorresion: .. s vuwmien v sidumes Sesien o i sewes 130
7.1.2 Diagnosing and Evaluatingthe Problem . . . . . ... ... .. ... .. ... ua.. 131
7121 Consumer Complaings o camisw vie v ssie i wie v wrare sis s swn i o 131
7.1.2.2 Corrosion Indices . . . .. ............ e e e e e e 131
7.1.2.3 Sampling and Chemical Analysis . . . .. ... .......... b wEE e ¥ 132
7.1.2.4 Scale or Pipe Surface Examination. . . . . . ..ot v i it i e 132
7.1.2.5 Rate Measurements. . . . v v vt v vt v ie ot e e e e 133
713 Corrosion Controls . ..o o it et e e e 133
7.1.3.1 Distribution and Plumbing System Design Conmderanons .......... 134
7.1.3.2 Water Quality Modifications. . . . . . v vt it et e e e ie e eae s ns 134
7.35:3.3 Corrosion InhiDIors s sa. v.ov o wa s e o ¥ 5o o wi ale o wiE ¥ 136
7134 Cathotic ProteCtion o v an v vl B B4 o alale o wiesiad i 04 & 137
7:1:35:Coatings and: Linings: oo am s amagmis o pOons &5 saiess o o G 137

7.2 Treatment Technologies for Controlling Inorganic Contaminants, Including
RAdiONMUCIIRS. .. i svs v v wan Waaien o6 Wi ol 636 SLE SN B ae e i Res 137
7.2.1 Removing Radionuclides in DrinkingWater . . . . ... ..t nna.. 139
2% 20 TS T T 139
7.2.2 Conventional Treatment: Coagulation and Lime Softening. . ............ 139
7.2.2.1 Coagulation. .. ...... e e e e e e e e e e 140
7.22.2 Lime Softening . ... ..ot it e e e e 142
7.2:3 Reverse Osmosis: oo ov 55 v imem il v s ol 53 La el i vaone o e ae 142
7.2.3.% Design Considarations.. oo o aaiis i o Saiis o Rasd i o 143
7.2:3:2 5ystem Performanes . viv vi was o 55 e i i e AT 0F Ea et e 146
T2:3:3 Sys1em COSTS oy vimway wa wiiwen s 303 SR Ea i @ B B N a6 146
T2, 100 EXERAN0E o sn v win wnsiw 065 s9b SOSIREE S0 S0 MWOE R EEG SIS €18 N e 146
7.24.1 System Performance . . . . . . ittt e e e e e 146
7.2.5 Activated AlUMING. . . . . it i e e e e e e e e e 147
7.2.5.1 System Performance . . . .. . . . i e e 149
8. CURRENT AND EMERGING RESEARCH . . . . . .. ... .. ...t 150
8.1 Current Research on Disinfection By-Products . .. ... ... oS B BUERETY W HGIREER 150
8.1.1 ldentifying and Controlling Chlorination By-Products . . ... ............ 151
8.1.2 Identifying Ozone By-Products . . ... ... .. ... e nnnnnn 151
8.2 Treatment of Organic and Inorganic Contaminants .. ... .............c.c0.0... 151
B8.2.1 Granular Activated Carbon Systems . . . . .. . ... it s 152
8.2.1.1 Establishing Carbon Usage Rates . . . ............. e b o 152
8.2.1.2 Field Tests of Granular Activated Carbon Systems .. . ........... 163
8.2.2 Ozone Oxidation SystemS . . . . . o i i ittt i e e e e e 154
8.2.3 Ultraviolet TreatmMent. . . . v v v v v e v v e e e e e s s aeaeae et i e e 154
B.2.4 Reverse Osmosis . . v v vttt et e e e e e e e e e e e e 154
B.25 Ultrafiltration . . . . oot et et e e e e e e e e e e e e 154
8.2.6 Packed Tower Aeration . . ... ... ..t vttt et et e 154
8.2.7 Conventional Treatment. . .. . ... i it ittt ettt e e e e 155
8:2:8 lon EXCRaNGe : vosn ey o) veasiaasin o0 Wonreh i s iels i v SReTe B i 165
8.2.9 Technologies for Removing Radionuclides . . .. .. ... ................ 155
8.2.10 Secondary Sources of Pollution . . . .. . . .. .. . e 156
8.2.11 Small Systems Technologies . . ... ... ...t ittt 156
8.3 Mandatory DiSinfaction . . v cw iies ime ow waisiesinans as s wasn 406 50 shaie & 505 156
8.3.1 Treatment/Distribution Microbiology . . . .. .. .. . it it i 156
B.3.2 Bacterial Detection/Monitoring . . .. ... oot i e e e 167
8.4 Prohibition of Lead Materials. , . .. . .. ... ...ttt e ennnnns 157
85 Systems and Cost Modeling Studies. . .. .. .. ... ... ...t eennnn 157
8.6 Future PIregtions « ;= e 5 o5 soetilatinaig §a aoehy B8 a0 Sate fie S0 ERCTEE B SR 158



Contents and Subject Index

9. REFERENCES . . . . . .. .t et e e e e e e

APPENDIX A-EXPERIENCE MODIFYING EXISTING FILTRATION SYSTEMS. . .. ....
A.1 Upgrading Existing Treatment Facilities. . . . . .. ... ... ... . ... ...
A 1.1 Horizontal Flow Basin' EXample . c2 s an 2ae (i ma S sms 278 a7 50503 %0 3l
A.1.2 Upflow Solids Contact Clarifier Example. . . . .. .. .. ... . .. .o
A.1.3 Sacramento, California (Sequeiraetal, 1983) . . .. .. ... .. . ...,
A.1.4 Erie County, New York (Westerhoff, 1971) . . . . . . oo v it it i e
A.1.5 Corvallis, Oregon (Collins and Shieh, 1971) . .. .. . .. . i
A.1.6 Novato, California (Culp, 1976) . . . . . .t it it e e e e e e e e

A.2 Slow Sand Filter Systems . . . . . . . . i i e e e e e
A.2.1 Idaho State (Tanner, 1988) . . .. ot vt it it e e et e e
A.2.2 New York State (Letterman and Cullen, 1985) . . . . . . v v v vt e e e e e
A.2.3 Mcindoe Falls, Vermont (Pyper, 1985) . . . ... .. ... ...t .
A.2.4 Village of 100 Mile House, British Columbia, Canada (Bryck et al, 1987). . . ..

A3 Package Ptants wous in oo s S 08 sy U odtie i o0 Slaiieds B WeTE B 5 s
A.3.1 Conventional Package Plants (Morand and Matthew, 1983) . ... ... ... .. ..
A.3.2 Adsorption Clarifier Package Plants. . . .. .. .. ... .t

A.4 Diatomaceous Earth Filters. . . . .. .. ... . . . i it ieee e
A.4.1 Colorado State University Study (Langeetal, 1984) ... .. ... ..........
A.4.2 Mcindoe Falls, Vermont (Pyper, 1985) . . . . .. . . ... . ...

A.5 Selectinga Filtration System . . . . . . ... it e e e e
A.5.1 Lake County, California (Conley and Hansen, 1987) ... ...............

APPENDIX B—CASE HISTORIES OF EMERGING DISINFECTION TECHNOLOGIES . ...

B.1'0zone Case Historias : -cows va on oo i e sarsans do os 9@ e w8 svesians e o
B.1.1 Primary Disinfection with Ozone: North Andover, Massachusetts . ........
B.1.2 Preozonation for THM Control: Kennewick, Washington {Cryer, 1986) ... ..

B.2 UV Radiation Case Histories . . . . .. .. .. it ittt ittt e et e e e e e a e ns
B.2.1 Ultraviolet Radiation for Primary Disinfection: Fort Benton, Montana. .. . ..

B.3 Chlorine Dioxide Case Histories . . . . . . .. ... . . it i e ee e
B.3.1 Predisinfection for THM Control: Evansville, Indiana (Lykins and Griese,

TOBG) v v s g o7 4 Bn av B SRR BT S STRTREIS TR M DWELAGE N 6N
B.3.2 Primary and Secondary Disinfection with Chlorine Dioxide: Hamilton, Ohio

(Augenstein, 1974; Miller et al, 1978; U.S. EPA, 1983). . ... ... ... ... ..
B.3.3 Preoxidation with Chlorine Dioxide, Postchlorination with Chlorine Dioxide

and Chloramine: Galveston, Texas (Myersetal, 1986) . . ... ... ... ......

B.4 Chloramine Case Histories. .. . . . . . .. it i ittt it e et e e e

B.4.1 Prechlorination, Postchloramination: Bloomington, Indiana (Singer, 1986) . . .
B.4.2 Prechlorine Dioxide, Prechlorination, and Postchloramination: Philadelphia,
Pennsylvania (McKeonetal, 1986) . .. .. .. .. .. i it i,

APPENDIX C—EXPERIENCE WITH TREATMENT TECHNOLOGIES FOR ORGANIC
CONT AMINANT S, . . . ittt ettt et et et e et et e et et s et e s
C.1 Experience with Granular Activated Carbon. . .. . ... ... .0 ittt
C.1.1 GAC for VOC Removal: Washington, New Jersey (Chrobak et al, 1985) . . . ..

C.1.2 GAC for Contaminant Control: Cincinnati, Ohio (DeMarco, 1983)

{(Westerhoff and Miller, 1985) . . . . . . .t ittt ittt e e et et e e
C.1.3 EPA Health Advisory Example. . . . . . ... ittt i e e i e
C.2 Experience with PTA: Scottsdale, Arizona (Clineetal,1985). .. ... ...........
C.3 Experience With PACG . ... .o v vvwais son ws wa saie wm sre a0 s e0% s sieid i v &

APPENDIX D—EXPERIENCE WITH TREATMENT TECHNOLOGIES FOR
INORGANIC CONTAMINANT S . . .ot et it e et e e et e e et e eaes
D. 1 Corrosion CONtrol: . o ocises b bomem v 85 sfoh o5 05 55003 o ¥5 e v 93 Fas

Xi



xii  Contents and Subject Index

D.1.1 Controlling Lead: Seattle, Washington .. . ... ... .....cuuiunnnnnn 197

D.1.2 Controlling Lead with pH Adjustment: Boston, Massachusetts ........... 197

D.2 Coagulation to Control Barium: llinois . . .. ... .. .... ... ...t u.. 198
D.3 Reverse Osmosis: Sarasota, Florida . . . ... . ... ... . ..t nnenn 198
D.4 lon Exchange: McFarland, California. . .. .. ...... ... ... . .o, 199
D.5 Activated Alumina: GilaBend, Arizona . . ... ..... ... ... ...t 200
APPENDIX E~SUMMARY OF CORROSION INDICES. . ... ... ... ... . .. 203

PART Il

WATER TREATMENT TECHNOLOGIES FOR SMALL COMMUNITIES

INTRODUBTION .0 o simm o0 s sisanms o sw simcesslis 5 S0 spasensis, 68 Grais g 6 sm s » 207
1. DRINKING WATER TREATMENT: ANOVERVIEW . ... ........... ... ...... 208
Why Do We Need Drinking Water Treatment? . . . . . . ... ... ... ...t 208

How Is Drinking Water Treated?, . . . .. .. . ... .t it in i 210
FHtration s sn o5 an im0 o8 aid 95 66 06 S0 B0 S eed o8 Seiean Bl g 21

DISIRTeCION « in s v st g 9 2w Sy av SeEate % @6 0 a6 95 SR e 4 21

Treatment of Organic Contaminants. . . . . .. v it it it e e e 21

Treatment of Inorganic Contaminants. . . . ... oo v it in i i et n e onnenn 211

2, NEW AND PROPOSED DRINKING WATER TREATMENT REGULATIONS: AN

OVERVIEW. & . e i e e e e e e e e e e e e e e e 213
Compliance Schedules . . . .. ... . ... i e e e 214
Maximum Contaminant Levels. . . . . .. . . ot ittt i e e e e e 214

MCLs for Volatile Organic Compounds . . . .. ... .. it it nenn. 215
MCLs for Inorganic and Synthetic Organic Compounds . ...............215
MCLs for Microbiological Contaminants . . ... ... .... ..o uen... 215
MCLs for Radionuclide Contaminants. . . . .. ... v v it i vt vonmeennnn. 215
MCLs for Disinfectants and Disinfection By-Products. . . .. ... .......... 215
MONOPHID .. ... x s 5w s S ds mer 003 EEF 0 Bis 58 5k® =8 50 gt bls 58 o 217
Volatile Organic Chemicals . . . . . v i i ittt e e e e et ee s 217
Flaoride = 5o wi svamivn i saisn o i wvoies BN Wi e s D SORERIG B RG 217
Radionuelidas. oo e s i o @a 20 5 Swlen soe soelimcn me WO 658 A srEis 217
Microbiological Contaminants . . . . .. o o v it ittt it e e e e 217
Laboratory Analysis and Sampling Requirements . . ... ... ... ... ........... 220
Surface Water Treatment Requirements, . . . . . . . . . .o ittt mn ot enn e e 221

3. SOLUTIONS TO DRINKING WATER TREATMENT PROBLEMS: AN OVERVIEW. . ..223

Questions to Consider in Choosing Treatment Technologies. . . . ... ............ 223
What Are the Requirements for Drinking Water Supplied by the System?. . . .. 225
Are Nontreatment Alternatives Available? . . . ... .. .. ... ... ... 225
What Are the Characteristics of the Raw Water? . . .. ... ... ... ... .. 225
What Is the Configuration of the Existing System?. . . . .. ... ... ..., 226
What Are the Costs of the Treatment Options? . . . . . . ... ...« n.. 227
What Are the Treatment Technology's Operating Requirements? . . . . ... ... 227
How Compatible Are the Processes Used? .. .............. .00 ou... 227
What Waste Management Issues Are Involved?. . .. .. . ... ..o vinnn.. 227
What Are the Future Needs of the Service Area? . . . ... ..... ... ....... 227
Special Issuesfor Small Systems. . . . .. ... .. i e et e 227
Financial /Capital IMProvBMBNT i seon s sos sraianass wm aos doarelais on Sas s 08 227
Multicommunity Cooperative Arrangements (Regionalization). . ... ....... 228

Operator Capabilities . . . .. . .t it e e e e e e e e e e 229



Contents and Subject Index  xiii

Selecting a Consulting Engineer/Equipment Vendor. . . .. ... ........... 232
Using a Point-of-Use/Point-of-Entry (POU/POE) System. .. ... .......... 232
4, FILTRATION TECHNOLOGIES FORSMALLSYSTEMS . . ... .. .. ... ..0.vuue.n 233
Processes Preceding Filtration . . . .. .. .. .. it i i i et et e e e 233
Choosing a Filtration Technology .. . .. . .o o it it it i e i s e e ... 234
Slow Sand FITation: v wi wn snersisin wis ae giste sie ose sl wwm v s aim o8 e i & 234
Diatomaceous Earth Filtration. . . . . .. .. .. .. i e i e s 237
Package Plants . . .. ... .. i e e e e e e 238
Membrane Filtration (Ultrafiltration) . . ... ... ... ... ... . . .. 238
Cartridge Filtration . . . . . . . .. e e e e e e e e e e e 239
Innovative Filtration Technologies . . ... ... ........... Vs en WemiEn s e 240
B, DISINFECTION.. o on womtam s s rssereri 66 W06 et 96 awamdsi 50 on soaislend 06 et 241
Chlonnation: i i an v o5 v G on TElRe SR 65 PSR BB K TR R o rea 241
Disinfection Terminology . . . . v v v vt it i it e e e e et e e e 241
Factors Affecting Chlorination Efficiency . ... ... .. ..., 241
Chlorination Chemicals. . . . . . ... it it e e e et e e ae e e a e 242
Disinfection with Sodium Hypochlorite Solution. . . .. . ... ............ 242
Disinfection with Solid Calcium Hypochlorite. . . .. .. ... ....... S e 243
Hypochlorination EQUIPMENt oo ox e s pi o5 wokiiigee 890 oo warv 5% M oy 244
Disinfection with Chlorine Gas. . . . .. ... ittt v ia e 244
Chilorination NMONTEOTING « s s 5 soee 4is s e siem ive Siaresmy os Barss 245
QZONEUON 5 sos s i sees w08 g GSEEIES Ui 0T TLens i ¥ie dmeseieTs S0 § SIELE B A8 S0 s 245
Monitoring the Ozonation System Operation . ... .. ... vn. 247
Ultraviolet Radiation (UV) . . .. . .. .. it e e e e et e ees 247
Obtaining Effective Disinfection: CT Values . . . .. ..... .. ... 00w irnnnn 248
Disinfection By-Products and Strategies for TheirControl. . . .. .. ............. 248
6. TREATING ORGANIC CONTAMINANTS IN DRINKINGWATER. . .. .......... .. 2560
Granufar-Activated Carbon ;o on cwiss vy womds v ey e SeaE 56 55 REe g 250
BEIGHON = v w0 areess o o5 3w aie 05 S0 ool 5d A5 PEIUE H% VAN Se e e 252
Packed Columii - ABration,  .iann s swmwsimiais e weis i ¥ S eE S Sate 253
EITTUSad i ABEARION S s v sras oo o w1 Wity 55 SoReRe DN SIREIENIGEE 606 STH § 253
Multiple Tray Aeration. . o . .ot e v e et e et e e e e e e e 254
Emerging Technologies for Organics Removal . . . ... ... ... ... enn. 254
Mechanical Aeration . v .. . - v v e o s bateis s V3 e B b e e 254
CatenapV Gt o o o5 way B 65 o 05 B B PENTER R S fo0 e S 254
Higee - ARFation s i «i3 o0 @l s o SR B s AT T WA i e U 254
7. CONTROL AND REMOVAL OF INORGANIC CONTAMINANTS . ............... 256
00T o T+ 1 2566
Controlling Lead Levels in DrinkingWater . . .. . ... ... ... ... ........ 256
Techniques for Controlling Corrosion . .. .. .. . i it ittt ie e e e 257
Treatment Technologies for Removing Inorganic Contaminants. . . ... .......... 258
Coagulation/FItration < « vs vs ve va wmm em s iee s s sietsiats 0 a0 e e e 260
Reverse Osmosis and Electrodialysis . . . . . . v v v v v ittt i e e e e 261
lon EXchange . . . . ...t e e e 261
Activated AlUMING. . . . o ot e et i e i e e e e e e e e e 262

Technologies for Radon Removal: Aeration and Granular Activated
Carbon ssuiss ve oiESRives B seEg e S STRATERE B SIS me e § 263
8 RESOUBEES :«x ov v wris v o ain wie o o5 VEUTARE ih S99 608 596 Freou i is TeEiEnee o 264

Safe-Drinking Water Hotling . .o oo vo wamsmainies s iaisiss a9 swoimn o9 556 Rames s 264



xiv  Contents and Subject Index

U.S. Environmental Protection Agency Regional Offices. .. ... ...............264
State Drinking Water Agencies. . . . . . . .o vt v it it et e 264
Organizations Assisting Small Systems. . . . . . ... ... . ...t nnn.. 264
American Water Works Association (AWWA) Small Systems Program . . . .. 264
National Rural Water Association (NRWA). . .. .. ... ... .. ...... 264
Rural Community Assistance Program (RCAP) . . .. ......... ... ... 264
Farmers Home Administration (FmHA). . ... ... . ..... ... ...... 264
PUBBEATIONS . v woe o am i asii i sms wod S0ana 9 seg som d0in 602 W8 dse 0 G e 264
LT =1 264
SAMBIAG cwns wor 5t w0 wonin we suF wieos 695 w08 999 (eTEle B0F N B S sHERIEG 8 270
Flration. « v ot e e e e e e e e 270
DisinfeCtion . . .. . e e e e e e e e 270
Corrosion Control . . .. . ..o i i i e i e e e 270
Radionuclide Removal . . . . ... .. i e e 270
Wellhead Protectom. « v oa i Ve s s o weie ioe 608 o3 6eiv o 30s $aaens 271
Costs/Financial Management: o < i v ddaiali o sl sl s ot bali i 271
ConstlTants . ¢ waraosen fa 98 & o a6 T EUEEE S8 S8 S0 ST e Ve e b 271
The Federal Register .o i ws sann an v wn wen on i v ess 56 e ow win s @00
APPENDIX A—HOW TO TAKE BACTERIOLOGICAL SAMPLES. . . .............. 272
APPENDIX B—CHECKLIST: SOME FACTORS AFFECTING WATER TREATMENT
SYSTEM PERFORMANCE . . . .. .. . . e e e e e e e 273
AdMANIStEation o o vivsnes i o F0 400% 02 i WO B CaeielE a3 MY Neil e fi 273
MRINEBNANICE o o0 20 v i v ol 0% & Ve 60 Reiiatv W9 G5 SRR 6 SRR Wik e @ 273
DESIGAL o0 sosim on o s avv wis wsh Tee B M 608 BN SESUEIE HG BRI S 273
OPeration . . . . . .t e e e e e e e e e e e e 274
APPENDIX C—SELECTING A CONSULTING ENGINEER .. ... ...... .00, 275
APPENDIX D—-CHLORINE RESIDUAL MONITORING . . ... .. ... ... ..., 278
Demonstration of Maintaininga Residual . . . . .. ... ... ... ... ... .. ....... 278
Maintaining a Residual Enteringthe System . . . . . ... .. ................. 278
Maintaining a Residual Withinthe System . . . . . ... ... ...t 279
APPENDIX E—CT VALUES . . . ... .. . i it et e st e e e s ....280
APPENDIX F—SAMPLE OF CT CALCULATION FOR ACHIEVING 1-LOG
GIARDIA, 2-LOG VIRUS INACTIVATION WITH CHLORINE DISINFECTION . ... ... 282

PART II

THE COMPOSITE CORRECTION PROGRAM FOR OPTIMIZING WATER TREATMENT

PLANT PERFORMANCE

2. THE COMPOSITE CORRECTION PROGRAM APPROACH
The Comprehensive Performance Evaluation

Operation and Maintenance
Administration

Design ComPonents. o . o v v vt et i i e e e e e e e e



Contents and Subject Index xv

Evaluating the Factors that Limit Performance . . . .. ................. 289

(T 7o« 1.0 X 289

The Composite Correction Program . . . . .. .. ... ... ... ..., 291
Implementing the Composite Correction Program . . . . .. .............. 291
Maintaining Long-Term Involvement. . . . . ... .. .ot in .. 291

3: RESULTS OF CASE STUDIES : :; wroov oo v 6 wais i ol 80800ais 65 S &0as o b s &is 293
CPE FINDINGS . cs vavem ims s sosimvess o iisiemss o svs w/a-@ o6 o Sevsids £5 pe sisss oo 293
COPFINTINDS & .oocvmm i e w0 aveimiens sof s ooy o0 sid Wwes o Wos 6% G006 008 o SHEQeein 296
Overall Factors Limiting Performance . . . . . .. ... .. ... . i 296
4. CASE STUDIES . . . .. o e e e e e e e e 298
PIant 1 . e e e e e 298
PIaNEZ o o0 vi niion i we S0 an an v SR B V5 vaaes Oh va B aN va e e 304
PIant3 ocov on o 300ass e 550 ST S v wEEEE BN Ih WS B0 UA BeR 06 0 aa as 312
Plant/d oo soq oo s copor 2wl um g 2m 203 DR B DS NS SRGAVET WNE OGRS IR S 317
PINDEE comor o soem o i wn 960w e 6N 20 SA0AE W96 S5 SIAURIEE BN SR STeNR W G WV 323
PIABES oo s o sratmoens s sie o aom a0 S Grms sifs 5 SLaUAYRLE S6B WU RUSUE W B WEANE o 331
PRADET, cnvio i sis sacs ke e 553 sisisi sai ook B3 WEIE B0 56 SHECAUEGR bEE ASE SR PER NP BB R 336
Plant 8 . . .. L e e e e e e e e e e 342
Plant O . L L e e e e e e 350
Plant™ I0i oo o5 26 UL ses 6 va S &0 o4 v is o oh SRl s 5e Ta0d O oy wae et 356
Plant T1oaw v o onrvemes i m SasS00 Gid Toaolims 09 408 B el 09 BN SRR B 03 BEE o 364
PIant 12 o v o s oo s $am 0% ©e U8 a8 &8 5% amene 6 W8 A0 Bl R O o 370






Part |

Technologies for Upgrading Existing,
or Designing New,
Drinking Water Treatment Facilities

The information in Part | is from Technologies for Up-
grading Existing or Designing New Drinking Water
Treatment Facilities, prepared by James E. Smith, Jr.
of the U.S. Environmental Protection Agency, Center
for Environmental Research Information, March 1990.



Acknowledgments

This document is a compilation of the material presenced in a series of workshops on "Emerging
Technologies for Upgrading Existing or Designing New Drinking Water Treatment Facilities.” Some
of these workshops were sponsored by local sections of the American Water Works Association
(AWWA) and others by the Association of State Drinking Water Administrators (ASDWA). Other
sponsors included the United States Environmental Protection Agency's (EPA) Offices of Drinking
Water and Research and Development and Regions.

Overall management of the workshop series and preparation of this document was provided by Dr.
James E. Smith, Jr., of EPA's Center for Environmental Research Information. He was assisted in
providing technical direction by representatives of ASDWA, the local AWWA Sections, EPA Regional
Personnel, John Trax and Ken Hay of EPA's Office of Drinking Water, and Walter Feige and other
members of EPA's Drinking Water Research Division.

Unless otherwise noted, the technical material in this document was taken from handout materials
and presentations provided by the following speakers in the workshops: Dr. Robert M. Clark, Director
of EPA's Drinking Water Research Division, Cincinnati, Ohio; John F. Dyksen, Director, Department
of Water Supply, Village of Ridgewood, New Jersey; Sigurd Hansen, HDR, Inc., Cameron Park,
California; Dr. Gary S. Logsdon, Chief of EPA's Microbiological Treatment Branch, Cincinnati, Ohio:
Dr. Rip G. Rice, Rice International Consulting Enterprises, Ashton, Maryland; and Dr. Edward
Singley, James Montgomery Consulting Engineers, Gainesville, Florida. Appreciation is also
expressed to those individuals around the country who participated in panels and presented case
histories of their treatment experiences.

Organization and presentation of the material, technical writing, and editorial work was provided by
Lynn Knight, John Reinhardt, and Susan Richmond of Eastern Research Group, Inc., Arlington,
Massachusetts. Appreciation is expressed to those individuals in EPA's Offices of Drinking Water and
Research and Development who assisted in reviewing drafts of this publication; especially Peter Cook,
Ronnie Levin, Michael Schock, and Tom Sorg. The workshop presenters are acknowledged for their
assistance in reviewing materials, especially John Dyksen who provided overall technical review.

In addition, EPA gratefully acknowledges the assistance of:

Kalyan Ramen, Environmental Engineer, Malcolm Pirnie, Inc.

Ross Hymen and Paul Anderson, Massachusetts Dept. of Environmental
Quality Engineering.

Tom Boshar, Lally Associates

Dr. Carl Nebel, PCI Ozone Corporation

Fred Zinnbauer, Aquionies, Ine.

Gary Swanson, Robert Peccia Associates



1. Introduction

This document discusses drinking water treatment
technologies that address contaminants and
contaminant categories regulated under the Safe
Drinking Water Act (SDWA - 42 U.S.C. 300f, et seq.)
and its 1986 amendments. The information was
distilled from materials used in a series of workshops
conducted from 1987 through 1989 in locations
throughout the United States. The workshops were
sponsored by the Offices of Drinking Water (ODW)
and Research and Development (ORD) of the United
States Environmental Protection Agency (EPA), and
the Association of State Drinking Water
Administrators (ASDWA).

The 1986 statutory provisions of the SDWA
amendments bring a large number of previously
unregulated or minimally regulated water systems
under significant regulatory control. This document
covers both established and emerging technologies
needed to comply with these new regulations.
Descriptions of each technology include an overview
of the process, performance, design considerations,
operating and maintenance aspects, costs, and
experiences. This information is meant to assist
public water system engineers, operators, and
decision-makers faced with the many new regulatory
requirements in selecting methods of compliance.

Chapter 2 is an overview of the selection process and
the potential technological solutions for each
contaminant or contaminant category. This chapter
serves as a guide to subsequent chapters that discuss
each treatment technology in more detail. It includes
many tables that compare relevant information
between technologies. Case histories illustrating
experience with each technology are provided in
appendices.

Chapter 3 covers prefiltration elements of a water
treatment system, including rapid mixing, chemical
dosage, coagulation, flocculation, and sedimentation.
While these elements usually precede filtration, they
may be found with other treatment technologies as
well. These elements impact the performance of
subsequent components in the treatment train,
which are described in Chapters 4 through 7.

Chapter 4 describes filtration technologies that
address removal of turbidity and microbial
contamination. Technologies covered include
conventional, direct, slow sand, diatomaceous earth,
membrane, and cartridge filtration systems.

Chapter 5 reports on the five major disinfection
technologies: chlorine, ozone, ultraviolet (UV)
radiation, chlorine dioxide, and chloramines. The
problem of disinfection by-products and strategies for
their control are also addressed.

Chapters 6 and 7 describe technologies that address
organic and inorganic contamination, respectively.
Treatment technologies for organics removal include
granular activated carbon, packed column aeration,
powdered activated carbon, diffused aeration,
multiple tray aeration, oxidation, mechanical
aeration, catenary grid aeration, Higee aeration, and
membrane filtration. Treatment technologies for
inorganics removal include corrosion control, reverse
osmosis, ion exchange, activated alumina, aeration,
and powdered activated carbon.

Chapter 8 reviews the recent research activities of
EPA's Drinking Water Research Division.

Finally, Chapter 9 lists the references used in the
entire document,.



2. Selecting and Evaluating Treatment Processes

This chapter serves as a guide to the entire document.

It begins in Section 2.1 with a brief summary of the
statutory and regulatory framework that applies to
public drinking water systems. The new statutory
and regulatory provisions drive the treatment
objectives for drinking water. [dentifying these
objectives and selecting treatment alternatives are
discussed in Section 2.2. Section 2.3 summarizes the
various technological alternatives available to water
utilities for complying with the new regulatory
provisions. Section 2.4 discusses the final selection
process.

2.1 Overview of Federal Drinking Water
Regulations

This overview provides a general context for
discussing the available treatment technologies
presented in this document, [t is not intended as a
substitute for the Code of Federal Regulations that
describes each provision's many regulatory
specifications, variances, and exceptions.

The 1986 amendments significantly strengthen and
expand the 1974 Safe Drinking Water Act (SDWA).
A major focus of the amendments is establishing a
strict schedule for promulgating drinking water
regulations that use numerical standards, referred to
as Maximum Contaminant Levels (MCLs), or
treatment technique requirements for 83
contaminants (see Table 2-1). Prior to the 1986
amendments, only 22 MCLs had been set. In addition,
EPA must regulate 25 additional contaminants every
3 years beginning in 1991.

The regulatory provisions derived from the 1986
amendments use the following terms to describe
controls for water contaminants:

¢ Maximum Contaminant Levels (MCLs): These
are the maximum permissible levels of

contaminants delivered to a user of public water
supplies.

® Maximum Contaminant Level Goals (MCLG):
These are nonenforceable limits that indicate the
level of the contaminant that does not cause any
known or anticipated adverse effect on human
health. They were formerly termed Recom-
mended Maximum Contaminant levels (RMCLs).

® Secondary Maximum Contaminant Levels
{SMCLs): These are nonenforceable goals for
preserving the aesthetic qualities of drinking
water.

The amendments authorize EPA to set treatment
technique requirements in lieu of MCLs when it is
not economically or technically feasible for water
suppliers to determine the level of contaminants. In
addition, the amendments require EPA to set best
available technology (BAT) for purposes of complying
with National Primary Drinking Water Regulations,
For instance, the statute lists granular activated
carbon (GAC) as BAT for synthetic organic chemical
(SOC) removal. For purposes of complying with the
regulations, any other technology, treatment
technique, or control strategy selected to remove
SOCs must be as effective as GAC. BAT is also set for
purposes of issuing variances under Section 1415,

In addition to the quantitative provisions noted
above, there are several far-reaching provisions on
monitoring, filtration, disinfection, and use of lead
materials included in the 1986 Amendments to the
SDWA, as [ollows:

® Monitoring: The amendments instruct EPA to
promulgate regulations requiring monitoring of
certain unregulated contaminants. The
monitoring schedule is varied based on the
number of persons served by the system, the
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Table 2-1.  Ct

the SOWA Amandments of 1986

d 10 be Regqul

d Under

Volatile Organic Chemicals
Tnchioroethylane
Tetrachloroethyiane
Carbon tetrachicnde
1,1,1-Tnchicroathana
1.2-Dichioroethane
Vinyl chioride
Methylene chioride

Microbiology and Turbidity

Benzena

Chigrobenzena
Dichlorobenzens
Tnchlorobenzene
1,1-Dichlorcethylens
trans-1,2 Dichloroethylane
cis-1,2-Dichloroathylene

Total coliformsa Virusas
Turbiditys Standard plate count
Giardia lambiia Legionella
Inorganics
Arsamct Molybdenum
Banum# Asbesios
Cadmums Sultate
Chromiuma Copper
Leag? Vanadium
Mercury?® Sodium
Nitralg® Nickel
Selenum? Zinc
Sitvera Thalum
Fluondea Beryllum
Aluminum Cyanide
Antmaony
Synthetic Organics
Endnne 1,1.2-Tnchioroathana
Lindane® Vydate
Methaxychiors Simazing
Toxapheneae PAHs
2,4-Da PCBs
2,4,5-TPa Atrazing
Aldicart Phthalates
Chiordana Acrylamide
Dalapon Dibromochloropropane {DBCP)
Diquat 1.2-Dichloropropane
Endothall Pantachlorophenol
Glyphosate Pichloram
Carboturan Dinoset
Alachor Ethylene dibromide (EDB)
Epichlorghydnn Dibromomethane
Toluene Xylena
Adipates Hexachlorocyclopentadiene
2.3.7.8-Chic i dib ) Total inhalomath

lurans (Diwown)
Radlonuclides

Radium 226 and 228¢

Ba‘gn parucia and photon

radioactivitys

Uranium

Gross alpha partcie actvity®
Radon

*Regulated pnor 10 1986 amendments 1o SOWA.
Source: U.S, EPA Fact Sheel, February 1989.

source of the supply, and the contaminants likely

to be found.

® Filtration: EPA was required to specify criteria

under which filtration is required for surface

water sources and procedures for States to
determine which systems must filter.

® Disinfection: All public water supplies will be
required to disinfect their water.

® Lead: The amendments prohibit the use of
solders and fluxes containing more than 0.2
percent lead and pipes and pipe fittings
containing more than 8 percent lead.

The three primary entities involved with the
regulatory effort for the 1986 amendments are:

e U.S EPA, with the primary roles of national
primary and secondary drinking water
regulations, designating BATs, and overseeing
State programs and enforcement.

e States, with the primary responsibility of
implementation, program administration, and
enforcement.

e Utilities, which will have to increase monitoring,
install new treatment processes, and increase
public awareness of contamination problems.

These are very simplified descriptions of each role.
The statute and regulations require significant
interplay between the three groups.

The regulatory effort is divided into the following five
phases:

® Phasel: Volatile organic compounds

® Phasell: Synthetic organic compounds,
inorganic compounds, and unreg-
ulated contaminant monitoring

® Phase lIl: Radionuclide contaminants

® PhaselV: Disinfectant and oxidant by-products

¢ PhaseV: [norganiccompounds and synthetic

organic compounds

On July 8, 1987, EPA promulgated final regulations
for eight VOCs and fluoride. The final MCLGs and
MCLs for the VOCs are shown in Table 2-2, The
regulations published July 8, 1987, also include
monitoring requirements for 51 unregulated
contaminants, which are shown in Table 2-3,

In May 1989, EPA issued proposed regulations for 30
SOCs and 8 inorganic chemicals (I0Cs), which are
listed in Table 2-4. For two contaminants, epichloro-
hydrin and acrylamide, EPA proposed a treatment
technique in lieu of an MCL and monitoring
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Table 2-2.  Final MCLGs and MCLa for VOCs
Final MCLG* Final MCL
(mgL) (mg/L)

Tnchloroethylene zero 0.005
Carbon tetrachioride zero 0.005
Vinyl chlonde 2810 0.002
1.2-Dichlgroathane zero 0.005
Benzene 2800 0.005
para-Dichiorabenzens 0.075 0.075
1.1-Dichloroethylena 0.007 0.007

1,1,1-Trichigroethane 0.2 0.2

4 Final MCLGs were published Nov, 13, 1985. The MCLG and
MCL for p-dichiorobenzene were reproposed al zero and 0.005
mg/L on April 17, 1987; comment was requested on levels of
0.075 mg/L and 0.075 mg/L, respectvely.

Source: U.S. EPA Fact Sheat; February 1989,

requirements. The proposal also established nine
new secondary MCLs, which are listed in Table 2-5.

In June 1988, EPA issued proposed regulations to
define MCLs and MCLGs for lead and copper. The
MCLG proposed for lead is zero, and 1.3 mg/L for
copper. The proposed MCLs applicable to water
entering the distribution system were 0.005 mg/L for
lead and 1.3 mg/L for copper. EPA also was
considering MCLs and/or action levels for lead and
copper and other related water quality parameters at
the consumers' tap. These proposed regulations are in
various stages of finalization.

On June 29, 1989, the Surface Water Treatment Rule
(SWTR) and the Coliform Rule were promulgated.
According to the SWTR, all public water systems
using surface water or ground water under direct
influence of surface water, must disinfect and may be
required to filter if certain source water quality
requirements and site-specific conditions are not met.
The MCLGs established in the rule are:

® Giardialamblia -0
® Viruses-0
® Legionella -0

No MCLGs were set for turbidity and heterotrophic
plate count. Treatment requirements also were
established in lieu of MCLs for Giardia, viruses,
HPC, Legionella, and turbidity. Treatment must
reliably achieve at least 99.9 percent
removal/inactivation of Giardia lamblia cysts and
99.99 percent removal/inactivation of viruses.

The Coliform Rule requires all public water systems
to meet the coliform MCL and monitor total coliform
with frequencies depending on population served,
and requires small systems to conduct a sanitary
survey. To comply with the coliform MCL, no more
than 50 percent of all total coliform samples per
month can be total coliform-positive.

Tabla 2-3.  Monitoring for Unregulated VOCs

Required for All Systems:

Chioroform 1,2-Dichloropropane
Bromodichloromethane 1.1,2,2-Tetrachioroethane
Chiorodibromomethane Ethylbenzene

Bromaform 1,3-Dichloropropane
trans-1,2-Dichloroethylene Styrens

Chiorobenzene Chioromethane
m-Dichlorobenzene Bromomathane

Dichioromethane
cis-1,2-Dichioroethylene

1,2.3-Tnchloropropane
1.1.1.2-Tatrachloroethana

o-Dichlorobenzene Chioroethane

Ditromomethane 1,1,2-Trichioroethane
1,1-Dichioropropane 2,2-Dchloropropane
Tetrachloroethylene o-Chiorotoluene
Toluene p-Chiorotoluene
p-Xylena Bromabenzena
o-Xylene 1,3-Dichloropropane
m-Xylene Ethylene dibromide
1.1-Dichloroethane 1.2-Dibrome-3-chioropropane
Required for Yulnerable

Systems Only:

1.2-Dibromo-3-chioropropane

(DBCP)

Ethylenedibromide (EDB)
At Each State's Discretion:

1,2.4-Tnmethylbenzens 1,3.5-Tamethylbenzeneg

1,2.4-Trichlorobenzena p-lsopropyitoluene
1.2.3-Tnchlorobenzena Isopropylbenzens
n-Propylbenzene tert-butylbenzensg
n-Butylbenzene sec-butylbenzens
Naghthalene Flugromnchioromethane
Hexachiorobutadiene Dichiorodifiuvoromethane

Bromochloromethane

Source: U.S. EPA Fact Sheel: February 1989.

2.2 Selecting Treatment Technologies

Defining treatment objectives and selecting control
technologies involve eight basic considerations:

Effluent requirements

[nfluent characteristics

Existing system configuration

Cost

Operating requirements

Pretreatment and posttreatment components
Waste management

Future needs of the service area
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Tabie 2-4.  Proposed MCLGs and MCLs for SOCs and
10Cs

Exising Proposea Proposed
NPDWRs MCLG MCL
Contamnant (moL) (mgL) (moL)
Acrylamide - zer0 TT®
Alachior - zero 0.002
Aldicarh - 0.01 0.01
Aldicarh suloxide - 0.01 0.01
Aldicard sulfone - 0.04 0.04
Atrazne - 0.003 0.003
Carbohyran - 0.04 0.04
Chiordane - zeT0 0.002
ci§-1,2- - 0.07 0.07
Dichioroethylene
Dibromochioropropane - 2810 0.0002
|DBCP)
1,2-Dichloropropane - 280 0.005
o-Dichliorobenzense - 06 0.6
24D 0.1 0.07 0.07
Ethylenedibromide - 2000 0.00005
(EDB)
Epchiorphydrin - 2810 TR
Ethylbenzene - 0.7 0.7
Heptachior - zero 0.0004
Haplachior epoxide = Zero 0.0002
Lindana 0.004 0.0002 0.0002
Methoxychior 01 04 04
Monochiorobenzene - 0.1 0.1
PCBs (as - 8rQ 0.005
decachlorotiphenyi)
Pentachiorophenol 0.2 0.2
Styrene< - zero/0.| 0.005/0.1
Tetrachioroathylene - 280 0.005
Toluene ™ 20 20
245 TP245.TP 0.01 0.05 0.05
Toxaphena 0.005 zero 0.005
rrans-1,2- - 0.1 0.1
Drchioroathylene
Xylenes (lotal) - 10.0 10.0
10C
Asbasios - 7 FiLd 7 FLe
Janum 1.0 50 50
Cadmium 0.010 0.005 0.005
Chromium 0.05 0.1 0.1
Mercury 0.002 0.002 0.002
Nitrate (as nitrogen) 10.0 10.0 10.0
Nitnite (as nitrogen) - 1.0 1.0
Selenum 0.0 0.05 0.05
* NPDWR = N Prmary D g Water Regulax

BTT = Treatment Techmque.

€ EPA proposes MCLs of 0.1 mg/L based on a group C carcmnogen
classificabon and 0.005 mg/L based on a B, class:icaton,

97 milhon libarsiiter (only fibers longer than 10 pm).

Source: U.S. EPA (1389)

Effluent Requirements and Influent
Characteristics

Federal drinking water regulations, which include
effluent requirements, are the primary factors
determining water treatment goals. Supplementary

Table 2-5. Proposed SMCLs*
Contaminant Level (mgiL)

Aluminum 0.05
o-Dwchiorobenzens 0.01
p-Drchiorobenzena 0.005
Ethyibenzene 0.03
Pentachiorophenal 0.03
Sitver 0.09
Styrane 0.01
Toluene 0.04
Kytena 0.02

& Other secondary regulabons may be

proposed in the future, as appropnale.
Source: U.S. EPA (1989).

effluent criteria from regulatory recommendations
(e.g., U.S. EPA Health Advisories), professional
organizations, State regulations, and consumer
preferences are also considerations. Comparisons of
existing influent characteristics with effluent
requirements provide the basis for identifying
treatment needs. The influent is properly
characterized by an historical profile of the chemical
and biological constituents of the water source. Non-
contaminant parameters, such as pH levels, are also
useful in characterizing influent because of their
impact on treatment process efficiencies.

Existing System Configuration

The adaptability of an existing system configuration
to larger or different processes is an important
consideration in assessing treatment options. Also, a
system'’s ability to blend treated water with raw
water can affect its achievement of regulatory
standards, which are generally based on contaminant
concentrations.

Cost

Total treatment costs are divided into one-time
capital costs and annual operating and maintenance
costs. Each treatment option has a different
combination of capital and operating and
maintenance costs, with higher capital costs often
being associated with lower operating and
maintenance costs. Smaller systems with limited
capital budgets are generally saddled with higher
operating and maintenance costs because they cannot
afford the appropriate capital equipment.

Operating Requirements

Consistency in the nature and volume of the influent
is a crucial operating parameter. As the consistency
of the influent decreases, the necessity of monitoring
and the operating complexity of most systems
increases, Consequently, the level of operator
training and attention required, as well as the
amount of instrumentation, controls, and
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automation, also increases as influent consistency
decreases. Other important operating considerations
include:

Energy requirements

Chemical availability and consumption rate
Instrumentation and automation

Preventative maintenance

Noise

Esthetics

Backup/Redundant systems

Startup phase requirements before full removal
capacity is achieved

Cleaning and backwashing requirements

Pretreatment and Posttreatment Processes

All water treatment technologies perform differently
with different pretreatment and posttreatment
processes. The compatibility of all the.processes in
the treatment train is key to achieving individual
treatment goals. For instance, a lower pH is desirable
for maximum efficiency of chlorine disinfection;
however, lower pH accelerates corrosion of the water
distribution system. For successful implementation
of a treatment technology, all elements of the train
must interact efficiently and effectively.

Waste Management

Waste management is a concern associated with the
removal of contaminants in drinking water. Most
treatment processes concentrate contaminants,
sometimes hazardous, into residuals that requires
special handling. Such wastes are in the form of
solutions, gases, sludges, and solids. Extensive
regulations cover the management of these wastes,
particularly those classified as hazardous.

Future Service Area Needs

The last major factor in selecting a treatment
technology is the future of the service and supply
areas. Population and economic forecasts of the
service area are the basic tools for evaluating future
demands. Examination and analyses of the
watershed(s) of present and potential water supplies
are important to determine the vulnerability of
supplies to anthropogenic and natural threats.

2.3 Overview of Avallable Treatment
Alternatives

This section provides an overview of the available
treatment technologies associated with all categories
of treatment objectives. Summary data are presented
for each technology and alternatives are compared on
the basis of:

@ Performance
@ Suitability to treatment plant size

Degree of acceptance

Conditions required for effective operation
Operating and maintenance requirements
Compatibility with other treatment processes

Table 2-6 lists the treatment options associated with
each of five categories of treatment objectives:
filtration, disinfection, organic and inorganic
contaminant removal, and corrosion control. The
table indicates four levels of treatment technology
acceptance; experimental, emerging, established,
and BAT. Experimental technologies have shown
promise in some applications, but have not been
extensively tested. Emerging technologies have
proven themselves in the laboratory, but not in the
field. Established treatments are commonly used in
the water industry. BAT is a regulatory designation
that indicates the level of contaminant removal
achievable through specification of a technology or a
technology equivalent, rather than an MCL.

Detailed discussions of all technologies are provided
in Sections 3 through 7, as follows:

® Prefiltration and filtration for treatment of
primarily turbidity and color - Chapters 3 and 4.

e Disinfection for treatment of pathogenic
organisms, including Giardia cysts, bacteria, and
viruses ~ Chapter 5.

® Organic contaminant removal, including volatile
organic chemicals and other synthetic organic
chemicals - Chapter 6.

® [norganic contaminant removal, including
products of distribution system corrosion and
radioactive contaminants - Chapter 7.

2.3.1 Filtration

The three basic regulatory requirements associated
with filtration systems are control of turbidity, color,
and biological contamination (Giardia cysts, enteric
viruses, and coliform bacteria), Other key consid-
erations in selecting a filtration system include:

Frequency of the cleaning cycle
Chemical requirements
Operational complexity

Sludge volume and toxicity

Each of these factors is site specific. In addition,
climate will determine whether it is necessary to
house the filter operation, which in some cases is
prohibitively expensive.

In most conventional filtration systems, mixing,
flocculation, and sedimentation processes typically
precede actual filtration. While these pretreatment
elements are always found in conventional filtration
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Table 2-6. Overview of Water Treatment Technologies
Technological Options )
Treatment Requirements Under the New 1o Mest Regulatory Stage of Size.
Requlatons Requirements Acceptability  Sustability Comments
Filtrabon of surface water supplies to coatrol
turtndity and microbial contamination
Conventional filtration Established Al Mast common; agaptable for
adding other processes
Direct fitration Established Al Lower cost alterative lo
conventional filtration
Slow sand filtration Established  Especially Operationally simple; low cost, but
small, but all  requires large land areas
s1zes
Package plant liltraton  Established  Mostlly small  Compact: vanety of process
combinatons avalable
Diatomaceous earth Estabished  Mostly small  Limited apphcability; potentially
filtration expensive for small systems
Membrane liltraton Emerging Mostly small  Expenmental, expensive
Canndge hitration Emerging Small Expenmental, expensive
Disinfecton of all public water supphes
Chionne Established All Most widely used method;
concerns aboul heaith etects of
by-products
Chianne dioxide Established Al Relatively new 10 the United
States: concerns about inorganic
by-products
Monochloramine Estabhshed Al Secondary disinfectant anly, some
by-product concerns
Ozone Established Al Very effective and requires a
secondary disinfectant
Ultraviolet radiauon Estaplished Al Simple, no established harmful by-
products and requires secondary
disinfectant
Advanced oxdaton Emerging All Not much information concerning
{ozone plus H;0, and disinlection aspacts of this process
ozone plus ultraviolat
radiation)
Orgamic contamination control, including S0
specific compounds
Granular activated BAT All Highly etfectve: polenual waste
carbon dispasal issues
Packed column aeraton BAT All Highly effective for volatile
compounds; polental air
emisSSIons 1Ssues
Powdered actvated Established Large Requires convenbonal ireaiment
carpon process train for applicanon
Dittused aaraton Estabhshed Al Vanable removal electivenass
Muttiple tray aeranon Established  All Vanable removal effectiveness
Oxidation Expenmental  All By-products concemns
Reverse osmosis Emerqing Small 10 Varnable removal etlectiveness,
medium expansive
Machanical agrabon Expenmantal Al Mostly for waslewater treatment;
mgh energy requiremenis, easy 10
operate
Catenary gnd Expenmental  All Performance dala are scarce;
potential air emMssions 1S5ues
Higee aaraton Expenimental  Small Compact, high energy

requirements: potental air
BMISSIONS ISSUES

{Continued)



10 Upgrading Existing or Designing New Drinking Water Treatment Facilities

Table 2-8. {Continued)
Technological Options
Treaiment Requirements Under the New 10 Meet Regulatory Stage of Size
Regulahons Requirements Acceptability  Sustability Comments
Resins Expenmental Small Data scarce
Ultrafiltration Emerging Small Pnmantly for turbidity; data for
organics removal are scarce
Inorganic contamination control, including 36
specific inorganic contaminants, and 5
radioactive contaminants
Reversa 0smosis Established  Small o Highty effective; axpensive:
medium potental waste disposal issues
lon exchange Established Smail to Highly effectve; expansive;
medium polenbal waste disposal issues
Activaled alumina Established Small Highly etfective; expansive;
potenlial waste disposal 1ssues
Granular activated Expenmental Small Expenmental for radionuclide
carbon removal; potenbal waste disposal
;
Corrosion controls pH control Established Al Polenbal to conflict with other
freatments
Corrosion Inhititors Established  All Vanable effectivenass depending

on type of inhitstor

Source: Denved from tables and text included in Chapters 3 through 7.

systems, they are also sometimes found in
nonconventional systems. In addition to the three
prefiltration steps, additives, such as chemicals for
pH adjustment, coagulants, coagulant aids, and
polymers, are commonly used in conjunction with
filtration. All of these elements affect the
performance of the filter system. These effects are
discussed in detail in Chapter 3.

The seven filtration options reviewed in this
document include:

Conventional filtration

Direct filtration

Slow sand filtration

Package plant filtration
Diatomaceous earth filtration
Membrane filtration (reverse osmosis)
Cartridge filtration

The performance of each filter type depends on the
quality of the influent and proper design and
operation. The range of influent characteristics for
which various filters are effective is provided in
Table 2-7.

Conventional filtration, with rapid mix, flocculation,
and sedimentation, is clearly the most versatile in its
effectiveness in treating variable influents.
Coagulation/filtration systems are more difficult to
operate compared to slow sand or diatomaceous earth
filters because they involve adjusting water
chemistry for proper coagulation. Slow sand,
diatomaceous earth, membrane, and cartridge

filtration units do not have a coagulation step. The
complexity of operating a package filtration plant
varies with the manufacturer and model. Package
plants, slow sand, membrane, and cartridge filtration
are most applicable to small systems.

The removal capacities for Giardia cysts and viruses
of the seven filter systems are presented in Table
2-8.

2.3.2 Disinfection

The recently promulgated SWTR requires water
treatment systems to inactivate 99.9 percent of
Giardia cysts and 99.99 percent of enteric viruses.
Disinfection systems alone, or in conjunction with
filtration systems, can meet these requirements. At
the same time, regulations regarding disinfection by-
products in the finished water must be met.
Currently, total trihalomethanes are the only
disinfection by-products regulated by EPA; however,
new disinfection by-product regulations are
anticipated.

Primary disinfectants are those used for the
inactivation of Giardia cysts, viruses, and bacterial
contaminants, while secondary disinfectants
suppress biological regeneration in the distribution
system. Common primary disinfectants are chlorine,
chlorine dioxide, ozone, and UV radiation. Most are
suitable for both ground water and surface water. An
exception is UV radiation, which is only suitable for
ground water because it is not effective against
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Table 2-7.  Typical intiuent Characteristics and Capacities for Filtration Technologies
Coliform Coumt Tymcal Capacity
Filtration Options Turbidity (NTUs) Color (in color units) (per 100 mL) (MGD)
Conventional No restncbons <75 < 20,000 > All sizes
Direct <14 <40 <500 > All sizes
Slow sand <5 <10 <800 <15
Package Plant [depends on processes utiized | <6
Diatomaceous earth <5 <5 <50 <100
Membrane <1 [foukng index of <10] <0.5
Carnndge <2 NA NA <1.0

NA = not available.
1 MGD = 0.044 m/sec
Source: See lables and text in Chapters 3 and 4.

Table 2-8. Removal Capacities of Seven Fiiter Options
(percent remaoval)
Achigvable
Giardia Cyst Achigvable Virus
Filtrabon Options Levels Levels
Conventonal 99.9 99.0
Direct 999 99.0
Slow sand 99.99 99.9999
Package plant vangs with  manufacturer
Diatomaceous earth 99.99 >99.95
Membrane 100 Very low
Cartndge >99 Littie data avalable

Source: See lables and text in Chapters 3 and 4.

Giardia cysts. Secondary disinfectants include
chlorine, chlorine dioxide, and chloramines.

Disinfection effectiveness is measured in terms of the
residual concentration and length of contact time
necessary to achieve the desired inactivations. Four
chemical disinfectants listed in descending order of
their effectiveness are ozone, chlorine dioxide,
chlorine, and chloramines. The effectivenessof a
particular disinfectant is also influenced by water
quality, temperature, and pH. Lower disinfectant
dosages may be used when:

® There is filtration or oxidation prior to the
disinfection step.
® The water temperature is high.

The dosage of chlorine required for effective
disinfection is reduced as the pH of the water is
reduced. A qualitative summary of the advantages
and disadvantages of the five disinfectants is
provided in Table 2-9.

Some disinfectants are unstable and, therefore, have
to be generated on site. Production considerations for
the five disinfectants are contained in Table 2-10.
The table also provides the number and type of
alternative production methods.

The preferred application point for the various
disinfectants are described in Table 2-11. Table 2-12
compares basic operational considerations, pH,
presence of by-products, operational simplicity, and
maintenance required.

One of the most important considerations in
assessing disinfectants is balancing inactivation or
biocidal effectiveness with by-product production.
The by-products of greatest current concern are
trihalomethanes and other halogenated organic
compounds; chlorine has the greatest potential for
generating harmful by-products. The amount of these
by-products produced by chlorine is affected by:

Chlorine dosage

Types and concentrations of organic material in
the influent

Influent temperature

Influent pH

Contact time for free chlorine

Nature of residual (free chlorine vs. combined
chlorine)

® Presence of bromide ion

If chlorine produces an unsatisfactory level of by-
products, then other disinfectants are potential
alternatives. Chlorine dioxide is effective, but the
total levels of chlorine dioxide and its
oxidation/reduction products may limit its
applicability. Ozone and UV radiation are very
effective primary disinfectants, but require the use of
secondary disinfectants. Ozone will produce harmful
halogenated by-products with influent containing
bromide ions. It will also produce harmful oxidation
products in the presence of certain synthetic organics
such as heptachlor. Chlorine dioxide and
monochloramines are effective secondary
disinfectants, but require careful dosage and
application management to avoid producing harmful
by-products in finished water. (Chapter 5 contains a
more complete discussion of disinfection by-products
and strategies for their control.)
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Table 2-9. A ges and Di ges of Five Disinf
Disinfectant Advaniages Disadvantages
Chionne Effective. Widely used, Vanety of possible application Harmful halogenated by-products. Potential confiict with
points. Inexpansive. Appropnate as both pnmary and corrosion control pH levels, when used as a secondary
secondary disinfectant. disinfectant.
Ozone Very effactive. Minimal harmful by-products dentified to  Requires secondary disinfectant. Relatively high cost.

Uttraviolet radiation

date. Enhances slow sand and GAC filters. Provides
oxdaton and disinfecton in the same step.

Very sffective for virusas and bactena. Readily
available. No harmtul residuals. Simple operaton and

More complex operauons because it must be generated
on-sile.

Inappropnate for water with Grardia cysts, high

maintenance.

Chionne dioxide Effective. Refauvely low cost. G iy does not
produce THMS,

Chloramines Mildly etfective for bactena. Long-lasting residual,

Generally does not produce THMS.

suspended sohds, high colar, mgh turtidity, or soluble
organics. Requires a secondary disinfectant,

Some harmitul by-products. Low dosages currently
recommended by U.S. EPA may make it inaffective.
Must be generated on-sie.

Some harmtul by-products. Toxic effects for kidney
dialysis patients. Only recommended as a secondary
disinfectant. Inefective against viruses and cysts.

Source: See lables and text in Chapter 5.

Disinfectant Production Considerations

Chignne  Mona- Ultraviolet
Chionne Diguide chioramine Ozone Radiabon
Chemically  Yes Yes Yes No NA
stabie

On-site No Yes Yes Yes Yes
producton

requirad

Number of NA 3a 20 Je NA
alternative

on-site

generaton

techmques

Table 2-10.

*ncluding:
1. Treaung sodium chionte solution with chionne gas
2. Treaung sodium chiorite solubon with sodium
hypochiorite and mineral acid
3. Treaung sodwum chigrite solution with mineral acid
Bincluding:
1. Adding ammona 1o a water and chionne solution
2. Adding chionne to a waler and ammomia solution
Cincluding:
1. Ambent air
2. Pure oxygen
3 Oxygen-ennched air
NA = not applicable.
Source: See 1ext and tables in Chapler S,

2.3.3 Organic Contaminant Removal

The 1986 Amendments to the SDWA require the
establishment of new MCLs for many organic
contaminants, including disinfection by-products.
The regulations designate BATSs as well as MCLs for
organic contaminants. The July 1987 regulations
specify packed column aeration (PCA) and GAC as
the BAT for seven of the eight VOCs. PCA is BAT for
vinyl chloride, the eighth VOC. Water utilities with
these contaminants will have to provide removals at
least equivalent to those achieved by the designated
BATs.

Table 2-11. Desired Points of Disinfectant Application®
“Thionne Towards the end of the water reatment
process 10 mimmize THM formaugn and
provide secondary disinfection
Ozone Prior 1o the rapid mixing step n all reat-

ment processes, except GAC and conven-
tonal treatment processes; pror 1o filtra-
non for GAC, post-sedimentation for con-
ventional treaiment. In addinon, sufficient
nme lor biodegradaton of the oxidanon
products of the ozonation of organic com-
pounds is recommended prior to
secondary disinfection,

Towards the end ol the waler treatment
process 1o mimmize presence of other
contaminants that interfere with this
disinfeciant

Ultraviolet radiation

Chionne dwoxde Prior (o fitravon; to assure low levels of
Ci0;. Cl0y. and ClD4, treat with GAC after
disinfecuon,

Monochloramines Best apphed towards the and of the

process as a secondary disinfectant

* In general, disintectant dosages will be lessaned by placing the
pont of applicaton towards the end of the water treaiment process
because of the lower lavels of contaminants that would tertere
with efficient disinfecuon. However, water plants with shon
detention bmes in clear walls and with nearby lirst customers may
be requwed 10 move ther point of disinfection upstream o attan
the appropnate CT value under the Surface Water Trealment
Rule.

Source: See lext and lables n Chapter 5

The removal capabilities of selected treatment
technologies for several organic contaminants and
contaminant classes are provided in Table 2-13. The
first listed treatment, coagulatior/filtration is widely
used primarily for turbidity and microbial
contaminant control, but can be somewhat effective
in removing certain organic compounds. GAC and
PCA are designated as BAT for many of the organic
chemicals and are much more effective. Costs for
either technology vary depending on the contaminant
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Table 2-12. Disinfectant Application Considerations
Mano-
Cly CIO, chioraming 04 uv
Opbmum 7 6-9 78 [ NA
waler pH

By-products Yes Yes Yes Yes No
presant

Operational Yes No No No* Yes
simphcity

Maintenance Low Low Low High High
required

*Operatonally simplified with an automated system,
NA = not applicable.
Source: See lext and lables in Chapter 5.

removed and whether waste management isa
potential issue. Powdered activated carbon (PAC),
the fourth treatment listed in the table, is only suited
for application to conventional systems with rapid
mix, flocculation, sedimentation, and filtration
components. PAC also addresses some taste and odor
problems. This form of activated carbon is especially
suitable for seasonal organic contaminant problems
since it can be added as needed. In some instances,
however, such high dosages of PAC are required to
achieve organic removal that waste management
becomes a problem.

All other listed treatments, including the different
aeration configurations, are less established. The
aeration treatments, developed for specific
applications, are generally equal to or less effective
than PCA, but have higher energy requirements. For
some, controlling biological growth in the systems is
a problem. The remaining treatments, besides the
aeration technologies, all tend to be very effective in
removing contaminants, but their application to
specific organics is still experimental. The
efficiencies of all treatments depend on the type and
concentration of the contaminants. While
pretreatment is not always required, it can increase
the effectiveness of some of the treatments. Table 2-
14 illustrates the variation in operating conditions
for these treatments.

2.3.4 Inorganic Contaminant Removal and
Control

Inorganic contaminant treatments are categorized as
prevention strategies or removal technologies.
Corrosion controls prevent or minimize the presence
of corrosion produects (inorganic contaminants) at the
point of use. Removal technologies treat source water
that is contaminated with metals or radionuclides.

2.3.4.1 Corrosion Controls

Corrosion controls address the two primary aspects of
corrosion:

¢ Water quality characteristics
® Materials subject to corrosion

The two most significant water quality
characteristics that influence corrosion are pH and
carbonate/bicarbonate alkalinity, Components of the
distribution system subject to corrosion include pipes,
valves, meters, plumbing, solder, and flux. The
longer the contact time between the water and
corrodible materials in the distribution system, the
higher the concentration of dissolved metals in the
drinking water.

The four general types of corrosion controls are:

® Adjustments to water pH

® Addition of corrosion inhibitors to the water to
form protective coatings over the potentially
corrodible metal

® Electronic cathodic protection

® Applied coatings and linings

The most commonly used corrosion control is pH
adjustment because it is inexpensive and easily
applied. Table 2-15 compares corrosion controls.

Corrosion controls involving pH adjustment may
conflict with ideal pH conditions for disinfection and
control of disinfection by-products. The treatment
methods selected for both treatment objectives should
be carefully coordinated to avoid diminishing the
effectiveness of either process.

2.3.4.2Inorganic Contaminant Removal

There are 10 treatment processes for addressing the
many inorganic contaminants, including
radionuclides. Most treatment processes are effective
for only a specific set of contaminants under certain
circumstances, Fortunately, all of the inorganic
contaminants do not often occur simultaneously. The
most appropriate applications for each treatment
process are shown in Table 2-16. This table
distinguishes between ground water and surface
water by the generally higher concentrations of
suspended solids in most surface water. Table 2-17
provides removal efficiencies for specific
contaminants with the same treatments. For radon
removal, which is not included in the table, aeration
is highly effective.

The most important factors affecting inorganic
contaminant removal are:

Contaminant type and valence

Influent contaminant concentration
[nfluent levels of dissolved solids and pH
Desired effluent concentration
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Table 2-13. Treatment Technology Removal Etfectiveness Reported for Organic Contaminants (parcent)

Coagulaton/ Dittusad Reverse
Contar Filtraton GAC PCA PAC Agration Oxdation®  Osmosis
Acrylamide 5 NA 0-29 13 NA NA 0-97
Alachior 0-49 70-100 70-100 36-100 NA 70-100 70-100
Aldicarb NA NA 0-29 NA NA NA 94-99
Benzens 0-29 70-100 70-100 NA NA 70-100 0-29
Carboturan 54-79 70-100 0-29 45-75 11-20 70100 70-100
Carbon tetrachionde 0-29 70-100 70-100 0-25 NA 0-29 70-100
Chiordane NA 70-100 0-29 NA NA NA NA
Chlorobanzene 0-29 70-100 70-100 NA NA 30-69 70-100
24-D Q0-29 70-100 70-100 69-100 NA w 0-65
1,2-Dichloroathane 0-29 70-100 70-100 NA 42-77 0-29 15-70
1.2-Dichioropropana 0-29 70-100 70-100 NA 12-79 0-29 10-100
Dibromochioropropane 0-29 70-100 30-69 NA NA 0-29 NA
Dichlorgbenzense NA 70-100 NA NA NA NA NA
o-Dichlorobenzene 0-29 70-100 70-100 38-95 14-72 30-88 30-69
p-Dichlorobenzena 0-29 70-100 70-100 NA NA 30-69 0-10
1,1-Dichioroethylena 0-29 70-100 70-100 NA a7 70-100 NA
cis-1,2-Dichloroethylene 0-29 70-100 70-100 NA 32-85 70-100 0-30
trans-1,2- 0-29 70-100 70-100 NA 37-96 70-100 0-30
Dichloroethylens
Epichiorohydnn NA NA 0-29 NA NA 0-29 NA
Ethylbanzene 0-29 70-100 70-100 33-99 24-89 70-100 0-30
Ethylena dibromide 0-29 70-100 70-100 NA NA 0-29 37100
Heptachior 64 70-100 70-100 53-97 NA 70-100 NA
Heplachlor epoxde NA NA NA NA NA 26 NA
High molecular weight NA w NA NA NA NA NA
hydrocarbons (gasotine,
dyes, amines, humics)
Lindana 0-29 70-100 0-29 82-97 NA 0-100 50-75
Mathoxychior NA 70-100 NA NA NA NA >890
Monochiorobenzena NA NA NA 14-99 14-85 B86-98 50-100
Natural orgamc material P P NA P NA w P
PCBs NA 70-100 70-100 NA NA NA 95
Phenol and NA w NA NA NA w NA
chiorophenols
Pentachigrophenol NA 70-100 0 NA NA 70-100 NA
Styrene 0-29 NA NA NA NA 70-100 NA
Tetrachioroethylene NA 70-100 NA NA 73-85 w 70-80
Trchioroathylena 0-29 70-100 70-100 NA 53-95 30-69 0-100
Trchioroathana NA 70-100 Na NA NA NA NA
1.1,1-Tnchloroethana 0-29 70-100 70-100 40-65 58-90 0-29 15-100
Toluene 0-29 70-100 70-100 0-87 22-88 70-100 NA
245 TP 63 70-100 NA 82-99 NA 30-69 NA
Toxaphane 0-29 70100 70-100 40-99 NA NA NA
Vinyl chlonde 0-29 70-100 70-100 NA NA 70-100 NA
Xylenas 0-29 70-100 70-100 60-99 18-89 70-100 10:85
W = well removed.
P = poorly removed.
NA = not avalable.
‘*The specifics of the oxwation procasses affectve in remowving 8ach cf are provided in Ch

Note: Littla or no speciic performance data were avalable for:
Multple Tray Aeration

Calenary Aaraton

Higee Aerabon

Resins

. Ultrafiltration

Mecharical Agration

Source: See lexi and 1ables in Chapler 6.

Rl o
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Table 2-14. Operational Conditions for Organic
Treatments
Level of Level of Energy
Operabonal Skill M a Reg
Technology Required R d ments
Coagulabory High High Low
Filtrahon
GAC Medium Low Low
PCA Low Low Varies
PAC Low Medium Low
Diffused Low Low Vanes
aeraton
Muitiple tray Low Low Low
aaraton
Oxidaton High High Varnes
Reverse High High High
0SMosis
Mechanical Low Low Low
aerabon
Catenary gnd Low Low High
Higee Low Madium High
aerauon
awﬂ-’ Mo Aot LW
Ultrafiltrati Medi High Medium
Source: See lext and lables n Chapter 6.
Table 2-15. Corrosion Control Considerations
Amount of Compleiety Optimum
Systam Agreeable Lavel of
Covered by with Additve in
Corrosion Controls  the Control Consumers tha Water
Warer Treatment
pH adjustmant Total Yes >8.0 pH
Inorgamic Total Usually Vanes
phosphates
Silicates Towa! Yes 2-12 mgiL
Cathodic Partial Yas NA
Protecton
Coanngs and Partal Yes NA
Lnings

NA = not applicable.
Source: See lables and text n Chapter 7.

The first three factors are site specific. Table 2-18
summarizes the advantages and disadvantages of
each of the treatment mechanisms.

2.4 Final Process Selectlon and Design

When modifving an existing or designing a new
treatment system, consideration must be given to all
the regulations impacting the system. For surface
water, regulations regarding microbiological,
disinfection by-product, and lead contaminants are
most likely to impact the treatment system. For
ground-water systems, regulations regarding organic

Table 2-16. Most Probable Treatment Application for
Inorganic Treatments
Maost Probable Applicanon
Treatment Source Waler Contaminants
Conventional with Surface Ag, As. Ca, Cr, or
coagulation Po
Lime softening Surface (hard) AsV,Cd, Crl, F,
or Pb
Ground water Ba or Ra
lon exchange: cavon Ground water Baor Ra
anion  Ground water NO,. Se
Reversa osmosis Ground water Al

Powdered actvated  Surface waler Organic Hg from
carbon Sspills

Granular actvaled Surface water Orgamic Hg
carbon Ground water Orgame Hg
Activaled alumina Ground water As, F.or Se

Source: See lables and texi in Chapler 7.

chemicals (particularly VOCs), radon, lead, and
disinfection will have the most impact.

Balancing the processes selected for microbiological
control, disinfection by-product removal, and lead
control will be important for both surface and
ground-water treatment. One water quality
parameter that affects all three processes is pH. A
low pH is desirable for disinfection, disinfection by-
product removal, and minimizing by-product
formation in the distribution system. However,
minimizing lead corrosion in the distribution system
requires a higher pH. One option to meet all
conditions involves use of a corrosion inhibitor, thus
permitting a lower pH in the finished water for
disinfection and by-product control.

For ground-water supplies, process selection should
consider treatments capable of controlling a number
of contaminants. For example, PCA can remove both
VOCs and radon. It also removes carbon dioxide from
the water, which raises the pH to levels desirable for
lead corrosion control. As another example, oxidation
techniques, such as ozone, may oxidize organic
chemicals as well as provide disinfection. Also,
reverse osmosis might be considered when both
organic and inorganic chemical contaminants are
present in the raw water. Use of one treatment
technique to meet multiple regulatory requirements
will help reduce operating complexity and costs.

Evaluation of potential treatment technologies
proceeds from literature searches to bench-scale or
field tests. Sludge volume and composition are also
important considerations in the final design
selection. Construction costs for the final alternatives
are used to select the appropriate option before
developing the final design.
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Table 2-17.
Contaminant
Traavnent Ag As As'"  AsY B Ca Ct Ceét Cm [3 Hg Hg!» Hg® NO; Pb Ra An Se Sei™ Se L

Conwvenbonal H - M H L R - H ] L - M M L H L - - M L M
uBaIment

Coagulaton - R - - H - M - H - - M - - - H - - - - - -

aluminum

Coagulanon - M - - H - - - R H - - - - - - - - - - - -

won
uime sohemng - - 7] H H H - H L M - L M L H H - - M L H
Roverse osmosis H - M H H H H - - H H - - M H H - H -~ - H
ans elecuodialyss
Caton exchange - [N - - H - H L L - - ~ L H - L - - R
Anion exchange - - - - M M - M H - - - - H M M - H - - H
Aclivated alumina - - N - L L - - - H - - - - - L - " - - -
Powgsered L - - - L M - L - L - M M L - L - - - - -
acuvated carmon
Granular - - - - L M - C - L - H H. L - L H - - - -

ackvaled camon

H = High = >80% remaval.

M = Magium = 20-80% ramoval.

L =~ Low = <20% removal.

"-" = indicale no data were provided.
Source: See texi and ablas in Chapler 7.
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Tabie 2-18. Ad
Conta

ges and Di ges of Inorgani

I R al Pr

Precipitation and Coprecipitation Used in Coagulation/Filtration
Advantages
® Low cost for high volume
® Oten improved by high onic strength
® Rehable process well suited 10 automanc control
Disadvantages
¢ Stoichwometric chamical additions required
® High-water-content sludge must be disposed of
# Pans-per-billion effluent contaminant levels may require two-
stage precipilation
* Not readily applied to small, intermittent flows
¢ Coprecipitaton efficiency depends on inhal contaminant
concentration and surface area of pnmary floc

lon Exchange
Advantages
&  Operalas on demand
& Relatively i tive lo flaw
e  Essennaily zero level of effiluenl contamination possible
®  Large vaneaty ol specific resing available
*  Beneficial selectty | commonty occurs upon
regeneraton
Disadvantages

®  Potental for chromatographic effiuent peaking
e Spent regenarant must be disposed of
e Vanable effiuent quality with respect to background ions
L] Usually not feasible at high levels of total dissolved solds
Actvared Alumina
Advantages
®  Operates on demand
®»  Insensitive 10 flow and total dissolved solids background
®  Low atfluent contaminant level possible
®  Highly selective lor fluonde and arsenic
Disagvantages
* Both acid and base are required for regeneration
®  Media lend to dissolve, producing fine paricles
*  Siow adsorption kinetcs
®  Spent regenerant must be disposed ot
Membranes (Reverse Osmosis and Electrodialysis)

Advaniages
®  All contaminant 1ons and most dissolved non-ons are
removed
®  RAelauvely nsensitive to flow and total dissolved solids
levei

®  Low effluent concentration possible

® |n reverse 0smos:is, bactena and parucles are removed
as well

Disagvantages
®  High capital and operating costs
@ High level of pretreatment required
®  Membranes are prone to fouling
®  Reject stream 15 20-90% of feed fow

Source: Chitford (1986).

The chapters that follow elaborate on each group of
treatment techniques. Filtration technologies are
discussed in Chapters 3 and 4, disinfection in
Chapter 5, organic contaminant treatments in
Chapter 6, and technologies that control corrosion
and remove inorganic compounds and radionuclides
in Chapter 7.



3. Prefiltration Treatment Elements

Conventional treatment is the most widely used train
of processes to control microbial and turbidity levels
in surface supplied drinking water. The precise order
and composition of conventional treatment elements
are not invariably the same, but commonly include
chemical feed, rapid mix, flocculation, sedimentation,
filtration, and disinfection.

The performance of a filtration technology is greatly
impacted by the processes that precede it.
Prefiltration elements, including chemical feed,
rapid mix, flocculation, and sedimentation may need
upgrading to improve overall system performance or
accommodate system expansions. This chapter
presents typical problems and recommended
solutions associated with prefiltration processes.

It is often necessary to modify existing conventional
treatment plants due to changes in population,
financial constraints, raw water quality, and
regulatory atmosphere. These changes may upgrade
the present system to:

Improve the water quality
Increase plant capacity
Improve reliability
Reduce maintenance
Reduce costs

Upgrading conventional treatment plants can effect
significant improvements. For example, upgrading
can increase the capacity of most soundly constructed
plants by 100 to 200 percent, provided traditional
design parameters were used in the original plant
installation.

Any of the five basic components of conventional
treatment can be upgraded, alone or in combination.
A deficiency, or a set of deficiencies, in one or more
components of conventional treatment will typically
prompt an evaluation of the potential for upgrading.
Table 3-1 summarizes the causes of potential
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Table 3-1.  Summary of Conventional Treatment Operating

Treatment
Element

Chemical feed

Paotennal Causes of Problems
-Choice of chemical(s)
~Choice of chemical dose and pH
~Control of chemical additon; performance
of chemical pumping equipmeant
~Maintenanca of chemical feed ines
~Flaxibility in feed system o allow for
changing the pont of addition, adding
chemicals at mare than one pont, eic.
~Sequence of adding different chemicals
-Degree of dilubon of chemicals befora injection

-Type ol rap«d mix; in—iine versus mechamical mix

=Number of rapid mixers

-Method of chemical addition

=Mixing speed/detention time

slat -Opt detention tme

~Opbmum mixing intensity

~Number of stages

-Adequate baffling to approximate plug flow
conditons

-Surlace loading rates

~Short circuiting due 10 wind, tlemperature,
density differences, inlet and outiet design

-Amount and rate of accumulabon of sludge

-Sludge removal

~Filter rate and rate control

=Hydraulics

-Chemical pretreatment of water reaching the
filtar

-inadequale backwashing

Rapid mix

=
Floct

Sedimentation

Filtranon

deficiencies for each treatment element. Techniques
for upgrading fall into five basic categories, according
to treatment element:

Modifying chemical treatment or dosage
Modifying or adding rapid coagulant mixing
Improving flocculation

Improving sedimentation

Modifying filtration processes
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The remainder of this chapter discusses the first four
categories of modification. The last category,
modifying filtration processes, is discussed in
Chapter 4.

3.1 Modifying Chemical Feed

Proper chemical feed is critical to optimal
performance of flocculation, sedimentation,
filtration, and disinfection systems. The three basic
aspects of chemical feed systems are chemical type,
dosage management, and method of chemical
application. This chapter addresses these topics and
the costs associated with modifying chemical feed
systems.

3.1.1 Chemical Type

The three types of chemicals usually applied to the
raw water at the beginning of the conventional
treatment train are coagulants, coagulant aids, and
pH control substances. Some polymer coagulants are
used to coat filters during backwash cycles to
inerease their effectiveness. However, this
application is discussed in the chapter on filtration.

Coagulants

Coagulants are chemicals used to remove turbidity
and organic substances from raw water by
precipitation. Coagulation also removes bacteria,
algae, color, iron oxide, magnesium oxide, calcium
carbonate, and clay. Coagulation's effectiveness in
removing humic acids is important because humie
acids combine with chlorine to form trihalomethanes.
Coagulants act by overcoming the charges of
suspended particles thus allowing larger particle
groupings to form. They are introduced during the
initial stage of water treatment just before the rapid
mixing step. Coagulants are effective by themselves
and in conjunction with coagulant aids and pH
modifiers. The two most common coagulant types are
metallic salts and polymers; the most common
metallic salt coagulants are aluminum sulfate (alum)
and ferric chloride.

The selection of a particular coagulant depends on
the required level of effectiveness. A standard jar test
is the recommended method to determine the relative
effectiveness of various coagulants for a particular
raw water supply. Jar test procedures are described
later in this chapter. If different coagulants are
equally effective, then the factors that should be
considered are cost; availability; overall safety; and
ease of storage, handling, and application. Metallic
salts, for example, are much less expensive than
polymers, as shown in Table 3-2; which lists a variety
of chemical costs.

Alum is the most widely used coagulant because of its
availability, low cost, ease of use, and ease of storage.

Table 3-2.  Chemical Costs for C. lonal T
($1988)
Small (<1 MGD) Largae (> 1 MGD)
Chemical Systems, $/lon Systems, $/ton
Alum (dry) $ 500 $ 250
Alum (liquid) 300 125
Lime (quick) 100 75
Lime (hydrated) 150 100
Femc chionde 500 275
Femrous sultate 277 250
Ferric sullate 200 155
Soda ash 250 200
Sodium hydraxide 585 316
Chionne 500 300
Sodium hypochlonts 190 150
Liquid carbon dioxide 350 100
Sodium 1,160 1.100
hexametaphosphate
Zinc orthophosphate 1.520 1,000
Ammonia, aqua 230 200
Ammonia, anhydrous 410 350
Sulfuric acwd 140 100
Hydrochione acid 171 166
Activated carbon 850 800
powdered
Activated carbon 1,900 1.600
granular
Acuvated alumina 1,694 1,156
Potassium 2,800 2,500
permanganate
Sodium bisulfate 909 873
{anhydrous)
Sodium silicate 400 200
Sodium chioride 105 85
Polyetectrotyte 1.500 1,000
Diatomacecus earth 680 310
Magnesium 650 582
Sodium chionte 3.200 2.800
Sodwm hydroxde 590 6
76%
Sodwm bicarbonate 430 380
Calcium hypochlonte 2,700 1,540

1 MGD = 0.044 m¥sec

Ferric chloride, other metallic salts, and polymers
are less widely used. Alum’s performance, however,
is greatly affected by the pH of the influent. The
recommended dosage of alum ranges from 5 to 150
mg/L, but the problem of sludge disposal increases
with higher alum dosages.

Due to health concerns about aluminum, some water
utilities are considering switching to ferric chloride.
Although ferric chloride is not always as effective as
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alum in reducing trihalomethane formation potential
(THMFP) and total organic carbon (TOC), it is more
effective than alum for water with high dissolved
color, low turbidity, and a moderate pH.

Polymers are effective coagulants, coagulant aids,
and filter aids. They consist of chains of monomers
and are classified according to their charge or lack of
charge. A polymer with a charge is an ionized
polymer, or a polyelectrolyte. Ifa polymer has a
positive charge, it is cationic; if it has a negative
charge, it is anionic; and if it has no charge, it is non-
ionic.

Cationic polymers are effective for coagulating
.negatively charged clay particles, while anionic
polymers are not very effective for this purpose.
Anionic polymers are generally more effective for
removing certain positively charged colloids and
when used in conjunction with alum or other metallic
coagulants. Nonionic polymers are effective filter
aids. Polymers are not effective for coagulating some
organic colors. Polymer selection requires frequent
use of the standard jar test to adjust and compensate
for seasonal changes in the influent characteristics.

In applications where polymers are effective, dosages
are generally lower than alum dosages for the same
effect. Typical polymer dosages range from 1.5 to 10
mg/L. Consequently, polymer coagulants produce
less residual sludge than alum. To avoid large sludge
volumes, there is a trend towards replacing alum
with either cationic polymers, cationic polymers plus
alum, or sodium aluminate. The use of cationic
polymers instead of alum is most applicable to raw
water with turbidity of less than 5 NTU and where
direct filtration is feasible.

Coagulant Aids

Coagulant aids are added to the influent after or
simultaneously with the primary coagulant to
improve particle capture during flocculation, poor
flocculation basin performance,clarification
efficiency, and retention in filters of the coagulated
particles that agglomerate (floc). Coagulant aids,
through formation of faster settling floc, will improve
the sedimentation process and reduce turbidity
loadings on filters, thus potentially extending filter
operating cycles. Nonionic and anionic polymers are
used as coagulant aids. Nonionic polymers
strengthen floc.

Coagulant aid dosages are stated in terms of their
ratioc to the amount of alum added to tha influent.
Dosages are determined by raw water characteristics
and operational factors. The ratio of alum to polymer
dosages ranges from 100:1 to 50:1. Again, standard
jar tests are required to determine precise coagulant
aid dosage.

pH and Alkalinity Controls

The optimum pH range makes metallic coagulants
insoluble and improves the strength of the floc, and
stronger floc enhances turbidity removal through
sedimentation and filtration. The water must contain
sufficient alkalinity for aluminum or iron floc
formation. When pH is too low, adding soda ash, lime,
sodium hydroxide, or sodium bicarbonate will
increase the water's pH and alkalinity. Without
sufficient alkalinity, the coagulation process will not
proceed to completion. Very low pH levels will also
lead to high aluminum ion residual in the finished
water, which is undesirable.

When the pH level is too high due to factors such as
algae and aquatic plant activity, adding acid is
necessary. Typical acids used for this application are
sulfurie acid and hydrochloric acid.

3.1.2 Chemical Dosage Management

Coagulant dosage management is a universal
problem that is critical for achieving low turbidities
in any plant, both well equipped and poorly equipped.
Too little coagulant will result in excessive turbidity;
too much coagulant could also result in excessive
turbidity and wasted coagulant. Coagulant aid and
pH control dosages are determined using jar test
procedures.

While coagulant type is largely determined by
influent characteristics, coagulant dosage is chiefly
determined by effluent testing. The tests are
performed either in a batch reactor or on a continuous
basis. Batch tests provide indications of proper
coagulant dosage selection at a single point in the
influent stream, but continuous tests are preferable
because they can be used to constantly monitor the
coagulation process and adjust operations. The three
basic tests are the jar test, particle charge
observation technique, and pilot filters. Turbidity
monitoring provides an indication of coagulation
effectiveness.

Jar Tests

The most common technique, the standard jar test,
involves laboratory tests of samples, the results of
which are extrapolated to full-scale operations.
Different coagulant dosages are applied to influent
samples, with each dosage level in a different jar. For
prescribed periods of time, the resultant turbidity
levels are observed to derive the optimal dosage.

Jar tests are simple, but certain aspects require
attention. Because jar tests are not very accurate for
low turbidity water, coagulant dosages for influent
turbidities less than 5 NTU are difficult to ascertain
with only jar test results based on settled water
turbidity. In such cases, it may be appropriate to
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filter settled water through filter paper before
measuring turbidity. Careful attention is necessary
to ensure that the jar test water temperature is the
same as that of the plant influent. In addition, jar
tests are inappropriate for establishing expected
performance of direct filtration plants because the
sedimentation process simulated in the jar test is not
part of a direct filtration system.

Zeta Potential Observation Procedures

The zeta potential observation technique is a batch
test method that measures particle charge with
electrodes. However, it can be adapted to a
continuous test method using a streaming current
detector (SCD), which provides a continuous
indication of particle charge.

The particle charge test relates electrode output to
the zeta potential, a measure of the electrical
potential between the water and the counter ions
surrounding the colloid particles. Colloids are
usually negatively charged and resist coagulation.
Different colloids require different coagulants to
adjust this zeta potential and thus enhance their
removal from the water stream. Zeta potential after
coagulation ranges from + 5 to -10 minivolts (mv).
Organic colloids require near 0 zeta potentials for
coagulation, while clay colloids require negative zeta
potentials. Particle charge observation tests are
calibrated with jar tests or filtrate monitoring.

The results of an SCD, which continuously measures
indicators of zeta potential, can be used to continually
control the chemical feed pumps. Streaming current
detectors provide information on coagulant dose more
rapidly than jar tests.! Therefore, they enable oper-
ators to optimize chemical doses and cut chemical
costs, especially in systems with variable influent
quality. Use of an SCD improves plant operations,
but is not a substitute for an effective operator.
Figure 3-1is a schematic diagram of an SCD.

The matching of the zeta potential with specific plant
output must be carefully observed because, while
there is a high correlation between zeta potential and
finished water quality, there is no causal
relationship. The lack of careful scrutiny of the
relationship between particle charge observation test
results and plant effluent will lead to false
conclusions about the finished water's clarity. Bench-
scale particle charge tests are best suited for water
with small annual variations in quality and are also
useful in research. They are not practical for plant

1For a thorough discussion of SCDs, see Sleven K. Denel and
Christine M. Kingery, November 1988. "An Evaluaton of
Streaming Current Detectors,” Amancan Water Works Association;
Denver, Colorado.

operations, because they require a high level of skill
and patience to perform and interpret the results.
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Figure 3-1. Simplified diagram of streaming current
detector.
Pllot Filters

Pilot filters measure the water quality ona
continuous basis. They provide an accurate and
direct measure of the expected plant effluent
turbidity, avoiding the intermediate step of
extrapolating lab tests to predict plant-scale
performance. Pilot filters determine the adequacy of
the coagulant dosage and are used with manual or
automated coagulant adjustment mechanisms. Their
accuracy in monitoring effluent turbidity can achieve
significant cost savings through improved efficiency
of coagulant usage. Pilot {ilters have the advantage of
providing indications of floc strength and filter
headloss rate. This information is useful for filter
management and minimizing backwash water.

In general, pilot filters are used to determine whether
an applied coagulant dosage is adequate to produce
acceptable quality water from the plant filters. A
small sample of water, taken immediately after the
addition of coagulants, is processed through a small
(usually an 11.43-cm [4.5-in] inside diameter
plexiglass column) pilot filter. The turbidity of the
pilot filter is monitored continuously, and the
information provides advance warning of improper
coagulant dosages, which may lead to excessively
high turbidity levels from the plant filter. Improper
coagulant dosages can be detected with pilot filters
within 10 to 15 minutes of coagulant application.

Floc breakthrough in the pilot filter can contribute to
effluent turbidities and interfere with accurate
coagulant dosage determination. To prevent floc
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breakthrough, excessive do-es of polymer filter aids
are applied to pilot filter influent.

Automated coagulant control systems can be used
with the pilot filter systems. Some units are equipped
with plant flow pace meters to account for flow
variation. Override controls can also be placed
throughout the system.

Turbidity Monitoring

Turbidity is a measure of suspended particles.
Monitoring filtered water turbidity is important
because it reflects the effectiveness of the coagulation
process, In addition, turbidity monitoring is:

® Required of all surface water systems by the
recently passed Surface Water Treatment Rule

® Related to probable level of potentially
pathogenic organisms in the finished water

@ Reflective of the overall treatment effectiveness

® A primary aesthetic indicator of the finished
water quality

The current availability of inexpensive and accurate
turbidimeters makes monitoring the turbidity of
finished water very cost effective. Continuous
monitoring of each filter unit is especially useful for
optimizing the quality of effluent blended from
different filters.

Particle counting is another method of measuring
turbidity that provides a profile description of the
particle sizes. Particles as small as 1 mieron can be
measured by this method, but since many particles
are less than a micron in size, the method is of limited
applicability. However, particle counting is very
useful for pilot plants and research applications,
especially for asbestiform fiber detection.

3.1.3 Chemical Application Methods and
Considerations

The following discussion covers the equipment and
methods used to apply treatment chemicals,
including operation and maintenance considerations.
The following four chemical feed systems are
reviewed: liquid alum, polymer, sodium hydroxide,
and sulfuric acid.

Chemical feed system options change as plants
increase in size. Plants with a capacity of 0.12 m3/sec
(2.5 MGD) or greater generally are able to justify
bulk purchases and storage of chemical stock and
install the requisite storage and handling equipment.
Special storage facilities for chemicals are also
usually needed for larger plants. For example, liquid
alum is available from 15,140-L (4,000-gal) tank
trucks for larger plants, while smaller plants often

use dry bagged chemicals that are mixed with water
to produce desired treatment-strength solutions.

The point of application of any chemical will have a
great impact on its effectiveness. Chemicals are
added at seven basic points in the water treatment
process:

To raw water before rapid mixing
During rapid mixing

Before flocculation

Before sedimentation

Before filtration

After filtration

Prior to filter backwash

The optimal application point depends on site-specific
factors. The best situation is to have the capability to
add chemicals at several points, so that the plant
operator can perform tests to determine the ideal
application point.

Most chemical feed systems commonly include
several basic elements such as mixing tanks, mixers,
and metering pumps. In the chemical feed process,
operators manually add chemicals either wet or dry,
in specific concentrations to the mixing tank. A
metering pump ensures accurate feeding of known
concentrations of coagulants, polymers, coagulant
aids, or pH adjustment chemicals into the water
stream.

Liquid Alum Feed

Specialized liquid alum feed systems become
appropriate for plants larger than about 0.12 m3/sec
(2.5 MGD). Design elements for these facilities
include:

® Storage facilities for a 15-day supply
(recommended)

® Fiberglass reinforced or polyethylene tanks

® Indoor uncovered tanks for smaller systems

@ OQutdoor, covered, and heated tanks for larger
systems, because crystallization occurs at under
10°C (50°F)

Polymer Feed

In plants of less than about 0.12 m3/sec (2.5 MGD),
pelymer application can be performed using a basic
chemical feed system. In small plants, a polymer feed
may include two tanks of equal size, a mixer, and a
metering pump. One tank is used for mixing and one
for storage of the polymer feed solution. The polymer
mixing tank is elevated above the storage tank to
permit gravity feed of the polymer solution.
Optionally, a single tank suitable for water
treatment operations can be interrupted to prepare
the polymer solutions. A preparation of 0.25 percent
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stock polymer solution is generally used for all plant
sizes.

Plants greater than 0.12 m3/sec (2.5 MGD) generally
require two tanks of equal size and a mixer, but, in
addition, require a dry chemical storage hopper and a
dry chemical feeder.

Sodium Hydroxide Feed

Plants less than about 0.12 m3/sec (2.5 MGD) are able
to use basic chemical feed systems to apply sodium
hydroxide solution prepared from up to 90.72 kg (200
Ib)/day of dry sodium hydroxide. These plants
require:

Piping and valves to convey water for mixing

98.9 percent pure dry sodium hydroxide

A volumetric feeder for mixing

Two mixing tanks because of the slow mixing

rate necessary to accommodate the high heat of

the process

® Application of the sodium hydroxide ina 10
percent solution

® A dual headed metered pump to deliver the

sodium hydroxide solution to the point of

application

Plants greater than 0,12 m3/sec (2.5 MGD) are
designed to use liquid sodium hydroxide, which
requires equipment over and above the basic feed
system. Plants using liquid sodium hydroxide feed a
premixed 50 percent solution containing 6.38 pounds
of sodium hydroxide per gallon. To store a 15-day
supply of this stock solution, plants need fiberglass
reinforced or steel tanks. The sodium hydroxide must
be kept indoors or stored in heated tanks to avoid
crystallization of the solution that occurs at or below
12.2°C (54°F).

Sulfuric Acid Feed

Sulfuric acid feed systems are designed to directly
apply a 93 percent solution to the water through a
metering system that includes standby metering
pumps.

Most plants will purchase acid in bulk, which must
be stored in fiberglass reinforced tanks. Only very
small plants will use sulfuric acid delivered in drums
that will require indoor storage facilities. All plants
should have storage capacity for a 15-day supply.

Capital and operating and maintenance costs for
alum, polymer, sodium hydroxide, and sulfuric acid
feed systems are presented in Tables 3-3 through 3-6.

3.2 Moditying or Adding Rapid
Coagulant Mixing

Rapid mixing is generally the first stage of the
treatment process. This step is essential for quick and
complete dispersion and mixing of the coagulant; the
absence of complete mixing could result in excessive
effluent turbidity. While some plants only have one
rapid mixer to add coagulants, other plants have
multiple rapid mixers to achieve optimum
performance.

Increasing the plant flow rates often necessitates
improvements to existing rapid mixing facilities to
ensure complete and thorough mixing of coagulants
with incoming water. Effective rapid mixing also can
reduce coagulant dosage requirements.

Improvements to rapid mixing involve adjusting both
the means of mixing the coagulant with the influent
and the coagulant’s point of application. Refinements
to the rapid mixing process usually result in
significant improvements to the finished water. The
savings in coagulant usage justify the low capital cost
of the improvements.

Rapid mixer effectiveness is usually gauged by
contact time and the velocity gradient imparted to
the water stream. Contact time refers to the
detention time of the water in the rapid mixer. The
velocity gradient is the difference in water speeds in
the rapid mixing chamber (where water with the
highest speed is in proximity to the mixing device
and the slowest water is near the chamber wall).
Velocity gradient is related to the amount of energy
imparted to the water during mixing.

Complete coagulant dispersion is accomplished in
very little time and with a wide range of velocity
gradients. The reaction times for coagulation range
from microseconds up to 30 seconds, and the velocity
gradients of various mixers range from 700 to 5,000
sec-!, Table 3-7 presents contact times and velocity
gradients for four types of rapid mixers.

The contact time required for successful coagulation
depends on which of the two primary coagulation
processes - adsorption or sweep-floc (enmeshment) - is
necessary for the particular raw. Adsorption takes
place very quickly; sweep-floc coagulation takes
longer. In adsorption, if polymers are not formed
during the application process, then coagulation can
occur in microseconds. If polymers are formed,
coagulation will still take less than a second. Sweep
floc, a process that is triggered by large doses of alum,
ferric chloride, and other precipitative coagulants,
takes from 1 to 7 seconds to complete.

The types of devices used for rapid mixing include
mechanical mixers, static mixers, jet injection
mixers, and coagulant diffusers. Table 3-8 presents
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Table 3-3. Esti d Costs for Suppl g Surface Water Treatment by Adding Alum Feed facilities (10
mg/l) ($1978)

Plant Capacity.  Average Flow,  Capital Cost, _Operaton and Maintanance Costs  Total Cost,
MGD

Category MGD $1,000 $1.000/yr ¢/1,000 gal /1,000 gal
1 0.026 0.013 12.2 23 47.8 ara
2 0.068 0.45 15.9 26 16.0 26.2
3 0.166 0.13 203 5.4 11.5 16.5
4 0.50 0.40 28.0 7.7 53 75
5 2.50 1.30 40.7 4.1 0.9 1.9
6 5.85 3.25 471 7.9 0.7 1.1
7 11.59 8.75 58.1 14.9 0.6 0.9
8 22.86 11.50 70.4 244 0.6 0.8
9 39.68 20.00 B81.6 41.3 0.6 0.7
10 109.90 55.50 128 12 0.55 0.63
1" 404 205 250 402 0.54 0.58
12 1.275 650 575 1,245 0.52 0.55

Source: U.S. EPA (1979).

Table 3-4.  Estimated Costs for Supplementing Surface Water Treatment by Adding Polymar Feed Facilities
(0.3 mg/t) (51878)

Plant Capacity,  Averags Flow, Capial Cost, Operation and Mantenance Cosls Total Cost,
MGD

Category MGD $1,000 $1.000/yr2 ¢/1,000 gal ¢/1.000 gal
1 0.026 0.013 2.8 1.3 28.3 35.3
2 0.068 0.045 33 1.4 8.6 1.0
3 0.166 0.13 kX 35 73 8.2
4 0.50 0.40 48 3.7 25 29
5 2.50 1.30 66.1 5.8 1.2 2.9
[ 5.85 325 66.7 6.8 0.6 1.2
7 11.59 8.75 68.8 8.4 0.3 0.7
8 22.86 11.50 727 10.7 0.2 0.5
9 39.68 20.00 786 14.6 0.2 0.3
10 109.90 55.50 107.2 KiR 0.2 0.2
1" 404 205 159.9 100 0.1 0.2
12 1,275 650 227.3 299 0.1 0.1

3Polymer cost lor Categones 1 through 4 is 75¢/b, and for Calegonas 5 through 12 i1 1s $1,000/ton
Sourca: U.S. EPA (1979).

Table 3-5.  Estl d Costs for Supp g Surface Water Treatment by Adding Sodium Hydroxide
Facliities ($1978)

Plant Capacity, ~ Average Flow,  Capial Cost, _Operation and Maintenance Costs Total Cost,
MGD MGD

_Category $1,000 $1.,000/yra /1,000 gal ¢/1,000 gal
1 0.026 0.013 2.4 1.2 243 30.2
2 0.068 0.045 27 1.4 8.8 10.7
3 0.166 0.13 33 a3 7.8 8.4
4 0.50 0.40 54 6.2 4.2 4.7
5 2.50 1.30 333 8.8 1.8 27
) 5.85 325 36.9 18.4 16 1.9
7 11.59 6.75 43.0 358 14 1.6
8 2286 11.50 56.3 59.4 14 1.6
9 39.68 20.00 764 101 1.4 1.5
10 109.90 55.50 159 275 1.4 1.4
1 404 205 353 1,015 1.4 1.4
12 1,275 650 697 3,210 1.4 1.4

* Costs include storage and feed facihbes to add NaOH at a concentration of 10 mg/L. Dry sodium hydroxide 1s used for
Categones 1 through 4, while a liquid soluton ia used for bulk delivery for Categaries 5 through 12.
Saource: U.S. EPA (1979).
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Table 3-6. Estimated Costs for Supplementing Surface Water Treatment by Adding Sulfuric Acid Feed
Facilities ($1978)
Piant Capacity,  Average Flow,  Capial Cost, _Operation and Maintenance Cosis Total Cost,
Category MGD MGD $1.000 $1,000/yr2 ¢/1.000 gal ¢/1.000 gai
1 0.026 0.013 2.8 09 20.0 27.0
2 0.068 0.045 3.2 1.3 7.6 9.9
a 0.166 0.13 4.0 32 6.7 7.6
4 0.50 0.40 5.7 5.6 39 4.3
5 2.50 1.30 21.6 24 0.5 1.0
6 5.85 3.25 256 36 0.3 0.6
7 11.59 6.75 29.7 5.8 0.2 04
8 22.86 11.50 379 8.8 0.2 0.3
9 3J9.68 20.00 49.9 14.1 0.2 0.3
10 109.90 55.50 86.9 36.3 0.2 0.2
Al 404 205 2103 128.3 0.2 02
12 1,275 B850 431.0 404 7 0.2 0.2
2 Costs include storage (15 days), leed. and g lacilings for deli g concenlraled acid diectly lrom storage 10

application point. Categones 1 through 6 include delivery in drums, stored indoors., Categones 7 through 12 include butk
defivery and ouldoor storage n FRP tanks. Apphcation rate 1s 2.5 mgil.

Saurce: U.S. EPA (1979).

Table 3-7. Typicai Rapid Mixar Contact Times and
Velocity Gradients
Typical Contact Tymeal Vetocity
Time Range Gradianis
Mixer Type {in seconds) {n sec')
Mechanical mixers 10-30 700-1,000
In-line mechamcal 0.5 3.000-5,000
and stauc blenders
In-hne |et mectors 0.5 1.000-2.000
Hydraulic mixers 2 800

Source; Wiliams and Culp (1986).

the estimated capital and operating costs associated
with adding rapid mixing.

Mechanical Mixers

The most common mixing devices are mechanical
mixing tanks, also termed completely mixed or back-
mixed units. They use turbines or impellers to mix
coagulant with water The three advantages of
mechanical mixers are that they (1) are effective, (2)
impart little headloss (headloss being loss of pressure
or the reduction of the water velocity within the
plant), and (3) are unaffected by the volume of water
and flow variations.

A variable speed drive can alter mixer speeds to
achieve different velocity gradients. Lower velocity
gradients are used following the application of
polyelectrolyte coagulant aids. Labor is required for
daily jar testing operations and routine inspections,
as well as annual inspections, cleaning, tank
drainage, and oil changes.

In-Line Static Mixers

In-line static mixers consist of a series of baffle
elements placed in a pipe section to impart
alternating changes in flow direction and intense
mixing action as water flows through the device.
Headloss ranging from 0.3 to 1.8 m (1 to 6 ft) occurs as
the flow passes through the static mixer. Static
mixers achieve virtually instantaneous mixing, are
relatively maintenance free, and are less expensive
than other rapid mixing processes. The only
disadvantage of in-line static mixers is that mixing
intensity depends upon the plant’s water flow rate.
As rates decrease, the mixing intensity slows.

In-Line Mechanical Blenders

In-line mechanical blenders provide rapid mixing of
treatment chemicals with water flowing in a pipeline
under pressure. These devices consist of a housed
propeller driven by an electrical motor. They have
the advantage over static mixers of imparting
considerably less headloss and not being affected by
change in flow. In addition, in-line blenders offer the
following advantages:

e Virtually instantaneous mixing with a minimum
of short-circuiting

® Minimal headlosses

@ Less expense than more conventional rapid mix
units

Jet Injection Blending

Jet injection mixers, a type of in-line blender, are
used for attaining nearly instantaneous dispersion of
coagulant with raw water, usually at larger
treatment plants. Jet injectors can avoid the
backmixing inefficiencies of turbine or impeller
mixers, and the recommended detention times are
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Table 3-8.  Estimated Costs for Supplementing Surface Water Treatmant by Adding Rapid Mix ($1978)
Plant Capacity,  Average Flow,  Capital Cost, _Operation and Maintenance Cosls  Total Cost,
Category MGD MGD $1.000 $1,000/yr ¢/1,000 gal ¢/1,000 gal

1 0.026 0.013 13.2 2.8 58.6 91.3

2 0.068 0.045 17.5 29 17.6 30.1

3 0.166 0.133 225 70 14.7 20.3

4 0.50 0.40 309 79 54 79

5 250 1.30 47.7 133 28 4.0

] 5.85 3.25 63.7 224 19 25

7 11.59 6.75 88.2 38.2 1.6 20

8 22.88 11.50 139 69.2 1.6 2.0

g 39.68 20.00 218 116 1.6 19

10 109.90 55.50 587 313 1.5 1.9

1" 404 205 2,100 1,130 1.5 1.8

12 1,275 650 6.670 3.540 1.5 1.8

Source: U.S. EPA (1979).

shorter than for mechanical mixers. The primary
disadvantages are that the orifices in the injection
pipe tend to become plugged and the mixing intensity
cannot be varied. Figure 3-2 illustrates a jet injection
mixer.

Coagulant Diffusers

Coagulant diffusers are also used to improve the
rapid mixing process. Figure 3-3 is a schematic
diagram of a coagulant diffuser. Coagulant diffusers
are similar to jet-injection mixers in design, except
that jet injectors are usually used in a pipe setting
and coagulant diffusers are typically used in basin
settings. Coagulant diffusers are designed to apply
the coagulant at the point of maximum turbulence.
In some plants, multiple application points spaced
uniformly across the flow cross section permit rapid
and thorough contact of chemical solution with the
entire incoming water flow. This rapid and uniform
dispersion of coagulant prevents its hydrolysis, which
is a common problem in systems with single
application points., Where turbulence in incoming
channels or pipelines provides good mixing, the
simple addition of a coagulant diffuser could improve
coagulation and lead to improved filtered water
quality.

3.3 Improving Flocculation

Flocculation usually follows the rapid mixing process
in conventional treatment plants, Flocculationisa
time-dependent process that directly affects
clarification efficiency by providing multiple
opportunities for particles suspended in water to
collide through gentle and prolonged agitation. The
process takes place in a basin equipped with a mixer
that provides agitation. This agitation must be
thorough enough to encourage interparticle contact,

but gentle enough to prevent disintegration of
existing flocculated particles.

Effective Mocculation is important for the successful
operation of the sedimentation process. Expanding
plant capacity will require flocculation improvement
to maintain plant performance. For example, a
doubling of plant capacity resulting from a change in
filter media from rapid sand to mixed- or dual-media
can increase flow capacity from 1.34 to 2.7 L/sec/m2 (2
to 4 GPM/sq ft). The increased flow will cut the
flocculation detention time in half, thereby
preventing completion of the flocculation process,
and reducing sedimentation effectiveness.

Three basic methods of improving the flocculation
process are;

® [nstalling new mixing equipment to improve
agitation

® Improving inlet and outlet conditions to
minimize destabilizing turbulence

® Adding baffling to reduce basin short-circuiting

3.3.1 Improving Mixing

Different mixing equipment can improve turbulence
patterns in the basin to maximize the formation of
flocculated particles and minimize the destruction of
previously formed floc. There are several types of
mixers used for flocculation, with the mechanical
mixer being the most common. Mechanical mixers for
flocculation basins are differentiated by overall
design and type of agitator

The most important goal in flocculator design is the
efficient removal of floc during sedimentation and
filtration. Many flocculator units, especially low-
energy mixers, tend to maximize floc size rather than
fMoc density, which affects the speed with which floc
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Figure 3-2.  In-line jet injection mixer.
settles. High-energy mixers create smaller and 3.3.2 Improving Flocculator Iniet and Outlet

denser floc which settles faster and occupies less
volume in the filter bed than the larger floc created
by low-energy mixers.

Paddle, walking-beam, and flat blade turbine mixers
are known as low-energy mechanical mixers. The
paddle or reel mixer operates with low tip speeds of 2
to 15 revolutions per minute (rpm) to prevent floc
destruction. The flat blade turbine typically operates
at 10 to 15 rpm. Flat blade turbines can produce
excessively high velocity gradients of over 45 rpm.

Axial flow propellers or turbines, known as high-
energy mechanical flocculators, typically operate at
150 to 1,500 rpm with no limit on blade tip speed.
Axial flow propellers are favored in some situations
because they produce uniform turbulence and are
simple to install and maintain.

Careful evaluation is needed to determine whether a
plant should change to high-energy flocculators.
Sometimes, higher energy gradients can be achieved
through modifying paddle-style units by adding more
paddles or installing a new higher speed mechanical
drive.

Conditions

The desired detention time (i.e., residence time)
determines the size and occasionally the design
configuration of the flocculation basin. The basin's
internal design then determines detention time
effectiveness. The design of the basin inlet, outlet,
and internal circulation patterns all affect [loc
formation and destruction.

Typical detention times range from 15 to 45 minutes.
These are influenced by the influent water
conditions, type of coagulant used, and requirements
of downstream processes. Cold, low turbidity water
could require 30 minutes of detention, while the same
water undergoing direct filtration at higher
temperatures could require only 15 minutes of
detention. In small plants with high efficiency
volumetric mixing, 10 to 15 minutes of detention
might be acceptable.

If water passes through the flocculation basin in
much less than the volumetric residence time, the
influent stream is said to have "short-circuited." To
achieve effective flocculation and minimize short-
circuiting, designers must pay particular attention to
inlets, outlets, and internal baffling. Inlet and outlet
turbulence is the major source of destructive energy
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Figure 3-3. Coagulant diffuser.
in the flocculation basin contributing to short-
circuiting.

Effective baffle, inlet, and outlet design reduces
short-circuit problems. Improvements that are often
overlooked can include:

® Adding inlet diffusers to improve the uniformity
of the distribution of incoming water

¢ Enlarging connecting conduits to reduce floc-
disrupting turbulence

® Adding a secondary entry baffle across the inlet
to the flocculation basin to impart increased
headloss for uniform water entry

Improving inlet and outlet conditions will reduce
basin turbulence and thus lessen floc breakup,
increase detention times, and allow more efficient
coagulant usage.

3.3.3 Improving Basin Circulation with
Baffles

Flocculation basins can be baffled to direct the
movement of the water through the basin. Baffling,
usually near the basin entrances and exits, can
improve basin circulation and achieve more uniform

flocculation. Baffles, commonly made of wood,
plastic, concrete, or steel are either "over-under” or
"around-the-end” in design. "Over-under" designs
direct water flow either over or under the baffle,
while "around-the-end" designs direct the water
around either end of the baffle. Baffles should be
designed to direct the water flow such that the
velocity gradients are less than those produced in the
flocculation process but greater than those in the flow
moving laterally across the inlets. An example of a
basin divided with baffling is illustrated in Figure
3-4.

Estimated costs for adding flocculation are presented
in Table 3-9.

3.4 Improving Sedimentation

Sedimentation is the step in conventional water
treatment systems that follows flocculation and
precedes filtration. [ts purpose is to enhance the
filtration process by removing particulates.
Sedimentation requires that the water flow through
the basin at a slow enough velocity to permit the
particles to settle to the bottom before the water exits
the basin. The equipment required for this process
includes a settling basin of either rectangular,
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Table 3-9.  Estimated Costs for Supplementing Surface Walter Treatment by Adding Flocculation ($1978)

Plant Capacity, Average Flow,  Capital Cost, _Operation and Manignance Cosls Total Cost,
MGD M

Category GD $1,000 $1.000/yr /1,000 gal ¢/1,000 gal
1 0.026 0.013 10 1.0 21.7 452
2 0.068 0.045 18 1 69 201
3 0.166 0133 34 23 49 1323
4 0.50 0.40 73 27 1.8 7.7
H 250 1.30 217 38 08 6.2
§ 5.85 3.25 325 56 05 3.7
7 11.59 6.75 418 8.7 04 23
8 22.86 11.50 587 14.5 0.4 20
9 39.68 20.00 840 229 03 37
10 109.90 5550 1.830 53.9 03 1.3
11 404 205 6.060 182 0.2 1.2
12 1.275 850 19.200 569 0.2 1.2

Source: U.S. EPA (1979).

square, or circular configuration. The basin includes Improvements in other elements of the treatment
provisions for inlet and outlet structures, and a process often require modification of the settling
sludge collection system. [n addition, sedimentation basins to maintain effluent water quality. Typical
systems are optionally equipped with tube or plate system improvements that necessitate sedimentation

settlers to improve performance. modification involve expanded flow rates, resulting



30 Upgrading Existing or Designing New Drinking Water Treatment Facilities

in decreased detention times and increased
clarification rates.

Problems with settling basins that might require
modification include:

® Poor entry and/or exit conditions

® Destructive basin turbulence

® [Excessive clarification rate

® Inadequate sludge collection and removal

Settling basin inlets are often responsible for
creating turbulence that results in breaking floc. One
way to avoid such destructive turbulence is to
eliminate conduits and pipes between flocculation
and settling basins by conducting both flocculation
and sedimentation in one basin separated by
perforated baffles. Baffles will minimize the breaking
of floc and evenly distribute the flocculated water to
the settling basin to maximize settling efficiency,

Improperly designed outlets are often responsible for
sedimentation basin short-circuiting, One method of
reducing short-circuiting in rectangular basins is to
use finger launders extending inward from the exit
wall in a uniform pattern. Finger launders are small
troughs with V-notch weir openings that collect
water uniformly over a large area of the basin. Weir
loading rates ranging from 126.2 to 252.3 m3/day/m
(10,000 to 20,000 gpd/ft) of weir length are optimal.
For circular or radial flow basins, clarified water is
collected in a continuous peripheral weir trough.
These collection troughs should be designed with the
same loading rate as weir troughs used in
rectangular basins.

Tube or plate settlers are often added to settling
basins to improve their efficiency, especially if flows
are to be increased beyond original design conditions.
This established technology is widely used to reduce
floc carryover in existing basins. Tube settlers can be
installed in most conventionally designed settling
basins and, in many cases, result in twice the basin’s
original settling capacity. Also, the use of tube and
plate settlers in new plant construction minimizes
settling basin costs by minimizing the basin size
necessary to attain a desired level of treatment. Tube
settlers can also be used with vacuum sludge removal
systems.

Tube settlers typically use 0.6 to 0.9 m (2 to 3 ft) long
tubes or plates placed from 5.1 to 10.2em (2 to 4 in)
apart and installed over part or all of a basin. They
are generally designed to accept flow rates ranging
from 0.68 to 2.04 L/sec/m2 (1 to 3 GPM/(t2). The
shallow settling depths and the large surface area
provided by tube settlers permit effective
clarification at detention times of several minutes
versus several hours in conventional sedimentation
basins.

There are several different types of commonly used
tube settling basin designs. The two most common
choices are horizontal flow basins (either rectangular
or circular) and upflow solids contact clarifiers.
Either design uses tube settling modules or plates to
apply the principles of shallow depth sedimentation,
permitting operation at higher clarification rates
than conventional clarifiers.

The major by-product of sedimentation is a volume of
sludge, which must be removed on a continuous
basis. Sludge collection systems are either manual or
automated. Automated mechanical sludge collection
equipment is suitable for larger plants to attain
continuous and complete sludge removal.

3.4.1 Horizontal Flow Sedimentation Basins

As the name implies, the water generally follows a
horizontal flow path in this type of basin, Water is
introduced at one end of the basin and suspended
particies settle to the bottom as the water moves
through to the exit. The particular basin
configuration will affect the design requirements for
installing tube or plate settlers to improve
performance or increase capacity.

The terms overflow rate, clarification rate, and
loading rate all refer to the amount of water that can
be adequately processed by sedimentation (i.e., the
velocity of water through the tubes expressed in
GPM/sq ft). The clarification rate at which tubes or
plate settlers can be operated depends on the type of
clarifier and water characteristics, including
temperature and the desired effluent quality. For
example, the tube clarification rate must be reduced
when influent turbidity increases or water
temperature decreases. The specific relationships
between tube loading rates and influent and effluent
turbidity for cold and warm water are presented in
Table 3-10.

The preferred location for tube modules in horizontal
flow basins is away from areas of possible turbulence
such as basin entrances. For example, in a horizontal
basin, often as much as one third of the basin length
at the inlet end may be left uncovered by the tubes so
that it may be used as a "stilling" zone, where water
turbulence is diminished in preparation for
sedimentation. This is permissible in most basins
because the required number of tube settlers will
cover only a portion of the basin. Tube modules are
usually placed at least 0.6 m (2 ft) below the surface
in standard depth (3 t0o 3.9 m [10 to 13 ft|) settling
basins. They can be submerged as muchas 1.2 m (4
ft) for deeper basins (4.8 to 6 m [16 to 20 ft]). In all
cases sufficient clearance must be maintained
beneath the tube settling module for movement of
sludge collection equipment.
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Table 3-10. Horizontal Flow Basins Loading Rates
Overflow Rate,  Probable
Qverflow Rate, Based Raw Porton of Basin ~ Effiuent

on Total Clanfier Area

Water  Covered by Tubes Turbidity,

(GPM/MZ) Turbidity (GPM/2) NTU
For water temper-
atures 40°F or less:
20 0-100 25 1-5
20 0-100 3.0 37
20 100-1,000 25 37
20 100-1,000 3.0 5-10
For waler tempera-
turas 50°F or above:
2.0 0-100 25 1-3
2.0 0-100 3.0 1-5
20 0-100 40 3-7
a0 0-100 35 V-5
2.0 100-1.000 25 1-5
20 100-1,000 3.0 3-7
' GPM = 0.06308 Lisec: 1 2 = 0.0929 m2,
*C = (°F - 32) = .556.

Figure 3-5 shows a typical tube settler installation in
a rectangular basin illustrating the arrangement of
tube settling modules and the utilization of collection
troughs in the covered area to ensure uniform flow
collection. In radial flow basins (see Figure 3-6), the
required quantity of modules can be placed ina ring

open area between the modules and the center well to
dissipate inlet turbulence.

3.4.2 Upflow Solids Contact Clarifiers

The design of upflow solids contact clarifiers is based
upon maintenance of a layer or blanket of flocculated
material through which water flows in a vertical
direction in the clarifier. The purpose of the layer,
known as a sludge blanket, is to entrap slowly
settling small particles and achieve a high level of
clarification. The sludge blanket is maintained at a
certain level and concentration by the controlled
removal of sludge. The precise height is determined
by the clarification rate. When the flow is increased,
the clarification rate is greater and the level of the
blanket rises.

In solids contact clarifiers, the clarification efficiency
of tube settlers depends upon both the clarification
rate and the concentration of floc in the sludge
blanket. The allowable loading rate or velocity of flow
through tube settlers is dependent upon:

® Average settling velocity of the floc layer or
sludge blanket

® Ability of the clarifier to concentrate solids

Ability of the sludge removal system to maintain
an equilibrium solids concentration; if the sludge
is not removed quickly enough, then the solids
layer will pass through the tubes and into the
effluent
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Recommended loading rates for upflow clarifiers are
provided in Table 3-11.

Table 3-11. Upfiow Clarifier Loading Rates for Coid Water
Overflow Rale, Based  Overflow Rate, Porion  Probable Ef-

on Total Clanfier Area of Basin Covered by  Huent Turtid-
(GPM/M) Tubes (GPM/M2) iy, NTU

For water lemperatures

40°F or less:
1.5 2.0 1-3
1.5 30 1-5
1.5 4.0 37
20 20 1-5
20 310 a.7

For walar temperatures

50°F or above:
20 20 1:3
20 30 1-5
2.0 40 3-7
25 25 37
25 a0 5-10

' GPM = 0.06308 Lisec: 1 k2 = 00929 m2;
°C = (°F - 32) x 556.

Expansion of the capacity of this type of clarifier is
limited by its ability to remove solids from the
system. Generally, the maximum expansion from

original design capacities is limited to 50 to 100
percent.

Tube module placement is governed by the same
general rule as that for horizontal flow basins; that
is, tube modules are best located away from influent
turbulence. In terms of placement depth and general
proximity, the recommendations regarding distance
from the inlet and depth from the surface are also the
same. Lastly, collection launders should be placed at
3- to 4.5-m (10- to 15-ft) intervals to ensure uniform
collection of flow over the area covered by the tube
settling modules.

Estimates of the costs of adding tube modules to
conventional water systems are provided in Table 3-
12. These costs include modules, supports, anchor
braces, transition baffles, effluent launders, and
installation.
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Table 3-12. Estimated Costs for Supplementing Surface
Water Treatment by Adding Tube Setiling
Modules ($1378)

Plant

Cale- Capacity. Average Capital Cost, Total Cost.
gory MGD Flow. MGD $1,0002 ¢/1,000 gal

1 0.026 0.013 1.1 27

2 0.068 0.045 23 1.6

3 0.166 0.133 3.9 0.9

4 0.50 0.40 8.2 0.7

5 250 1.30 252 06

6 5.85 3.25 46.8 0.5

Fi 11.59 B6.75 92.0 04

8 22.86 11.50 163.0 0.4

9 39.68 20.00 250 0.4

10 109.90 55.50 684 0.4

1" 404 205 2,500 0.4

12 1,275 650 7.850 0.4

2 Costs include modules, suppons and anchor brackels, transition
baifle, etfiuent launders, and mnstallaton.

1 MGD = 0.044 m3¥/sec; 1,000 gallon = 3.785 m?

Source: U.S. EPA (1979).



4. Filtration Technologies

This section describes several available filtration
technologies ranging from commonly used
conventional systems to new and emerging
technologies. Filtration is one of the most important
elements in traditional water treatment systems and
also plays an important role in controlling some
organic contaminants.

The filtration process itself may need upgrading due
to expansions or the need to meet stricter effluent
quality limits. Section 4.1 addresses typical concerns
and describes beneficial modifications, Many water
supply systems will have to add filtration to comply
with the 1986 Safe Drinking Water Act (SDWA)
Amendments and the resultant Surface Water
Treatment Rule. Sections 4.2 through 4.6 provide
overviews of the following filtration technologies:

Conventional treatment and direct filtration
Direct filtration (gravity and pressure filters)
Slow sand filtration

Package plants

Diatomaceous earth filtration

Membrane filters

Cartridge filters

Conventional treatment and direct filtration (Section
4.2) are the most widely used systems. Slow sand
filters (Section 4.3), package plants (Section 4.4), and
diatomaceous earth filtration (Section 4.5) are
considered newer technologies, but have broad
applicability. While slow sand filters have been used
for many decades, they do not have an established
record of performance with a large number of water
systems in this country. Membrane and cartridge
filtration systems (Section 4.6) are considered
emerging technologies because they show promise
but have not generally been used for treatment of
drinking water. Package plants, slow sand, diatoma-
ceous earth, membrane, and cartridge filters are
considered best suited for small systems (less than
0.44 md/sec (10 MGD)).
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The sections describing filtration technologies
provide information on each type of system covering
the following aspects:

Process description

System design

Operation and maintenance
System performance
System costs

The last subsection, Section 4.8, provides some
guidance in selecting the appropriate filtration
technology for particular applications. Appendix A
includes descriptions of experiences with the various
filtration technologies.

4.1 Modifying Flitration Systems

Filtration is usually the final step in conventional
treatment trains, although disinfection frequently
follows filtration. This section addresses
improvements that can be made to plants that use
rapid sand, mixed-media, or dual-media filters.

Filtration systems are regarded as effective for
removal of turbidity and microbial contaminants.
Microbial contaminants of special concern include
coliform bacteria, Giardia lamblia, enterovirus, and
Legionella.

The Surface Water Treatment Rule (SWTR) requires
that filters achieve turbidities of less than 0.5 NTU
in 95 percent of the finished water samples, and
never exceed 5 NTU. Turbidity is a measure of
suspended particles, which can include organic
solids, viruses, bacteria, and other substances.
Turbidity particles range in size from less than 1
micron to 100 microns.
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4.1.1 General Effectiveness of Filtration

Systems

The effectiveness of filtration systems is determined
by their ability to remove microorganisms, turbidity,
and color. Color is imparted to water supplies by
organic material and can be removed by chemical
coagulation. Once the color is coagulated and
combined with the floc particles, color removal can be
related to turbidity removal. The measurement and
control of microbes and turbidity are distinct
procedures. The effectiveness of filter systems in
removing microbial contaminants, however, is
heavily related to influent turbidity, The general
rule of thumb is to minimize turbidity to maximize
microbial removal.

The filtration systems discussed in this decument are
appropriate for raw water with varying
characteristics, Table 4-1 contains the recommended
upper limits for several influent variables, including
coliform bacteria, turbidity, and color, for four
filtration technologies. Conventional treatment is
clearly the most accommodating of the filtration
systems in the table because it includes (locculation
and sedimentation, which reduce turbidity before the
water is actually processed by the filter.
Diatomaceous earth filtration systems, which include
little pretreatment, require high-quality influent.

Giardia lamblia is of particular concern in drinking
water supplies because it forms a cyst that cannot be
effectively killed by traditional chlorine disinfection.
Effective removal can be attained only by filtration.
Conversely, viral and bacterial pathogens are
relatively easy to destroy with disinfection.

Figure 4-1 is a graph of the relationship between
filter effluent turbidity and cyst removal efficiency
after filtration. The graph clearly shows that filtered
water with very low levels of turbidity, ranging
below 0.1 NTU, contained almost no cysts (DeWalle
etal,, 1984). The four filtration systems shown in
Table 4-2 are very effective in removing Giardia; the
only exception is direct filtration without
coagulation, which does not effectively reduce
turbidity. If water supplies containing Giardia are
not effectively coagulated, the cysts will pass through
the entire treatment process, including the filters.

The viral removal efficiencies of four filter
technologies found to be very effective are shown in
Table 4-3. Of these processes, direct filtration
provides the poorest removal of viruses, ranging from
90 to 99 percent.

4.1.2 Filtration System Improvements

Improving filtration systems can increase plant
capacity and improve effluent quality. [ncreasing the
capacity and effectiveness of rapid sand filters,

originally designed to operate at 1.36 L/isec/m2(2
GPM/sq ft), is usually achieved by either changing
the filter media to dual- or mixed-media or replacing
the top layer of sand with anthracite coal (also
termed “capping” the filter). With these
modifications, filter rates often can be increased to
2.7 to 3.4 L/sec/m2 (4 to 5 GPM/sq ft), doubling plant
capacity and producing higher quality effluent.

A thorough hydraulic study is required to determine
the feasibility of improving a filtration system. For
example, if a plant is going to be expanded,
sedimentation basins and interprocess transfer
systems have to be evaluated in terms of their ability
to accommodate the increased flow from larger
filters. Assessing the maximum carrying capacities
for all components of the system is a prerequisite to
evaluating the expansion potential of a treatment
plant. Field testing of the entire system is the
preferred method for conducting hyvdraulic
evaluations.

[fa hydraulic evaluation reveals that it is feasible to
increase plant capacity, a specific evaluation of filter
modification is appropriate. Such an evaluation will
include consideration of filter box design, underdrain
type, surface wash system, air scour system, flow-
limiting devices and piping, filtration rate controls,
filter aid application, and backwash additives. Figure
4-2 illustrates the basic components of a sand filter
system that need to be evaluated.

Fiiter Boxes

Filter boxes, the structures that contain the filter
media, should be examined first to see if they can
accommodate a filter that will operate at higher
flows. Most rapid sand filters are easily converted to
higher volume dual- or mixed-media filters.
Backwash rates, the primary operational
consideration, are about the same for these two filter
types.

When flow capacities are increased using either dual-
or mixed-media filters, wash troughs and certain
filter cleaning technologies will require specific
consideration. Filter wash troughs, structures at the
top of filter boxes that collect waste backwash water
during filter cleaning, may need to be deepened to
prevent loss of the lighter anthracite coal media.
Wash troughs that are shallow and wide and spaced
closely together can create overly high rise velocities
that wash out anthracite coal during backwash. If
filter troughs cover more than half the area of the
filter box, narrower and deeper troughs covering less
surface area may be needed to prevent excessive coal
loss during filter backwashing.
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Table 4-1.  Generalized Capability of Filtration Systems To Accommodate Raw Water Quality Conditions
Recommenged Upper Limits For Influent

Treatment Technology Total Colforms, #/100 mL Turbidity, NTU Calar, CU

Conventonal reatment < 20,000 No Restnctions 75
= with no predisintecon <5,000 No Resinctions 75

Direct Filtraton <500 <7-14 <40

Slow Sang Fillration <800 <10 <5

Diatomaceous Eanh Filtraton <50 <5 <5
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Figure 41. R i ipb 1 Cyst a3l and tiltered
water turbidity.
Tabie 4-2.  Removal Efficiencies Of Glardia Lamblia By
Water Treatment Processes
Parcent
Unit Process Removal
Rapic Filtraton with Coagulation, sedimentahon 96.9-99.9
Durect Filtraton
- with coagulation 95.9-99.9
without coagulauon 10-70
- with flocculation 95-99
Dratomaceous Earth Filiraton 99-99.99*
Slow Sand Filtranon 98-100b

* puged by Coaguiabon.
b Fylly-ripened filter.

Table 4-3. Removal Efficiencies Of Viruses By Water
Treatment Processes

Percent
Unit Process Removal
Slow Sand Fillrabon 99.9999
Diatomaceous Earth Filtration (with hiter aid) >99.95%
Direct Filtration 90-99
Conventional Treatment 98

4 No wiruses recovered.

Underdrains

The condition of the underdrain gravel, the coarse
layer underneath the filter media, is difficult to
assess in a filter evaluation. Removing filter media
and visually inspecting the condition of the
underdrain is the only reliable mathod of
ascertaining whether it is satisfactory. However,
indirect indications of underdrain failure include
boils incurred during the backwash process oran
uneven mounding of the filter surface. As a general
practice, underdrain gravel is removed and replaced
with new material along with the filter media.
Frequently, the existing backwash water
distribution system, which commonly consists of pipe
laterals, is also replaced at the same time.

Surface Wash Systems

Surface wash systems are used to scour the upper
layers of the filter during or prior to backwashing.
These systems are more important for dual- and
mixed-media filters than for sand filters. Surface
washers prevent the formation of "mud-balls," which
form within the filter media, most frequently at the
sand-coal interface. Also, surface washers improve
the process of cleaning dual- and mixed-media filters
when polyelectrolytes are added, a practice used at
filter flow rates of 2.7 to 4.1 L/sec/m2 (4 to 6 GPM/sq
ft) to control floc breakthrough.

Surface wash systems may be designed with one or
two rotary arms. The single-rotary-arm systems
position the arm at the filter surface. The two-arm
system has one arm on the surface and one arm
within the filter bed at the sand and coal interface in
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Figure 2. Cutaway view of typical rapid sand filter.

a dual media filter. The arms deliver a high velocity
stream of water that violently agitates the filter
media as it turns.

Alr Scour Systems

Air scour systems can be used to clean rapid sand or
dual-media filters, eliminating the need for surface
wash systems. They require specially designed wash
water distribution systems and generally do not use a
coarse grade gravel support layer, because the violent
mixing action caused by introducing air beneatha
filter would upset a graded gravel underdrain system
and destroy the filter bed. Instead, specially designed
nozzles with retaining screens placed on a false floor
in the filter box under the filter media are commonly
used. The air introduced beneath either dual- or
mixed-media filters destratifies the media. To return
a destratified filter to service involves backwashing
at 10.2 L/sec/m2 (15 GPM/sq ft) to reclassify the filter
media.

Piping and Controls

Filter effluent piping and filter flow rate controllers
may be too small to accommodate expansion of a

‘Wash Troughs

Graded Gravel

Perforated Laterals

Filter Floor

current system. Backwash water supply and waste
piping in rapid sand filter plants, however, generally
have adequate capacity for expansions. Design
changes may be necessary to accommodate other
modifications that diminish the already limited
available space in filter pipe galleries. For instance,
cast iron piping and gate valves can be replaced by
more compact fabricated steel piping and less bulky
butterfly valves.

Method of Filter Rate Control

There are two methods for controlling filter rates:
constant rate filtration and variable declining rate
filtration. Constant rate filtration is the most
common method. While constant rate filters have
provisions to control both the influent and effluent
flow of each filter, variable declining control systems
do not use filter rate-of-flow controllers and have a
common filter effluent collection flume or pipe. In
variable declining rate filtration, filtration rate
declines as headloss builds up during the filtering
process. [n plants designed with multiple filters,
filter influent flow frequently is directed
automatically to another cleaner filter.
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Variable declining rate filtration can be used where
the capacity of an existing rapid sand filter is to be
increased. Its major advantages over traditional
constant rate filtration methods are its relatively low
cost and its elimination of rate-of-flow controllers
which require maintenance. Also, the filters are
never operated at negative heads with this type of
control, thus eliminating the potential for air
binding. The major limitation is that the filtration
rate of individual filters is uncontrolled at the
beginning of a filter cycle.

Filtration Ald Application

Filtration aids prevent premature turbidity
breakthrough by controlling floc penetration into the
filter. Chemically, they are usually nonionic
polyelectrolytes, and are very useful in maximizing
the performance of high-rate filters and systems with
cold influent water. These aids should be applied in
systems that upgrade from sand to dual- or mixed-
media filters. An optimal dosage of filtration aid
minimizes the effluent turbidity until the filter
achieves its maximum headloss. Typical filtration
aid dosages are from 0.02 to 0.1 mg/L.

Addition of Polymer to Backwash

The addition of polymers to the backwash water can
reduce the initial turbidity peaks during filter
ripening following backwash and extend filter
operation before breakthrough occurs. Polymer
enhances the ability of the filter to retain turbidity
particles. Adding polymer also improves the settling
and thickening rate of the backwash solids. In
addition, savings in backwash water can be achieved
by precoating filters with polymer.

Polymer should be added during the first 5to 7
minutes of the 10- to 15-minute backwash period.
Polymer additions ranging from 0.1 to 0.15 mg/L
have reduced the initial turbidity breakthrough by
one half.

4.1.3 System Design Checklist

The following steps are recommended to maximize
the efficiency of any filter modification:

® Use pilot test data to select filter size and
medium; however, if pilot test data are not
available, use data from analogous applications.

@ Provide for the addition of disinfectant directly to
filter influent.

® Provide for the addition of polyelectrolytes
directly to filter influent for dual- or mixed-media
filters.

@ Provide for the continuous monitoring and
recording of turbidity from each filter.

® Provide for the continuous monitoring and
recording of flow and headloss from each filter.

@ Provide for the housing of filter controls and pipe
galleries.

® Use color-coded filter piping.

® Provide for the easy removal of pumps and valves
for maintenance.

® Equip each filter with a filter-to-waste cycle for
unsatisfactory water.

@ Provide for filter cleansing with either surface.
wash or air scouring.

® Equip with an automatic filter backwash system.

@ Select backwash rate based on filter media and
expected wash water temperatures.

¢ Select backwash supply storage capacity to
accommedate a minimum of two filter
backwashes.

® Provide backup capacity to the largest single
pump for backwashing and surface washing.

® Equip pressure filters with pressure and vacuum
release valves.

® Equip backwash supply lines with air release
valves.

Appendix A presents brief case histories of plant
upgrades, discussing some of those steps in more
detail.

4.2 Direct Filtration

Direct filtration systems are similar to conventional
systems, but omit sedimentation. This section
describes direct filtration technology.

4.2.1 Process Description

Direct filtration is an established technology that
was developed because dual- and mixed-media filters
are able to effectively process higher influent
turbidities without the use of sedimentation. The
direct filtration process is expected to be more widely
used on water supplies that, up until now, only
performed chlorination.

Direct filtration is only applicable for systems with
high-quality and seasonally consistent influent
supplies. The influent generally should have
turbidity of less than 5 to 10 NTU and color of less
than 20 to 30 units.

Direct filtration consists of several combinations of
treatment processes. It always includes coagulation
and filtration, and sometimes includes flocculation or
a contact basin after coagulation addition. Typical
coagulant dosages range from less than 1 to 30 mg/L.
Cationic polymers often successfully coagulate water
supplies and assist direct filtration. Nonionic
polymers sometimes are added to the filtration step to
increase filter efficiency. A flow diagram of a typical
direct filtration system is shown in Figure 4-3.

In-line direct filtration, the simplest version of direct
filtration, is commonly used in pressure filtration
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Figure 4-3. Flow diagram of typical direct filtration systam.
systems (see Figure 4-4). In this process, chemical
coagulant application and mixing are followed by
addition of a nonionic polymer aid and filtration.
There is no separate flocculation step. This treatment
is effective and commonly used in the removal of iron
and manganese from ground water when
accompanied by appropriate coagulant doses. In-line
direct filtration, however, is only applicable for
surface waters with seasonal average turbidities of
less than 2 to 3 NTU and free of contamination by
wastewater sources (when permitted by regulatory
agencies).

| Nonionic Potymer
Comians [ Filtrahon Ad
Rapid Mix Dual or Mixed
et 30 sec-2 min Media Filler [
Detention 4-5 GPM/M?
Figure 4-4,  Fiow diagram of in-line direct filtration system.

Another version of a direct filtration system is the
"modified" system, which substitutes a contact basin
for the flocculation basin found in the typical direct
filtration process. Figure 4-5 is a flow diagram of
modified direct filtration. The 1-hour detention
contact basin serves primarily to condition the floc
prior to filtration. Contact basins also provide
pretreatment by decreasing turbidity peaks in the
influent, providing silt and sand removal, and
allowing for more equal distribution of coagulant.

4,2.2 System Performance

Direct filtration units can perform effectively within
the following general influent parameters:

@ Less than 500 total coliforms per 100 mL
® Lessthan 14 NTU of turbidity
® Lessthan 40 color units

While the direct filtration process is able to operate
satisfactorily with influent turbidities as high as 14
NTU, optimally, influent turbidity should be less
than 5 NTU. Effective direct filtration performance
ranges from 90 to 99 percent and from 10 to 99.99
percent for virus and Giardia removal, respectively.
The wide variation in direct filtration's Giardia
removal efficiencies is due to the wide range of
available system configurations. The most effective
direct filtration configurations for Giardia removal
must include coagulation.

4.3 Slow Sand Fiitratlon

Slow sand filtration systems have a long history,
having been used without disinfection at least since
the 1850s in London, England. Slow sand filters were
also commonly used in the United States in smaller
facilities. Rapid sand filters have replaced many of
them to accommodate the increase in water demand;
consequently, slow sand filters are now not very
common. According to the Surface Water Treatment
Rule under the SDWA, many small systems could
meet their regulatory filtration obligations with the
simple slow sand filters. With the requirement for
the multiple barrier disinfection approach in water
treatment, slow sand filters are almost always
accompanied by disinfection. Because slow sand
filters with disinfection have not been used
extensively, they are classified as "new" technology
in the current literature.

Slow sand filters are similar to single media rapid
rate filters (conventional systems) except that they:

® Are 50 to 100 times slower than normal filtration
rates

® Use biological processes, which may enhance
chemical/physical removal processes

¢ Require a ripening period before operation

® Usesmaller pores between sand (i.e., smaller
sand particles)

@ Do not require backwashing

e Have longer run times between cleanings

Slow sand filters are most attractive for smaller
systems with high quality raw water, Specifically,
water which comes from a protected surface water
supply, has previously received only chlorination as a
treatment, contains less than 10 NTU, and has no
color problems is the most suitable for slow sand
filtration. While their operational simplicity makes
them very suitable for small plants, slow sand filters
are also applicable for medium to large plants.

The advantages of slow sand filtration include its
simplicity and reliability, low cost, and ability to
achieve greater than 99.9 percent Giardia cyst
removal. [n addition, these systems do not require
continuous turbidity monitoring since they are
applied to water supplies with relatively low
turbidity.

Slow sand filters have several limitations, however.
Due to a low filtration rate, these filters require
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Figure 4-5. Fiow diagram of modified direct tiltration system.
relatively extensive land area. Without pretreatment
(particularly coagulation), limitations exist on the
quality of raw water that is suitable for treatment
using slow sand filtration. Also because pretreatment
is minimal or nonexistent at slow sand filter plants,
other contaminants such as synthetic organic
chemicals, disinfection by-product precursors, or
inorganic chemicals are not readily removed.
Systems with raw water containing high color or
algae content are probably not appropriate for slow
sand filtration, because these contaminants are not
removed by slow sand filtration and the raw water
will likely contain precursors for chlorination by-
products.

4.3.1 System Design Considerations

Slow sand filters require influent that does not
exceed the following parameters:

® Turbidity of <10 or up to 20 NTU depending on
other operating characteristics

e Color of less than 30 units as prescribed by the
Ten State Standards

® Algae of less than 5 mg per cubic meter of

chlorophyll A

These are maximum limits, not typical operational
parameters. Design flow rates range from 0.94 to 9.35
m3/m2 (1 to 10 million gallons per acre)per day, with
the usual range from 2.8 to 5.6 m3/m2 (3 to 6 million
gallons per acre)per day. Slow sand filters require
sand with particle sizes ranging in effective
diameters from 0.25 to 0.35 mm, with a uniformity
coefTicient of 2 to 3. A higher uniformity coefficient is
acceptable for filters with pilot test verifications of
the performance.

Typical underdrains for slow sand filters are made
from split tile with laterals placed in coarse stone.
These drains routinely discharge to a tile or concrete
maindrain. Recently constructed slow sand systems
are equipped with perforated polyviny| chloride pipe
as laterals, Manually adjusted weirs, outlets, and
valves are adequate for these systems. [nlet
structures may be located at the end or side of the
filter,

Slow sand filters perform poorly during the first 1 to
2 days of operation, called the "ripening period."” The
ripening period is the time required by the filter after

a cleaning cycle to become a functioning biological
filter. Although Giardia removal is not usually
affected by the ripening period, the overall poor water
quality during this period requires provision of a
filter-to-waste cycle.

These filters require continuous operation under
submerged conditions, ranging in depth from 0.9 to
1.5 m (3 to 5 ft). Hydraulic filter outlet controls keep
the filters submerged at all times. The difference
between the level of water in the collection gallery
and the level of water above the filter media is called
the headloss through the media, The initial headloss
is about 0.06 m (0.2 ft). Maximum headloss should be
less than the submerged depthof 1.2t0 1.5 m (4t0 5
ft) to avoid air binding and the uneven flow of water
through the filter medium. The buildup of the
maximum headloss is slow, taking up to 6 months.

Redundant, or stand-by, systems are required to
accommodate the extended cleaning periods
associated with slow sand systems.

In climates subject to below freezing temperatures,
slow sand filters usually must be housed. Unhoused
filters in harsh climates develop an ice layer that
prevents cleaning during the winter months.
Uncovered slow sand filters will operate effectively,
however, if influent turbidities are low enough to
permit the filter to operate through the winter
months without cleaning. An illustration of an
unhoused system is provided in Figure 4-6; Figure 4-
7 shows an example of a housed system.

Because of filter housing costs, slow sand filters are
most appropriate for small systems. Due to this
expense, large systems can usually only utilize slow
sand filters when they are located in moderate
climates and therefore do not require housing. The
slow sand filter in Salem, Oregon, is an example of a
large system that is able to use unhoused slow sand
filters because of climate.

4.3.2 Operation and Maintenance

The primary operational consideration for a slow
sand filtration system is maintaining a clean filter.
Cleaning becomes necessary when headloss reaches
about 1.2 m (4 ft). The normal length of time between
cleanings ranges from 20 to 90 days, but will vary
depending on raw water quality, sand size, and
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Figure 4-6. Typical unhoused siow sand fliter installation.
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Figure 4-7. Typical housed siow sand filter inataliaticn.

filtration rate. Filters should be cleaned every 1to 2
months.

Cleaning involves manually scraping off the top 2.5
to 5cm (1 to 2 in) of the filter media. The removed
sand is either discarded or treated separately. Most
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small systems use manual cleaning techniques, but
very large systems may use mechanical scrapers.

A number of precautions must be observed in regard
to cleaning operations. Cleaning filters necessitates
removing the filter from service, after which a
ripening period is required to bring the filter back
into operation. Operators must minimize
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intermittent operation by coordinating maintenance
tasks. While cleaning, operators should take care to
avoid disturbing the filter bed during backwashing,
shock chlorination (if practiced), and raking the
surface of the filter bed. Scouring and subsequent
erosion of the filter media from refilling after
cleaning must also be avoided. Gradual {illing from
the bottom of the filter during the startup phase
partially addresses this problem. Excessive drying of
the filter beds also should be avoided during
cleanings. During the postcleaning ripening period,
filtered water should be directed to waste. Operators
should periodically remove algae from the filter and,
to accommodate seasonal changes, reduce filtration
rates during the winter months.

If sand depth drops below 61 ¢m (24 in), new sand
needs to be added. Bed depths of only 30.5 to 50.8 cm
(12 to 20 in) have had poor performance records.
Replacing sand, however, is not considered a normal
operational or maintenance task because with
careful cleaning, resanding may be necessary only
once every 10 years.

In addition to the above maintenance considerations,
slow sand filters require daily inspection, control
valve adjustment, and turbidity monitoring. The
filter housing structure, if present, also requires
routine maintenance.

4.3.3 System Performance

Slow sand filtration units perform best within the
following general influent parameters:

® Less than 800 total coliforms per 100 mL
@ Lessthan 10 NTU of turbidity
® Lessthan 5 color units

Effective slow sand filtration performance, with
respect to virus and Giardia removal, ranges from 91
to 99.9999 percent and 100 percent, respectively.

4.3.4 System Costs

Slow sand filter cost data are presented in Table 4-4.
Smaller plants are typically designed with cast-in-
place concrete structures with wood or concrete slab
covers. The piping is either cast iron or steel and
below grade. Flow meters are used to monitor the
output for each filter. A below-grade concrete clear-
well is another cost element included in Table 4-4.

Larger plants, on the other hand, use uncovered
earthen berm structures. These on-grade plastic
membrane-lined structures have all below-grade
piping, and some plants use above-grade steel tanks.
Flow meters are also used for each filter in the
effluent control structure,

The process energy requirements of slow sand filters
are negligible assuming they have gravity-fed source
water. The housing structure energy requirements
include heating, lighting, and ventilation, and are
directly related to the size of the structure.
Maintenance supply requirements are also negligible
since the filters are assumed to operate virtually
unattended. Replacement sand is not included
because it is needed so infrequently.

4.4 Package Plant Flitration

Package plants are categorized as "new" treatment
technology. They are not altogether different
processes from other treatments mentioned in this
section, although several models contain treatment
elements that are innovative, such as adsorptive
clarifiers. The primary distinction, however, between
package plants and custom-designed plants is that
package plants are built in a factory, skid mounted,
and transported virtually assembled to the operation
site.

Package plants are designed to effectively remove
turbidity and bacteria from surface water with
generally consistent low-to-moderate turbidity
levels. While package plants can treat influent
streams with highly variable characteristics, they
would require more skilled operators and closer
attention.

There are about 650 to 700 package plants operating
in the United States with capacities ranging from
27.3 m3/day to 0.18 m3/sec (7,200 GPD to 4 MGD).
Many are built to conventional design standards.
Others, using tube settlers, have reduced size and
larger capacities. More recently, package plants have
been built with efficient and compact adsorptive
clarifiers. Package plants with adsorptive clarifiers
have capacities ranging from 54.5 m3/day to 0.26
m3/sec (14,400 GPD to 6 MGD).

The four major advantages of package plants are
their compact size, cost effectiveness, relative ease of
operation, and design for unattended operation.
Typically, these types of filtration plants are used to
treat small community water supplies and for a
variety of special applications, including:

Emergency supplies

Recreational areas

State parks

Construction sites

Ski areas

Military installations

Other areas not served by municipal supplies

LI B N

Package plants can differ widely with regard to
design criteria, and operating and maintenance
considerations.
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Table 4-4.  Estimated Costs For Supplemanting Surface Water Treatment By Siow Sand Filtration ($1978)

Plant Cagaciy, Average Flow, Capitai Cost, Operanon and Maintenance Cosls Total Cost,
Category MGD MGD $1.000 $1,0004yr2 /1,000 gal /1,000 gal

1 0.026 0.013 145 0.8 17.9 3778

2 0.068 0.045 273 1.6 9.9 205.1

3 0.166 0.133 508 5.1 10.5 133.4

4 0.5 0.40 603 9.0 6.2 54.7

5 25 1.30 1,213 20.5 4.3 343

6 5.85 3.25 2,573 38.0 3.2 28.7

7 11.59 6.75 4,782 62.3 25 253

a Processes include siow sand filters and clearwell storage. Sand lilters in Categones 1 through 3 are construcled of concrete and are
caovered. Sand filters in Categones 4 through 7 are constructed of membrane-lined earthern berms and are uncovered.

1 MGD = 0.044 m¥/s: 1,000 gal = 3.78 m3,
Source: U.5. EPA (1979).

4.4.1 Selecting a Package Plant System

Package plant systems are most appropriate for plant
sizes ranging from 94.6 to 22,710 m3/day (25,000 to
6,000,000 GPD). Common treatment elements ina
package plant are chemical coagulation, flocculation,
settling, and filtration.

Some package plant manufacturers have used new
treatment technologies to improve their product's
performance, for example, tube settlers, adsorptive
clarifiers, and high flow rate mixed- or dual-media
filters. Package plants employing innovative
technologies sometimes encounter regulatory
barriers, because many existing State design
standards recognize only conventional treatment
processes.

Influent water quality is the most important
consideration in determining the suitability of a
package plant application. Complete influent water
quality records should be examined to establish
turbidity levels, seasonal temperature fluctuations,
and color level expectations. Both high turbidity and
celor may require coagulant dosages beyond many
package plant design specifications. In cases of
consistently high levels of turbidity and color, the
package plant capacity must be down-rated or a
larger model selected. Where turbidity exceeds 100 to
200 NTU, presedimentation may be required as a
pretreatment. Pilot tests may be necessary to selecta
package plant for more innovative designs using high
flow rates and shorter detention time unit processes.

4.4.2 System Description and Design
Considerations

The three basic types of package plant filter systems
are conventional package plants, tube-type clarifi-
cation package plants, and adsorption clarifier
package plants.

Conventional Package Plants

Conventional package plants are manufactured by
several firms to a variety of specifications. As their
name indicates, they contain the conventional
processes of coagulation, flocculation, sedimentation,
and filtration. Typical design standards for these
units are:

® 20-to 30-minute flocculation detention time

® 2.hour sedimentation detention time

® Rapid sand filters rated at 1.34 L/sec/m2 (2
GPM/ft2)

Tube-Type Clarifler Package Plants

A flow diagram of a tube-type clarifier package plant
is illustrated in Figure 4-8. This type of plant has two
versions with different capacity ranges; one version
can treat from 0.63 to 6.3 L/sec (10 to 100 GPM) and
the other, equipped with dual units, can treat from
12.6 to 88.3 L/sec (200 to 1,400 GPM).

In these package systems, the disinfectant, primary
coagulant, and polyelectrolyte coagulant aid are
added before the influent enters the flash mixer.
After the flash mixer, the water enters the
flocculation chamber where mechanical mixers
gently agitate the water for 10 to 20 minutes
depending on the flow.

The flocculated water then enters the tube settlers,
which consist of many 2.5-cm (1-in) deep, 99-cm (39-
in) long split-hexagonal-shaped passageways. The
large surface area of the many 2.5-cm (1-in) deep tube
settlers achieves an effective clarification overflow
rate of less than 6.1 m3/day/m2 (150 GPD/ft2).
Adequate clarification is attained with less than 15-
minute detention times.

The clarified water then enters a gravity flow mixed-
media filter. A constant filtration rate is maintained
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Figure 4-8. Flow dlagram of a package plant.

by a low-head filter effluent pump discharging
through a float operated, level control valve. After a
preset headloss is reached, backwashing of the filter
is initiated automatically. A manual backwash cycle
can be initiated any time (if desired). Settled sludge
from the tube settlers is flushed during the
backwashing cycle. Combining backwashing and
tube settler flushing simplifies operations and
reduces operator skill requirements.

Adsorption Clarifier Package Plant

The adsorption clarifier package plant is a new
concept developed in the early 1980s. It uses an
upflow filter with low density plastic bead media
(called the adsorption clarifier) followed by a mixed-
media filter to complete the water treatment. The
adsorption clarifier replaces the flocculation and the
sedimentation basins, combining flocculation and
sedimentation into one step. A typical example is
contained in Figure 4-9.

While passing through the adsorption media, the
coagulant and water are mixed, contact flocculated,
and clarified. The mixing intensity, as measured by
the mean temporal velocity, ranges from 150 to 300
per second. Flocculation is accomplished through
turbulence as the water passes through the
adsorption media. [n addition, flocculation is
enhanced by contact between the flocculated
materials and the floc-coated media. Turbidity is
reduced through adsorption of the coagulated and
flocculated solids onto the adsorption media and the
previousiy adsorbed materials. The adsorption
clarifier can achieve 95 percent or greater removal at
6.8 L/sec/m2 (10 GPM/ft2), This highly efficient
clarification method results in extremely compact
designs.

Adsorption clarifiers are cleaned by a combination of
air scouring followed by water flushing. The air
scouring starts the cleaning process for the plastic
media used in the clarifier. Adsorption clarifier

cleaning is initiated more frequently than filter
backwashing because more solids are removed by the
clarifier. The clarifier cleaning process is
automatically initiated either by a timerora
pressure switch that continuously monitors headloss
across the adsorption media.

The air introduced under the adsorption media
causes a vigorous scrubbing action. The scrubbing
action dislodges solids, which are washed away by
the flow of the incoming water. Flushing is generally
timed to occur between every fourth and eighth hour.
Complete cleaning of the adsorption media is not
desired because performance is enhanced by some
residual solids. Diagrams illustrating the various
cycles of an adsorption clarifier package plant are
contained in Figure 4-10.

4.4.3 Operation and Maintenance

Package plant operation is simplified by automated
features, and maintenance requirements are well
documented in manuals. However, the operator needs
to be well acquainted with water treatment

principles and the plant manual, and should have
attended a comprehensive training session.

Common automated devices found in package plants
are effluent turbidimeters and chemical feed
controls. The effluent turbidimeters and fail-safe
controls are built into many plants to ensure that the
finished water does not exceed set turbidity levels.
Automated chemical feed systems are especially
appropriate for plants without full-time operators or
with highly variable influent characteristics.

Typical plant operator and maintenance manuals
contain operating principles, methods of establishing
proper chemical dosages, operating instructions, and
troubleshooting guides.

Periodic visits by the manufacturer to make
adjustments to the plant and inspect the equipment
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operations and performance are recommended. The
first visit should be no more than 6 months after
initial operation: the next should follow in another 6
months, Subsequently, annual visits should be
sufficient.

4.4.4 System Performance

According to extensive manufacturer evaluations,
system performance, in general, is improving
because of better equipment, more highly skilled
operators, and greater surveillance by regulators.
Table 4-5 contains summaries of evaluations at three
plants in Oregon. All finished water reported in the
table had less than 0.53 NTU turbidity.

4.4.5 System Costs

Table 4-6 presents capital, operating, and
maintenance costs for package plants. Costs range
from $0.14 to $2.50/m3 ($0.52 to $9.44/1,000 gal).

4.5 Diatomaceous Earth Filtration

Diatomaceous earth filtration, also known as precoat
or diatomite filtration, relies on a layer of
diatomaceous earth about 0.3-cm (1/8-in) thick placed
on a septum or filter element. The septums may be
placed in pressure vessels or operated undera
vacuum in open vessels. A schematic diagram of a
typical pressure system is shown in Figure 4-11.

Adsorption clarifier package plant (courtesy of Microfloc products).

Diatomaceous earth (ilters are effective in removing
cysts, algae, and asbestos. For water supplies with
low amounts of suspended solids, they have lower
initial costs than conventional rapid sand filtration
systems. Diatomaceous earth filters are especially
effective against Giardia cysts.

The difficulties in maintaining a perfect film of
diatomaceous earth as the filtering layer have
discouraged wide usage of diatomaceous earth filters
for potable water treatment, except in favorable
circumstances (i.e., waters with low turbidity and low
bacterial counts). Consequently, while this
technology has been used extensively in specialized
applications, such as swimming pools, it is a "new"
technology for water supply treatment.

Diatomaceous earth filter plants have been chosen
for projects with limited initial capital, and for
emergency or standby capacilty to service large
seasonal increases in demand. Since these systems
are most suitable for applications where influent is
low in turbidity and bacterial counts, water supplies
presently receiving just chlorination may consider
using diatomaceous earth to meet the filtration
requirements of the SWTR.!

! *Ten Stale Slangards” relers 10 the publicaton: Recommended
Standards for Water Works  Policies for the Rewew and
Approval of Plans and Specificanons for Public Water
Supphes, 1982, by Commiltee of the Great Lakes/Upper
Mississippe River Board of Samitary Engineers, published by Health
Educauon Service. P O. Box 7283, Albany, New York 12224,
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Table 4-5. Summary Of Results Of Adsarption Clarification Package Plants
Turbechty, NTU
Rates, GPM/ft2 (mvh) Adsarplion
Adsorption Water Temp., Clanfer Mixed-Media
L Clarifier Mixed-Media °F (*C) Color Units Influent EHluent Etfluant
Corvalis, OR 5(12.2) 9 (22.0) 68 (20) 0 100 8 0.27
10 (24.4) 10 (28.4) 68 (20) 0 46 10 0.52
8 (19.5) 70171 57 (14) 0 103 21 0.30
Ramer, OR 10 (24.4) 5(12.2) 41 (5) 30 9.3 1.4 0.24
15 (36.6) 5(12.2) 41 (5) 30 8.2 16 0.22
20 (48.8) 5(12.2) 41 (5) 30 8.1 1.7 0.20
Newport, OR 10 (24.4) 5(12.2) 45 (7) a 19 4.3 0.13
15 (36.6) 7.5 {18.3) 45 (7) i 15 3.7 0.1
20 (48.8) 10 (24.4) 45 (7) 9 9 38 0.23
1 GPM/MZ = 0.679 Lisec/m?.
Source: Microflow Products Group.
Tabie 4-6. Estimated Costa for Supplementing Surface Water T by Compi Tr Packag
Plants ($1978)
Plant Capacity,  Average Flow,  Capital Cost, _Operation and Maintenance Cos1S  Toral Cost,
Calegory MGD MGD $1.000 $1.000/yrs /1,000 gal /1,000 gal
1 0.026 0.013 278 122 2552 944 5
2 0.068 0.045 295 159 875 277.4
3 0.1686 0.13 428 424 89.2 195.1
4 0.50 0.40 773 751 51.4 136
5 2.50 1.30 1.770 137 29.0 728
6 5.85 3.25 2,952 274 231 52.4

* Processes include chem:cal feed (alum, soda ash, and polymer), compiete reatmant package plant (flocculation, tuba
sething, and mixed madia filtration), backwash storage/clearwell basing, and sludge dewatering lagoons. A separate
pumping S1aton 18 used o Iransmit unthickened siudge 1o the sludge dewatenng lagoons in Calegones 5 and 6. Sludge
pumng is ncluded in the cost of the package plant in Categones 1 Mrough 4.

1 MGD = 0.044 m3/sec; 1,000 gallons = 3.78 m?
Source: U.S. EPA (1979).

4.5.1 System Design

The majority of the minimum design criteria in the
Ten State Standards for diatomaceous earth systems
meet the SWTR. However, two design criteria in
addition to the Ten State Standards are necessary to
meet current regulations:

1. The minimum amount of filter precoat should be
1 kg/m2 (0.2 1b/ft2) to enhance Giardia cyst
removal.

2. The minimum thickness of the precoat should be
increased from 0.3- to 0.5-cm (1/8- to 1/5-inch)
(found to be more important than the size
graduation of the diatomaceous earth), also to
enhance Giardia cyst removal.

An additional recommendation is to use coagulant
(alum or a suitable polymer) to coat the body feed to
improve removal rates for viruses, bacteria, and
turbidity. Adding these chemicals to the coating does
not improve Giardia removal rates.

4.5.2 Operation and Maintenance
Operating a diatomaceous earth filter requires:

® Preparation of filter body feed (diatomaceous
earth) and precoat

Verification of proper dosages

Periodic backwashing

Disposal of spent filter cake

Periodic inspection of filter septum for
cleanliness and damage

® Verification of the effluent quality

A common operating difficulty is maintaining a
complete and uniform thickness of diatomaceous
earth on the filter septum.

In some cases, alum precoating of the diatomaceous
earth can improve performance. Typical alum doses
range from 1 to 2 percent by weight (1 to 2 kg/100 kg
of diatomaceous earth applied). Typical precoats of

diatomaceous earth of 0.49 to 0.98 kg/m2 (0.1 to 0.2

Ib/ft2) are applied to prepare the filter. These filters
also require a continuous supplemental body feed of
diatomite because the filter is subject to cracking. If
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the filter has no body feed, there will be rapid
increases in headloss due to buildup on the surface of
the filter cake. Body feed rates must be adjusted for
effective turbidity removal. Diatomaceous earth
filters do not need a filter-to-waste cycle, because of
the precoating process.

Regular cleaning will maintain up to 95 percent of
the filter septum area available for filtration after
100 filter runs. The filter cake drops off the septum
during an interruption in flow, such as occurs during
cleaning. During operating interruptions, clean
diatomaceous earth and filter water should be used to
recoat the filter to reduce the potential for passage of
pathogens.

Filter runs typically range from 2 to 4 days. The rate
of the body feed and the diatomite media size are
critical in determining the filter run length. Shorter
filter runs will minimize filtered water odor and taste
problems stemming from the decomposition of
organic matter trapped in the filter.

Vacuum diatomaceous earth filters are a variation of
this technology that offer the advantages of visibility
during backwashing and of not requiring pressure
vessels. Their primary disadvantage is that they run
an increased risk of the release of gases in the filter
cake that shorten filter runs.

4.5.3 System Performance

Diatomaceous earth filtration units perform well on
waters with low influent turbidity and bacteria

levels. Effective removals of viruses and Giardia
range up to 99.95 percent and from 99 to 99.99
percent, respectively.

Some researchers have found that diatomaceous
earth filters, with added operational steps, are
effective in removing polioviruses. The additional
steps include coating the filter surface with filter aid
or mixing the filter influent with a cationic polymer.
The limited research found:

No viruses were detected in 11 effluent samples
from a 12-hour run of a filter coated with | mg of
cationic polymer per gram of diatomaceous earth,

Only 1 of 12 effluent samples contained viruses
during the operation of another filter coated with
1 mg of cationic polymer per gram of
diatomaceous earth.

No viruses were detected in the effluent in 12
samples from another 12-hour run of an uncoated
filter, and the influent was mixed with 0.14 mg of
cationic polymer per liter of water.

4.5.4 System Costs

Costs for diatomaceous earth filters are provided in
Table 4-7. Costs range from $0.09 to $1.78/m3 ($0.35
to $6.73/1,000 gal) depending on plant size.
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Table 4-7. Estimated Costs for Supplemanting Surface Water Treatment by Direct Filtration Using
Diatomaceous Earth ($1978)
Plant Capacity, Average Flow,  Capital Cost, _Operauon and Mantenance Cosls Total Cost,
Category MGD MGD £1,000 $1,000/yra ¢/1,000 gal ¢/1,000 gal
1 0.026 0.013 221 6.0 127.0 672.9
2 0.068 0.0a5 285 8.0 43.7 2272
3 0.166 0.130 374 20.0 422 134.7
4 0.50 0.40 570 304 20.8 66.6
5 2,50 1.30 1.573 128 27.0 66.0
B 5.85 3.25 2.538 214 18.0 431
7 11.59 6.75 4,433 389 15.0 36.1
8 22.86 11.50 10.713 762 18.1 48.1
9 39.68 20.00 15.982 1.165 16.0 4a1.7
10 109.90 55.50 37,733 2,730 13.5 35.4

3 Processes include pressure dialomaceous earth lillravon units, diatomaceous eanth leed equipment; liltered walter slorage
clearwell; and sludge dewatenng lagoons. A separale adminisiration, ab, and mainienance buiiding 15 included in
Categones 5 through 10. Sludge pumps are included n the package facihlies used in Categones 1 through 4, but separale
sludge pumping stabons are included in Categones S through 10, Categones 8 through 10 include siudge haolding tanks,

sludge dewatanng with liter p and hauhng of d
1 MGD = 0.044 m3/sec: 1,000 gallons = 3.78 m3
Source: U.S. EPA (1979).

4.6 Other Filtration Systems

This section covers the "emerging technologies" of
membrane and cartridge filtration. Since there are
limited operational data concerning these
technologies, pilot and case studies assume more
importance.

4.6.1 Membrane Filtration

Membrane filtration, also known as ultrafiltration, is
extremely compact and does not require coagulation.
Membrane filters use hollow fiber membranes to
remove undissolved, suspended, and emulsified
solids. The membranes are typically able to exclude
all particles greater than 0.2 microns from the water
stream.

Membrane filters are typically used for specialized
applications that require highly purified water, and
often serve as:

® Pretreatment processes for reverse osmosis

¢ Pretreatment to remove colloidal silica from
boiler feed water

® Treatment for drinking water supplies with
influent turbidities of 1 NTU or less, and fouling
indexes of less than 10

Typically, ground water and surface water of high
clarity have fouling indexes of less than 10, Fouling
of the hollow fibers by turbidity is the major problem
preventing widespread application of this technology.

Traditional membrane filters introduce feed water to
the inside of the hollow fiber membrane, with the
permeate or filtrate emerging on the outside of the
membrane. State-of-the-art membrane filters are

ed sohds to landhll disposal.

designed to pass influent to either the inside or
outside of the membrane. The hollow fiber
membranes are contained in a pressure vessel or
cartridge and operate over a pressure range of 10 to
100 psi. Contaminants collect on the end of the hollow
fiber and are discharged to waste by reversing the
water flow. A sample membrane system is shown in
Figure 4-12.

Periodic backflushing and occasional chemical
cleaning is necessary to maintain the membrane
fibers. Treatment of the flush water containing solids
requires separate coagulation and clarification. The
clarified flush water is either recycled or discharged
after treatment. The sludge collected from this type of
system is typically dried and disposed of in a landfill.

Customarily, 90 percent of the feed water is collected
as permeate; the other 10 percent is discharged along
with the contaminants. These filters can be designed
to exclude particles larger than 0.01 ym. Unlike
reverse 0smosis, this process does not exclude
inorganic salts and electrolytes. Hollow fiber filters
with the finest membranes remove bacteria, Giardia,
and some viruses.

The hollow fiber membranes vary in size and porosity
and in their corresponding effectiveness, yet all
membrane filter fibers are sensitive to influent
concentrations of suspended and colloidal solids.
Specifically, the flux level {the volume of permeate
produced per unit area of membrane filter per day)
and the flux stability are affected by:

® Quality of the influent
® Filter cycle duration
® Quality of the backwashing water

In general, influent water with a fouling index of less
than 10 will permit filter cycles of 8 hours with a 10
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percent reduction in flux. [n between backflushes, a
high degree of the original fiber porosity can be
retained with fast forward flushes of the influent,
which can then be routed to waste. After two to three
fast forward flushes, a full backflush is required to
restore the initial flux level.

Application Considerations

Membrane filtration is an attractive option for small
systems because of its small size and automated
operation. Because it is best suited for small systems,
many typical membrane systems are skid-mounted
units. The diagram in Figure 4-13 illustrates this
type of membrane system, and includes the following
elements:

Hollow membranes in cartridges

Automatic and manual valves for backwashing
and unit isolation

Flow meters

Pressure gauges

Integral supply pump

Control panel

Three other necessary components of membrane
systems are (1) a separate supply pump and
interconnecting piping for plants with multiple filter
units, (2) storage tanks and chemical feed pumps for
membrane cleaning solutions, and (3) filtered water
storage with chlorination capacity.

System Performance

System performance data for membrane filter
systems include data on Giardia, coliform, and
turbidity removal. The following results were from
tests conducted at Colorado State University's
Department of Pathology.

One test evaluated Giardia removal effectiveness for
one manufacturer's hollow membrane unit. The 0.2
pm membrane filters were found to be 100 percent
effective in removing Giardia cysts at influent
concentrations of 1,100 cysts per liter, In addition,
researchers found that the unit’s "radial pulse”
cleaning mechanism was effective in preventing
membrane fouling and caused no reductions in
Giardia cyst removal.

Coliform removal was evaluated for a manufacturer’s
hollow membrane unit. This evaluation used water
seeded with Escherichia coli bacteria ranging from 20
to 30 million organisms per 100 mL. During a 130-
minute test run, the effluent contained less than |
coliform bacteria per 100 mL. No membrane
breakthrough was experienced during three test
runs.

Turbidity removal was also evaluated by Colorado
State University, Prior to development of
intermittent, air-assisted membrane cleaning,
membrane filters would experience rapid loss of flux
or flow rates at medium or high turbidity levels. The
“radial pulse” system permits cleaning units without
such reductions in flux rates. The test results of this
system found that:

e Turbidity up to 30 NTU created from the
introduction of bentonite clay were reduced to 0.2
NTU.

® Actual field tests with 190 NTU influent
turbidity resulted in effluent with 0.6 NTU.

® Tests with effluent ranging from 2.4 to 3.0 NTU
resulted in effluent of 0.25 to 0.57 NTU

Operation and Maintenance

Effective cleaning is essential for the successful
operation of a membrane [ilter system. [t is achieved
by backflushing and chemically cleaning the hollow
fibers to prevent fouling. Chlorine is sometimes
added to the backflush to destroy bacteria.
Backflushing and chemical cleaning restore the
original porosity and flux rates, permitting the filter
to operate indefinitely.

Chemical cleaning is routinely done only once a
week, unless there are unusually high levels of
suspended solids in the influent. The cleaning
solution is a mixture of caustic-based detergent and
hydrogen peroxide disinfectant. Membranes of water
systems with iron in their influent may require
cleaning with hydrochloric acid. Methods for disposal
of the spent cleaning solutions must comply with all
applicable regulations.

One manufacturer has developed the sell-cleaning
"radial pulse" system. This cleaning innovation
periodically injects gas under high pressure into the
center of the hollow fibers. The specially designed
membrane expands as the gas passes through, thus
removing materials fouling the membrane. Radial
pulse cleaning prolongs the effectiveness of the
membrane and thus extends the time between
chemical cleanings.

Another manufacturer has developed a self-cleaning
hollow-fiber membrane filter system that uses a flow
of water from the outside to the inside of the {ibers to
clean the membranes. A water stream is tangentially
introduced outside of the fiber. The filter system then
collects filtrate in the interior of the fiber, and the
rejected stream of concentrate is either recycled or
discharged. Continuous recycling permits extremely
high filtered water recovery rates of up to 99 percent.
This system uses a more porous fiber than the more
traditional inside-to-outside design that is only about
70 percent porous with a 0.2 ym nominal pore size.
The higher porosity of these membranes allow for
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treatment of influent with higher suspended solids
concentrations. These filters will meet turbidity
standards, exclude all Giardia cysts, and remove
coliform and other bacteria, but will not remove
viruses.

System Costs

Cost data for membrane filter units for small systems
are contained in Table 4-8. The total costs range from
$0.37/m3 for the largest systems to $1.21/m3 {or the
smallest systems ($1.38 to $4.56/1,000 gal).

Potential Problems

The primary application concerns with membrane
filters are membrane failure and organics removal
effectiveness. Pilot testing is needed to qualify each
application, because of the lack of experience with the
process. Membrane failure is a major concern because
the membrane is the only barrier between potentially
pathogenic microbial contaminants and the finished
walter. Most other treatment systems have multiple
barriers to pathogenic breakthrough, To guard
against this potential problem, some membrane
systems include features that trigger an operational
shutdown or activate an alarm. One manufacturer
includes a manual or automatic device to verify the
integrity of each membrane.

The second concern is that membrane filters may not
be effective in removing certain organic components.
Larger membranes of about 0.2 pm will not

effectively remove organic materials contributing
color. Smaller inside-to-outside membranes of about
0.1 ym will remove smaller particles, but when
influent contains organic materials that contribute to
color, such as humic or fulvic acids, supplemental
treatments may be necessary.

Pilot testing of membrane systems is generally
necessary to establish design criteria and operating
parameters. The paucity of available data
necessitates pilot testing. The only known membrane
filter used for water supply treatment is in Keystone,
Colorado. Most membrane experience has been in the
medical and electronic fields where tap water is
treated for special high purity applications.

4.6.2 Cartridge Filtration

Cartridge filters are considered an emerging
technology suitable for removing microbes and
turbidity in small systems. These filters are
mechanically simple but manually operated, so they
could be expensive to operate. They also require low
turbidity influent. Cartridge filters use ceramic or
polypropylene microporous filter elements that are
packed into pressurized housings. They operate by
the physical process of straining the water through
porous membranes and can exclude particles down to
0.2 um. The pore sizes that are suitable for producing
potable water range from 0.2 to 1.0 um. The ease of
operation and maintenance of cartridge filters makes
them very attractive for small systems.
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Table 4-8.  Estimated Costs for Supplementing Surface Water Treatment by Package Membrane Filtration
Plants (§1978)
Plant Capacity.  Average Flow,  Captal Cost. _Operation and Mainianance Costs Total Cost,
Category MGD MGD $1,000 $1.000/yr® ©/1,000 gal €/1,000 gal
1 0.026 0.013 142 50 105.2 4556
2 0.068 0.045 269 9.8 53.7 226.8
3 0.166 0.130 503 26.0 54.7 179.2
4 0.50 0.40 1,144 67.7 46.4 138.4
4Py include a o kage membrane hitration unit, clearwell storage, and sludge dewatering lagoons with
liquid sludge hauling.

1 MGD = 0.044 m3sec; 1,000 galions = 3.78 m?
Source: U.S. EPA (1979).

One manufacturer uses single microporous ceramic
filter elements packaged together in a cartridge
housing with flow capacities of up to 1.5 L/sec (24
GPM). This filter has pore sizes as small as 0.2 pm
and is suitable for influent with moderate levels of
turbidity, algae, and microbial contaminants. The
clean filter pressure drop is about 3.2 kg/em2 (45 psi),
while the pressure drop during cleaning reaches
about 6.2 kg/em2 (88 psi).

Application Considerations

Roughing filters, for pretreatment prior to cartridge

filtration, are sometimes necessary to remove larger
suspended solids and prevent the rapid fouling of the
cartridges. Roughing filters can be rapid sand filters,
multimedia filters, or fine mesh screens.

Prechlorination is recommended to prevent surface-
fouling microbial growth on the cartridge filters and
reduce microbial pass-through. Except for chlorine,
no chemical additions are necessary. There is a lack
of data concerning the effectiveness of cartridge
filters for viral removal.

Operation and Maintenance

These systems are operationally simple, apart from
cleaning and membrane replacement. There is no
need for skilled personnel, personnel are necessary
only for general maintenance. Ceramic membranes
may be cleaned and used [or repeated filter cycles.
Polypropylene cartridges become fouled relatively
quickly and must be replaced with new units.

In one manufacturer's unit, cleaning the ceramic
cartridge filters entails cleaning each vertical filter
element with a hand-operated hydraulically driven
brush that fits over the element. Some

manufacturers use disposable polypropylene filter
elements in multi-cartridge stainless steel housing to
avoid the cleaning procedures. This type of unit is
available with capacities ranging from 0.13 to 45.4
L/sec (2 to 720 GPM). The primary disadvantage of
the disposable polypropylene membrane is Lhat it can
only be cleaned once before disposal, Manufacturers’
guidelines state that these [ilters have service
periods ranging from 5 to 20 days with influent

turbidities of 2 NTU or less, depending on the pore
size of the filter. Another manufacturer incorporates
particles of silver into the ceramic filters to prevent
bacterial growth.

4.7 Selecting the Appropriate Filtration
Treatment System

This section discusses considerations in selecting an
appropriate filtration technology. First, it discusses
the steps involved in selecting any filtration system.
Next, it discusses the role and objectives of pilot
studies, flocculation and sedimentation studies, and
filtration studies in selecting the specific operating
characteristics for selected filtration technologies.

4.7.1 Steps in an Evaluation

The first step in selecting a new water treatment
technology is to review all raw water quality data to
establish the requirements for the potential
alternatives. Next, a list of alternative technologies
should be compiled. The considered alternatives must
be able, in theory or as proven under similar
conditions, to solve the problems identified with the
current filtration system. Once the potential
alternatives are selected, one must determine the
necessity of pilot or bench-scale tests. Il the desired
performance of one or more of the alternativesisin
doubt, testing is appropriate. (Testing is always
useful if time and budget allow.) Otherwise,
literature surveys, bench-scale studies, or pilot test
results can be used to derive performance
characteristics and design considerations for each
alternative. For small systems, the alternatives for a
particular application may include slow sand filters,
package plants, diatomaceous earth filtration, or
membrane filters.

Following this initial selection, the basic process
concerns for the various alternatives should be
identified, including the following:

Turbidity removal performance
Color removal performance
Giardia removal performance
Cleaning cycle frequency
Necessary chemicals
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Chemical dosages

Requisite operational skill
Applicable regulatory standards
Necessary sludge management

In the next stage, conceptual designs and

preliminary layouts for selected alternatives are
prepared. Also, construction costs for the alternatives
should be developed. One should compare all
alternatives for reliability, simplicity, flexibility, and
ease of implementation, to select the appropriate
application. Finally, one can proceed with the final
design.

4.7.2 Need for Pilot Studies

A pilot study is a bread term used for small-scale
testing of either complete water treatment processes
or merely individual processes. Pilot studies are used
to evaluate alternate treatment options and
operating techniques. Pilot tests can be relatively
short or very long in duration. For example, time
requirements for pilot tests of rapid filtration are
about 2 weeks:; for slow sand filtration, 2 to 4 months;
and for corrosion inhibitors, up to 6 months. These
tests may be continuous or intermittent. The longer,
more involved tests are more expensive. To avoid
unnecessary costs, pilot tests should have clearly
delineated objectives to prevent.including extraneous
evaluations. Yet they should be performed long
enough to encounter the full range of raw water
conditions and process design parameters.

Simple jar tests are usually sufficient to evaluate
procedures for traditional coagulation, flocculation,
sedimentation, and filtration processes. However,
new or innovative technologies usually require the
more extensive pilot tests.

Pilot tests have been endorsed by field experts for
many years to assess precise design specifications,
operational recommendations, and chemical
applications procedures. In addition, pilot tests are
required for some technologies to adjust individual
processes to specific local water conditions. Pilot tests
are also used to identify unforeseen design and
operating problems, demonstrate operation to
regulatory authorities, and develop better
information concerning capital and operating costs.
Pilot studies may also be a prerequisite to obtaining
conditional regulatory approval. They are especially
needed for new and emerging technologies and for
accepted technologies with innovative elements, such
as tube settlers or mixed-media filters.

Pilot studies are impartant to ensure the suitability
of a small-scale prototypical plant for a particular
application. This is especially true for raw water with
difficult treatment aspects or poor quality, such as
highly polluted water with high concentrations of
organics, iron, manganese, and algae. Pilot tests are

also particularly necessary for plants that use new
short-detention and high-rate processes or where
direct filtration is being considered.

4.7.3 Flocculation and Sedimentation
Studies

Full-scale flocculation and sedimentation studies are
necessary because it is difficult to extrapolate the
performance of pilot-scale flocculation and
sedimentation tanks to full-scale plants. Since
flocculator efficiency is directly related to volume,
smaller flocculators perform more efficiently than
their full-scale counterparts. Consequently, pilot
flocculation studies do not provide results applicable
to full-scale facilities.

Traditional sedimentation basins present even
greater extrapolation problems. Since small-scale
versions cannot duplicate the process of traditional
basins, which are generally 2.7to 4.5 m (9 to 15 ft)
deep, full-scale sedimentation studies are also
necessary. However, tube settlers can be evaluated
on a pilot scale. Figure 4-14 shows a sample test
module for a settling tube. These pilot-scale units can
be suspended from existing basin walls or collection
launders and operated at various flow rates,

4.7.4 Filtration Studies

Filtration studies can successfully employ pilot tests.
They are necessary for plants considering direct
filtration and very useful for plants with unusual raw
water characteristics. One of the problems that can
be identified and evaluated with pilot tests is the
presence of diatoms (filter clogging algae) that do not
show up as high turbidity, yet can clog filters.
Another such problem involves the presence of paper
fiber, a common situation for water intakes below
paper plant effluent outfalls. These fibers also may
not show up as high turbidity but present filter
clogging problems. Filtration pilot tests establish
whether the presence of paper fiber or diatoms will
cause problems.

Side-by-side pilot filters will provide useful
comparisons of difTerent filter media designs being
considered for a particular application. A schematic
of a pilot filter is shown in Figure 4-15. Each of the
three filters can be operated at the same flow rate and
is designed to maintain a constant [low as headloss
increases. Pilot filters also include provisions to
measure headloss. Measurements of the filtered
water turbidity and filter headloss are two of the
most useful results of side-by-side pilot tests to
predict filtration efficiency and filter run length.

Pilot tests are especially recommended when high-
rate clarification/filtration processes are being
considered. When such systems have short contact
times, a significant risk of poor performance is
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present if a maladjustment of the system occurs. Due
to the small permissible margin of error, pilot tests of
actual site conditions are necessary to supplement
system designs with extensive operational and pilot
test histories
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5. Disinfection and Disinfection By-Products

Disinfection is a process that kills or inactivates
pathogenic microorganisms that occur in drinking
water supplies. Water treatment plants employ both
primary and secondary disinfection. Primary
disinfection achieves the desired level of
microorganism kill or inactivation. Secondary
disinfection ensures a stable residual concentration
of disinfectant in the finished water to prevent
microbial growth in the distribution system.
Chlorine, ozone, chlorine dioxide, and ultraviolet
(UV) radiation are the major primary disinfectants;
chlorine and monochloramine are the major
secondary disinfectants, Some disinfectants can be
used for both processes.

The 1986 Amendments to the Safe Drinking Water
Act (SDWA) require all public water suppliers to
disinfect drinking water. In addition, inorganic and
organic chemicals will be regulated by means of
Maximum Contaminant Levels (MCLs). Since some
disinfectants can produce chemical by-products, the
dual objective of disinfection is to provide the
required level of organism destruction while
remaining within the MCLs for by-products set by
EPA.

Chlorine has been the most widely used disinfectant
in the United States; however, it produces
trihalomethanes (THMs) and other halogenated
organic compounds in drinking water. Because of
this, water suppliers are beginning to utilize other
disinfectants, such as ozone, chlorine dioxide, and
monochloramine, or combinations of disinfectants,
such as ozone followed by chlorine. Research on the
potential by-products associated with these other
disinfectants and combinations of disinfectants is
ongoing.

This chapter discusses the various disinfection
technologies used today as well as the issues relating
to disinfection by-products. Section 5.1 discusses the
objectives of disinfection and Section 5.2, the problem
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of disinfection by-products and strategies for their
control. The advantages and disadvantages of the
major disinfectants are discussed in Section 5.3.
Sections 5.4 and 5.5 provide an overview of primary
and secondary disinfection technologies. Appendix B
provides case histories of water treatment plants
using various disinfection technologies.

5.1 The Objectives of Disinfection

According to the Amendments to the SDWA, all
public water suppliers, including those that rely on
ground water, will have to disinfect drinking water
before distribution. To assure compliance with all
applicable regulations (both current and
anticipated), the specific objectives of disinfection are
to:
® Assure 99.9 percent (3 log) and 99.99 percent (4
log) inactivation of Giardia lamblia cysts and
enteric viruses, respectively

Assure control of other harmful microorganisms
Not impart toxicity to the disinfected water
Minimize the formation of undesirable
disinfection by-products

Meet the Maximum Contaminant Levels (MCLs)
for the disinfectants used and by-products that
may form

Disinfection alone, or a combination of disinfection
and filtration, can achieve the minimum mandatory
removals and/or inactivations of 99.9 percent Giardia
cysts and 99.99 percent enteric viruses. Primary
disinfection systems that use ozone, chlorine, or
chlorine dioxide can achieve greater than the above-
stated inactivation of enteric viruses when 99.9
percent inactivation of Giardia cysts is attained.
Therefore, achieving sufficient Giardia cyst
inactivation can assure adequate inactivation of both
types of organisms. This is not the case, however,
when using chloramination because it is such a poor
virucide. Pilot-scale tests must be conducted by the
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utility to assure both inactivations are achieved
when relying on chloramination as a primary
disinfectant.

Conventional treatment, which includes coagulation,
flocculation, sedimentation, and filtration, along
with disinfection, can achieve 99.9 percent
inactivation of Giardia cysts and 99,99 inactivation
of enteric viruses when properly designed and
operated. Direct filtration, slow sand filtration, and
diatomaceous earth filtration systems, each
combined with disinfection, have also achieved these
reductions.

Ground-water systems that apply disinfection to
comply with regulations may have to add filtration if
they contain iron and manganese. Insoluble oxides
form when chlorine, chlorine dioxide, or ozone are
added to these systems; thus, filters would be needed
for their removal. In addition, both ozonation and
chlorination may cause flocculation of dissolved
organics, thus increasing turbidity and necessitating
filtration. The presence of such insolubles will
require the use of secondary disinfection after
filtration as well.

5.1.1 CT Values

"CT values" indicate the effectiveness of
disinfectants in achieving primary disinfection. They
describe the attainable degree of disinfection as the
product of the disinfectant residual concentration (in
mg/L) and the contact time (in minutes). For
chlorine, chlorine dioxide, or monochloramine, the
contact time can be the time required for the water to
move from the point at which the disinfectant is
applied to the point it reaches the first customer (at
peak flow), This is the total time the water is exposed
to the chlorinous residual before being used. Ozone,
however, has a short half-life in water; therefore, the
contact time is considered the time water is exposed
to a continuous ozone residual during the water
treatment process only.

The Final Surface Water Treatment Rule (SWTR)
(U.S. EPA, 1989b) states:

Systems may measure "C" (in mg/L) at different
points along the treatment train, and may use
this value, with the corresponding "T" (in
minutes), to calculate the total percent
inactivation. In determining the total percent
inactivation, the system may calculate the CT at
each point where "C" was measured and compare
this with the CTgg g value (the CT value
necessary to achieve 99.9 percent inactivation of
Giardia cysts) in the rule for specified conditions
(pH, temperature, and residual disinfectant
concentration). Each calculated CT value (CTcq)c)
must be divided by the CTgg g value found in the

SWTR tables to determine the inactivation ratio.
If the sum of the inactivation ratios, or

I CTeu1/CTag 9

at each point prior to the first customer where CT
was calculated is equal to or greater than 1.0, i.e.,
there was a total of at least 99.9 percent
inactivation of Giardia lamblia, the system is in
compliance with the performance requirement of
the SWTR.

The final Guidance Manual for the SWTR is expected
to recommend that systems determine contact time
based on the time it takes water with 10 percent of an
approximate tracer concentration (T ) to appear at
the sampling site at peak hourly flow. For ground
water not under direct influence of surface water, CT
is determined in the same manner using enteric
viruses or an acceptable viral surrogate as the
determinant microorganism, since Giardia cysts will
not be present,

Table 5-1 presents the CT values required to attain 1-
log reductions of Giardia cysts, for four disinfectants.
As shown, lower temperatures require higher CT
values; with chlorine, an increase in pH also
increases necessary CT values. If more than one
disinfectant is used, the percent inactivation
achieved by each is additive and can be included in
calculating the total CT value.

Table 5-1.  CT Values for Achleving 30 Percent Inactivation

of Glardla Lamblla

Temperature
Diginfectant pH <1°C  5°C 10°C 15°C 20°C 25°C

Free 6 55 39 29 19 15 10
Chionne® 7 19 55 41 28 21 14
(2 mgiL) B8 115 81 61 a1 30 20

9 167 118 88 59 44 29
Ozone 6-9 097 063 048 032 024 0.8
Chiorine 6-9 21 8.7 7.7 63 L] 7
dioxide

Chioramines® 6-9 1,270 735 615 500 370 250
(praformed)

# CT values will vary depending on concentration of free chionne.
Values indicated are for 2.0 mg/L of free chlonne. CT values for
ditferent free chionne concentratons are specified in lables in the
Guidance Manual,

b To obtain 99.99 percent inactivauon of entaric viruses with
praformed chioramines requires CT values > 5,000 at
temperatures of 0.5, 5, 10, and 15°C.

Source: U.S. EPA (1989a).

When direct filtration is included in the water
treatment process, disinfection credit can be taken by
the filtration step for a 2-log inactivation of Giardia
cysts and a 1-log inactivation of viruses. This means
that the primary disinfectant must provide an
additional 1-log inactivation of Giardia cysts and 3-
log inactivation of viruses. In the specific instance of



Disinfection and Disinfection By-Products 59

a conventional treatment process that includes
coagulation, flocculation, sedimentation, and
filtration, an inactivation credit of 2.5 logs for
Giardia cysts and 2 logs for viruses may be taken.
This means that the primary disinfectant must
provide an additional 0.5 log inactivation of Giardia
cysts but a 2-log inactivation of viruses.

If a water supply system does not use filtration, the
99.9 percent inactivation of Giardia and 99.99
percent inactivation of enteric viruses must be
achieved by the primary disinfecting agents alone.
Table 5-2 presents CT values for the four
disinfectants for achieving 99.9 percent reductions of
Giardia cysts. Table 5-3 presents the CT values for
virus inactivation. Although ground-water
disinfection regulations have not been finalized,
these values will probably apply to systems treating
ground water determined by the State not to be under
direct influence of surface water.

Table 5-2.  CT Vaiues for Achieving 99.9 Percant

Inactivation of Glardia Lamblia®

Temperature
Disinfectant pH =1°*C 5°C 10°C 15°C 20°C 25°C

Free 6 165 116 87 58 44 29
Chiorning® 7 236 165 124 83 62 41
(2 mg/L) 8 346 243 182 122 91 81

9 500 353 265 177 132 as
Qzane 6-9 29 19 1.4 095 072 048
Chigring 6-2 863 26 23 19 15 1
dioxide

Chlgraminese 6-9 3,800 2,200 1,850 1,500 1,100 750
(preformed)

aThese CT values for frea chionne, chiorna dioxde, and ozone will
guaraniea grealer than 93. 99 percem inactvanon of entenc virusas,

8 CT values will vary d con n of free chionne.
Values indicated are for 2.0 mo.-'l. of free chionne, CT values for
ditferent frea chlonna concentratans are spacified in lables in tha
Guidanca Manual (U.S. EPA, 1989a).

€ To obtain 99.99 percent inactvaton of entenc wvirusas with
preformed chioramines requires CT values > 5,000 at
lemperatures of 0.5, 5, 10, and 15°C.

Source: U.S. EPA (1989a).

In the final SWTR (U.S. EPA, 1989b), the CT values
for ozone have been lowered to levels such that the
CT values required to provide 0.5-log inactivation of
Giardia cysts at the higher water temperatures are
below those required to provide 2 or 3 logs of
inactivation of enteric viruses. Consequently, the 2-
or 3-log virus inactivation CT requirement becomes
the pacing parameter for the amount of additional
primary disinfection to be provided by ozone during
conventional treatment, rather than the 0.5-log
inactivation of Giardia cysts.

5.2 Disinfection By-Products

Disinfection by-products are formed by two basic
mechanisms: (1) reduction, oxidation, or

Tabla 5-3. CT Values for Achlaeving Inactivation of Viruses
at pH 8 Through 3
Im‘ Temperature
tvaton 0.5°C 5°C 10°C 15°C 20°C 25°C
Free 2 [] 4 3 2 1 1
Chionnes 3 9 6 4 3 2 1
4 12 8 ] 4 3 2
Ozoned 2 09 0.6 0.5 0.3 025 0.5
3 1.4 0.9 0.8 0.5 0.4 0.25
4 1.8 1.2 1.0 0.6 Qs 0.3
Chionne 2 8.4 56 4.2 28 21 -
dioxides 3 256 171 128 8.6 6.4 -
4 501 334 251 16.7 125 -
Chior- 2 1,243 B57 643 428 31 214
amines? 3 2063 1423 1,067 712 534 356
4 2,883 1988 1491 934 746 497

* Data adapted from Sobsey (1988a) for inactvation of Hepatitis A
Virus (HAV) atpH = 6, 7, 8, 9, and 10 and at 5°C. CT values
include a safety factor of 3.

b Data adapted from Roy et al. (1982) for inactivation of poliovirus at
pH 7.2 and 5°C. CT values include a safety factor of 3.

< CT valuss for chlonne dioxida are based on laboralory siudies at
pH 6.0 and 5°C (Sobsey, 1988a). CT values include a salety
lactor of 3.

4 Data from Sobsey (1988a) for inactivaton of HAV for pH = 8.0,
5°C, and assumed to apply to pH in the range of 6.0 to 10.0.
These CT values apply onty for systems using combined chloning
where chlonne 15 added pnor to ammon:a in the treatment
sequence. CT values given hera should not be used for estimating
the adequacy of disinfection n sy apphying preformed
chioramines, or apptying ammonia ahead of chionne.

Source: U.S. EPA (1989a).

disproportionation of the disinfecting agent and (2)
reaction of oxidation by the disinfectant with
materials already in the water. Reduction, oxidation,
or disproportionation can occur when the disinfecting
agent is added to water. Three examples of this
reaction are the formation of chlorite and chlorate
ions associated with chlorine dioxide, the formation
of dissolved oxygen associated with ozone, and the
formation of chloride ions associated with chlorine.

Oxidation of humic acids (in the water from organic
materials) produces aldehydes, ketones, alcohols, and
carboxylic acids upon the addition of ozone, chlorine,
chlorine dioxide, or potassium permanganate.
Halogenation of organic materials can occur in the
presence of free chlorine to produce trihalomethanes
and other halogenated organics. Chlorine can also
form organic chloramines by reacting with nitrogen-
containing organic compounds (amino acids and
proteins). In addition, monochloramine can produce
organic chloramines in the presence of
organonitrogen compounds.

If bromide ion is present in the untreated water, it
may be oxidized by ozone or chlorine (but apparently
not by chlorine dioxide or chloramine) to form
hypobromous acid, which in turn can brominate
organic materials. Bromine-containing
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trihalomethanes, for example, are known to form in
this manner.

By-products are also produced when oxidants, like
ozone or chlorine, are used for oxidation purposes
other than disinfection. For instance, breakpoint
chlorination is sometimes used early in the water
treatment process to remove ammonia. In the
presence of organic compounds considered
precursors, the same by-products that are formed
during chlorine disinfection are also formed in this
oxidation step.

As another example, ozone is used as an oxidant to
improve turbidity, color, taste, odor, or
microflocculation; or to oxidize organic compounds,
iron, or manganese. The addition of ozone early in the
treatment process as an oxidant may produce the
same by-products as when added later in an ozone
disinfection process. Potassium permanganate, also
used as an early oxidant, can produce oxidation by-
products as well. The maximum concentration of by-
products is usually produced when oxidants are used
at the point in the treatment process where the
concentration of organics capable of being oxidized is
greatest and/or when large amounts of oxidizing
agents are employed for long contact times.

Even when oxidants are used in the treatment
process for purposes other than disinfection, some
degree of disinfection occurs. [n some cases,
especially in treatment processes involving ozone,
chlorine dioxide, and chlorine under lower pH
conditions, the primary disinfection requirement
may be satisfied during the preoxidation procedure
(prior to filtration).

Since oxidation is so important in determining
disinfection by-products, a brief description of the
chemistry of oxidation is provided in Section 5.2.1.
This is followed in Section 5.2.2 by a short overview of
the occurrence and nature of disinfection by-

products. Lastly, Section 5.2.3 discusses the
strategies for controlling disinfection by-products.

5.2.1 The Chemistry of Oxidation

The measure of an agent’s ability to oxidize organic
material is its oxidation potential (measured in volts
of electrical energy). Oxidation potential indicates
the degree of chemical transformation to be expected
when using various oxidants. It gauges the ease with
which a substance loses electrons and is converted to
a higher state of oxidation. For example, if substance
A has a higher oxidation potential than substance B,
substance B theoretically can be oxidized by
substance A. Conversely, a particular substance
cannot oxidize another with a higher oxidation
potential. For example, ozone and chlorine can
oxidize bromide ions to hypobromous acid, but
chlorine dioxide cannot. The oxidation potentials of

common oxidants and disinfectants associated with
water treatment are listed in Table 5-4.

Table 5-4. Oxidation Potentiais of Water Treatment
Oxidants
Speces Qxidation Potental (Voits)

Hydroxyl free radical (OHY 2.80
Ozone* 0, 2.07
Hydrogen peroxide H,0, 1.76
Permanganate 1on MnO, 1.68
Hypochlorous acid® HOCH 1.49
Chionnes Cly 1.36
Hypobramous acig® HOBr 1.33
Braming® Br, 1.07
Hypoidous acid HOI 0.99
Chionne dioxide?® CiO(ag) 0.95
lodings 1, 0.54
Oxygen Q, 0.40

3Excellent disinfecting agents.

An agent’s effectiveness as a disinfectant is not
always related to its effectiveness as an oxidant. For
example, whereas ozone is both a powerful oxidant
and disinfectant, hydrogen peroxide and potassium
permanganate are powerful oxidants but poor
disinfectants. Chlorine dioxide and iodine are weak
oxidants but strong disinfectants.

Oxidation potential does not indicate the relative
speed of oxidation nor how complete the oxidation
reactions will be. Complete oxidation converts a
specific organic compound to carbon dioxide and
water. Oxidation reactions that take place during
water treatment are rarely complete: therefore,
partially oxidized organic compounds, such as
aldehydes, ketones, acids, and alcohols, normally are
produced during the relatively short reaction periods.

The behavior of a disinfectant as an oxidant will also
depend on the particular organic compounds in the
water supply. The level of total organic carbon (TOC)
and the total organic halogen formation potential
(TOXFP), when chlorine is used, indicate the
likelihood that undesirable halogenated by-products
will be formed. Simply monitoring the reduction in
concentration of a particular organic compound,
however, is insufficient to indicate how completely
oxidation reactions are taking place. Unlessa
compound is totally oxidized to carbon dioxide and
water, the TOC level may not change; therefore, the
concentrations of oxidation products must also be
measured. The TOXFP and the nonvolatile TOXFP,
referred to as the nonpurgeable TOXFP (NPTOXFP),
indicate the potential for halogenated by-products to
be formed from a specific raw water source.
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5.2.2 The Presence of Disinfection By-
Products in Drinking Water

EPA has recently surveyed 10 operating water
utilities for the presence of 22 halogenated
disinfection by-produets in chlorine-treated water
(Stevens et al., 1987). Table 5-5 presents the
frequency and range of concentrations of those by-
products of greatest concern. Table 5-6 summarizes
the current knowledge of health effects of selected
chlorination by-products. EPA is currently studying
the by-products associated with ozonation. To date,
however, extensive studies of by-products of
treatment with ozone, chloramination, and chlorine
dioxide have not been conducted.

Table 5-5. O of Chiori d Disinfection By-
Products at 10 Water Utllities*
Mumber of Range of Values
Compound Locatons pg/lL
High Confidence
Chioroform 10 of 10 2.6 10 594
Bromodichioromethane 100f 10 261077
Chiorodibromomethana 10 of 10 0itod
Bromatorm 60t 10 0.it27
Dichloroacatonitrile 10 of 10 0.2109.5
Dibromoacetonitnla 3ol 7 04012
Bromochloroacetonitrie 7of? 0.2104.0
Chigropcnn 8ol10 02w 586
Lew Confidence
Chigroacetc acid 6of 10 <10
Dichioroacenc acid 10 0of 10 <101to >100
Tnchioroacatic acid 6 af 10 10 10 100
Tnchloroacelaldehyde 10 of 10 10 10 100
{as chioral hydrate)
1,1,1-Trichioropropanone 10 of 10 10 to 100
2-Chiorophenol 0of 10
2,4-Dichiorophenal oof 10
2,4.6-Tnchkorophenal 0of 10
Cualitative Only
1.1-Dichioropropanone ofd e
1.1-Dichiom-2-butanone Oof8
3.3-Dichiom-2-butanona 1ol8
1.1.1-Tnchioro-2-butanone Dota
Cyanogen chlonde 1ol 7
Dichloroacetaldenyda 0ol 10

3 In the first two groups, contaminants are groupad according o
whather current knowiedge of health effects indicatas a high or low
confidence hat adverse health effects exst: in the third group,
current knowledge of health sffects is only qualitatve o date.

Source: Skavens et al. (1987).

Table 5-8.  Summary of Health Effects Assoclated with
Chlorination By-Products
Taxicological
Chemical Class Example Ettects
Trhalomathanas Chioroform C,H,AT
Dichlorobromomethane H. AT
Dibromochioromethane H. RT
Bromotorm H. RT
Haloacetonitnles Chioroacstonitnie G.D
Dichloroacetonitnle M, G, D
Tnchioroacetoninie G. D
Bromochioroacetonitrile M, G, D
Dibromoacetonitrile G, D
Haloacd denvatives Dichloroacenc acid MD,C, N, OL, A
Tnchigroacabc acid HPP
Chiorophenols 2-Chiorophenol F, TP
2.4-Dichiorophanol F.TP
2.4.6-Trichlorophanol G
Chignnaled ketones 1,1-Dichloropropanane M
1.1,1- M
Trchloropropanane
1,1,3,3- M
Tetrachlorocpropanone
Chiorinated furanones MX M. CI
Chiorinated aldehydes 2-Chloroacataldehyde (¢]
Key to Toxcological EHects:
C = Carcnogenic N = Neumolowc
H = Hepatotoxc OL = Ocular Lesions
AT = Renal Taxc A = Aspermalogensasis
G = Genotoxic HPP = Hepatic Peroxisome Proliferation
D = Developmental F = Fetotoxic
M = Mutagemc TP = Tumor Promoter
MD = Metabolic Cl = Clastogemc
Disturbance

Source: Akin ot al. (1987).

5.2.3 Strategies for Controlling Disinfection
By-Products

The formation of halogenated by-products is affected
by a number of factors, including the concentration
and types of organic materials present when chlorine
is added, the dosage of chlorine, the temperature and
pH of the water, and the reaction time. EPA has
identified three strategies for controlling formation
of halogenated materials during chlorination:

1. Remove the by-products after they are formed.

2. Use alternate disinfectants that do not produce
undesirable by-products.

3. Reduce the concentration of organics in the water
before oxidation or chlorination to minimize the
formation of by-products.
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The first approach, removing the by-products after
they are formed, can be difficult and costly. Section 6
discusses the treatment technologies available for
organic contaminant removal. The second approach,
using alternative disinfectants, is often the most cost-
effective. The third approach, reducing the
concentrations of organic precursors before adding
chlorine or other oxidants, will provide the highest
quality finished water.

Using Aiternative Disinfectants

The second approach, using other than chlorine for
disinfection, is sound if the replacements do not
produce undesirable by-products of their own and if
they perform equally as both primary and secondary
disinfectants. Cost is also a consideration.
Alternative disinfectants currently being considered
by water treatment specialists are chlorine dioxide,
monochloramine, UV radiation, and ozone. Both
ozone and UV radiation do not provide stable
residuals for the distribution system and, therefore,
cannot be used as substitute disinfectants by
themselves.!

Although extensive studies of ozone by-products have
not yet been conducted, many immediate oxidation
products of naturally occurring organic materials
have been identified repeatedly. For the most part,
these by-products are organic aldehydes, acids, and
ketones. Oxidation of raw water containing bromide
ion will produce hypobromous acid, which can
brominate organic precursors.

Since ozone is employed only for primary
diginfection, a chlorinated compound (chlorine or
chloramine) must be added for secondary disinfection
following ozonation, i.e., to provide a residual for the
distribution system. Consequently, the "secondary”
by-products, those formed by the reaction of chlorine
or chloramine with the primary by-products of
ozonation, become a concern to water treatment
specialists. Although some studies have examined
by-products produced by two-step oxidation
sequences of this type, no compounds have yet been
reported that are not produced by one of the two
oxidation processes acting alone.

For example, preozonation may affect the yields of
THMs formed by subsequent chlorination. Usually
these THM yields are lowered by preozonation, but in
some cases, usually with high ozone dosages or at
high pH values, they can be enhanced. The yield of

10rone has been shown 10 be an effective secondary disnfectant in
a stwdy of European and Canadian apphcatons. However, four
conditiona must be met simultangously, which wers found 10 coexist
only rarety. The conditions are: (1) water temperatures must be
cool 0 siow De0lOgical regrowths, (2) water must be free of won and
ammonia, (3) total organic carbon values must be less than 1 mgi,
and (4) resdenca bme in the distnbubon system must be less than
12 hours (Miller 8t al., 1978).

chloropicrin (nitrotrichloro-methane) can be
enhanced if chlorination is preceded by ozonation.
Chloramine is known to react with acetaldehyde to
produce acetonitrile under drinking water treatment
conditions. This and other nitriles might be expected
to be produced upon direct chloramination of
ozonated waters containing aldehydes.

Chlorine dioxide is effective as a primary and
secondary disinfectant, but some chlorite ion is
produced. (See Section 5.5.1. for a discussion of the
chemistry of chlorine dioxide.) The use of chlorine
dioxide has been associated with hematological
effects in laboratory animals, which may result from
the production of chlorite and chlorate ions.
Neurological effects have also been identified. Due to
these concerns, EPA currently recommends
maximum total oxidant levels (total chlorine dioxide
plus chlorite ion plus chlorate ion) in finished water
of 1 mg/L. Thus, chlorine dioxide normally can be
used as a primary disinfectant only in very clean
waters, requiring low dosages of no more than 1.2 to
1.4 mg/L.

If a strong chemical reducing agent is added
somewhere in the treatment process after chlorine
dioxide primary disinfection, then chlorine dioxide
and chlorite ions can be reduced to chloride ion. This
would leave only traces of chlorate ion in the water.
This chemical reduction technique will allow much
higher chlorine dioxide dosages to be applied for
oxidation and/or primary disinfection than the 1.2 to
1.4 mg/L currently recommended

At present, granular activated carbon (GAC) or
sulfur dioxide are known to chemically reduce
chlorine dioxide and chlorite ion (but not chlorate
ion) to the innocuous chloride ion. This approach to
the application of chlorine dioxide will be discussed
in more detail in Section 5.4.3.2.

The remaining alternative, monochloramine, isa
weak disinfectant. The very high CT values required
to inactivate 99.9 percent Giardia and 99.99 percent
enteric viruses make monochloramine impractical
for use as a primary diginfectant. Therefore,
monochloramine should only be considered as a
secondary disinfectant.

Minimizing Precursor Concentrations

The third approach for controlling disinfection by-
products is to reduce the concentration of organic
materials before adding chlorine or any oxidant. This
approach will minimize the formation of by-products.
Another option is to use an oxidant that does not
contain chlorine, such as ozone, potassium
permanganate, or hydrogen peroxide, before or
during rapid mix and/or filtration to partially oxidize
organics. This will improve the flocculation and
filtration proceases that follow. However, if the water
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contains substantial amounts of bromide ion,
brominated organics may be produced.

Because all disinfectants and oxidants produce some
types of by-products, the most efficient approach to
lowering organic by-product precursors is to optimize
physical process treatment steps before adding
oxidants. For example, if alum is used as the
coagulant, it should be recognized that the optimum
pH is about 6.5. In addition, coagulant dosage should
be tested to maximize removal of organics.

It is important to note that extensive oxidation
converts natural organic materials (and some SOCs)
into simpler oxidation products (aldehydes, acids,
ketones, etc.), which are much more biodegradable
than the initial organic materials. Consequently, a
biological treatment step following oxidation can
mineralize the oxidized materials, removing them
from solution, thus avoiding the incorporation of
these by-products into the finished water.

Examples of effective biological treatment steps are
filtration, specifically through sand; dual media
filters; GAC/sand filters (GAC on top of sand); and
postfiltration GAC adsorbers. The biological
efficiencies of these types of filters increase in the
order listed. To allow biological filtration, it is critical
that no residual disinfectant be present in solution.
Otherwise, microbial activity present in the filter
media will be eliminated or at least adversely
affected.

5.3 Comparing Disinfectants

This section summarizes the advantages and
disadvantages of the various disinfectants. Since
most disinfectants also function as oxidizing agents,
both oxidizing and disinfecting properties must be
considered when selecting a disinfecting agent. The
important characteristics of chlorine, chlorine
dioxide, monochloramine, ozone, and UV radiation
are described in Sections 5.3.1 through 5.3.5. Section
5.3.6 describes advanced oxidation processes that use
combinations of ozone with UV radiation or hydrogen
peroxide. Sections 5.4 and 5.5 describe the
technologies used to apply each disinfectant.

5.3.1 Chlorine

Chlorine is an excellent disinfectant and oxidant, and
is also a good chlorinating agent,. It provides a stable
residual for the distribution system if the water is
free of chlorine-demanding ammonia and organic
materials. Since chlorine can produce THMs and
other halogenated (TOX) and nonhalogenated
organic compounds, the use of chlorine should be
minimized, particularly when THM and TOX
precursors are present. Some of the nonhalogenated
oxidation products of chlorination of humic and fulvie

acids are identical to those produced by potassium
permanganate, ozone, and chlorine dioxide,

5.3.2 Chiorine Dioxide

Chlorine dioxide is an excellent disinfectant, but is
not as strong an oxidant as free chlorine. Because it is
unstable, it must be generated on site. In its pure
state, chlorine dioxide does not produce THMs in the
presence of organic materials. Some procedures for
synthesizing chlorine dioxide (e.g., sodium chlorite
and elemental chlorine procedures) use excess
chlorine, which can produce THMs. Using less excess
chlorine in these procedures will lower the resulting
THM concentrations. Generating chlorine dioxide
with mineral acid and sodium chlorite solution
avoids the presence of excess free chlorine.

Chlorine dioxide treatment of organic pollutants
generally produces nonchlorinated oxidation
products and some chlorinated oxidation products,
but in smaller quantities than chlorine. Chlorine
dioxide does not oxidize bromide ion to hypobromous
acid, as do ozone and chlorine, apparently because of
its low oxidation potential.

During oxidation and disinfection reactions, as much
as 90-95 percent of the chlorine dioxide reverts back
to chlorite ion, which, along with chlorate ion, has
been associated with undesirable health effects. EPA
currently recommends that finished water supplies
contain a maximum total of 1 mg/L combined chlorite
and chlorate ions, and chlorine dioxide.

5.3.3 Monochloramine

Monochloramine is a weak cysticidal disinfectant
and a poorer virucide. Therefore, the contact times
and concentrations required for adequate primary
disinfection are much longer and higher than with
chlorine, chlorine dioxide, or ozone. When mono-
chloramine is generated, dichloramine can be
present. Water containing chloramines can be fatal
to individuals on kidney dialysis, so local hospitals
and treatment centers must be warned against using
water containing chloramines for these patients.
Monochloramine is also a weak oxidant, and its slow
dissociation in water to free chlorine produces traces
of halogenated orgenic materials. Monochloramine is
not recommended as a primary disinfectant because
its inactivation of Giardia cysts is slow and itisa
poor viricide.

Monochloramine may be produced in three ways: (1)
adding ammonia to water containing chlorine, (2)
adding chlorine to water containing ammeonia, and
(3) using a preformed solution of monochloramine.
Each technique is discussed in more detail in Section
5.5.2.
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Adding ammonia to water treated with chlorine
(Method 1) will form THMs and other by-products
associated with chlorination during the chlorine
contact time used for disinfection or oxidation
purposes. In this case, the benefit from using an
alternative disinfectant to chlorine is negated.
Adding ammonia will arrest THM generation,
however, and the THM level will remain as produced
from the initial chlorination contact time.

Adding chlorine to water already treated with
ammonia (Method 2), assuming proper mixing, will
produce insignificant concentrations of free chlorine
and, consequently, lower concentrations of
halogenated materials. However, disinfection is less
effective because the weak disinfectant
monochloramine is performing the disinfection
function, rather than free chlorine.

This problem is exacerbated if organic nitrogen
materials are already in the water. They react with
free chlorine and chloramines to form organic
chloramines, and all organic chloramines are even
weaker disinfectants than monochloramine.
Available field analytical methods do not distinguish
between inorganic menochloramine and organic
chloramines in water, A utility with raw water
containing organic nitrogen materials that adds
ammonia and then chlorine to produce
monochloramine for primary disinfection may
seriously overestimate the degree of disinfection
attained.

Using a preformed monochloramine solution (Method
3), creates the same problem of producing less
effective organic chloramines, if organe-nitrogen
compounds are present.

5.3.4 Ozone

Ozone is the strongest disinfectant and oxidizing
agent available for water treatment; however, it is an
unstable gas and must be generated on site. In
addition, it is only partially soluble in water, so
efficient contact with the water must be established
and excess ozone from the contactor must be handled
properly. Section 5.4.2 discusses the specifics of ozone
generation and contacting methods. Ozone cannot be
used as a secondary disinfectant because it is unable
to maintain an adequate residual in water for more
than a short period of time.

Although the capital costs of ozonation systems are
high, their operating costs are moderate. Because of
its high oxidation potential, ozone requires short
contact times and dosages for disinfection and
oxidative purposes. As a microflocculation aid, ozone
is added during or before the rapid mix step and its
usage is followed by coagulation and direct or
conventional filtration. Higher dosages are used to
oxidize undesirable inorganic materials, such as iron,

manganese, sulfide, nitrite, and arsenic; or to treat
organic materials responsible for tastes, odors, color,
and THM precursors.

Ozone does not directly produce any halogenated
organic materials, but if bromide ion is present in the
raw water, it may do so indirectly. Ozone converts
bromide ion to hypobromous acid, which can then
form brominated organic materials. The primary by-
products of ozonation are oxygen-containing
derivatives of the original organic materials, mostly
aldehydes, ketones, alcohols, and carboxylic acids.
Ozone, however, produces toxic oxidation products
from a few organic compounds. For example, the
pesticide heptachlor forms high yields of heptachlor
epoxide upon ozonation. Therefore, when selecting
ozone for oxidation and/or disinfection purposes, one
must know the specific compounds present in the raw
water 3o as to provide the appropriate downstream
treatment to cope with by-products. Researchers are
continuing to study ozonation by-products and their
potential health effects.

Even when ozone is used to oxidize rather than
disinfect, primary disinfection is attained
simultaneously provided contact times and dissolved
ozone concentrations are appropriate. Consequently,
both oxidation and primary disinfection objectives
can be satisfied with ozone prior to filtration, after
which only secondary disinfection is needed.

There are two cases in which this one-step
oxidation/disinfection with ozone is not feasible; (1)
when high concentrations of iron or manganese are
in the raw water, and (2) when ozone is used for
turbidity control. In both cases, measurement of the
degree of disinfection (dissolved ozone
concentrations) is impractical. When iron or
manganese are in the water, ozonation precipitates
dark insoluble oxides that interfere with the
measurement of dissolved ozone. When ozone is used
for turbidity control, such low dosages of ozone are
used that a measurable concentration of dissolved
ozone may never be attained. In these two cases,
ozone oxidation and disinfection must occur
separately.

After being partially oxidized by ozone, organic
materials become more biodegradable and, therefore,
more easily mineralized during biological filtration.
Preozonation of water fed to slow sand filters
increases the ease of biodegradation of organic
materials and enhances biological removal of organic
materials during GAC filtration. The adsorptive
efficiency of the GAC is extended because it only has
to adsorb the organics unchanged by ozone, while the
partially oxidized organics are biologically converted
to carbon dioxide and water.

Primary disinfection (or oxidation) with ozone
produces a significant amount of assimilable organic
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carbon (AOC) comprised of readily biodegradable
aldehydes, acids, ketones, and alcohols. Many of
these are also precursors of THMs and TOX
compounds. Consequently, if ozone disinfection is
immediately followed by chlorination, higher levels
of THMs and TOX compounds may be produced than
without ozonation.

5.3.5 Ultraviolet Radiation

UV radiation (254 nm) disinfection of bacteria and
viruses has several important advantages: (1)itis
readily available; (2) it produces no toxic residuals;
(3) required contact times are relatively short; and (4)
the equipment is easy to operate and maintain,
although maintenance must be performed on a
regular basis to prevent fouling of certain
components. Section 5.4.3. discusses the specifics of
UV radiation equipment operation and maintenance.

UV radiation disinfection is inappropriate for:

@ Inactivation of Giardia lamblia cysts

@ Water containing high suspended solids
concentrations, color, and turbidity

@ Water with high concentrations of soluble
organic matter that can react with or absorb the
UV radiation, thus reducing the disinfectant’s
performance

Since UV radiation is ineffective against Giardia
cysts, but effective against viruses and bacteria, it is
a good candidate for disinfecting ground water not
directly influenced by surface water. If the amount of
radiation received by a target organism is not a lethal
dose, however, reconstitution of the organism and
reinfection of the water can occur,

Since UV radiation disinfection provides no
disinfecting residual, a secondary disinfectant is
needed. Very little oxidation of organic materials
occurs with typical UV radiation systems used for
drinking water disinfection; consequently if
oxidation is required (for iron, manganese, sulfide,
nitrate, etc.), a strong oxidizing agent may be
necessary and can serve as a primary disinfectant as
well. However, higher energy intensities and lower
UV wavelengths (184.9 nm) can produce oxidation
reactions.

UV bulbs that produce radiation at 184.9 nm
generate some quantities of ozone which, in turn, can
provide some oxidation of organic materials. The
combination of UV radiation and ozone produces the
hydroxyl free radical, which is a more powerful
oxidizing agent than is ozone itself (see Section 5.3.6,
Advanced Oxidation Processes).

The 184.9 wavelength radiation is not as effective for
UV disinfection as the 254 nm wavelength, except by

the amount of ozone generated, which will provide
some CT value.

5.3.6 Advanced Oxidation Processes

Ozone used in combination with UV radiation or
hydrogen peroxide can adequately disinfect and, at
the same time, oxidize many refractory organic
compounds such as halogenated organics present in
raw water. Although contact times for ozone
disinfection are relatively short, they are quite long
for oxidizing organic compounds. This combination
process accelerates the oxidation reactions.

Advanced oxidation processes involve combining
ozonation with UV radiation (UVg54 bulbs
submerged in the ozone contactor) with hydrogen
peroxide (added prior to ozonation) or simply by
conducting the ozonation process at elevated pH
levels (between 8 and 10). Under any of these
conditions, ozone decomposes to produce the hydroxyl
free radical, which has an oxidation potential of 2.80
V compared with 2.07 V for molecular ozone.
However, hydroxyl free radicals have very short half-
lives, on the order of microseconds, compared with
much longer half-lives for the ozone molecule.

Many organic compounds that normally are stable
under direct reaction with the ozone molecule can be
oxidized rapidly by the hydroxyl free radical.
Chlorinated solvents such as trichloroethylene (TCE)
and tetrachloroethylene (PCE) can be destroyed
rapidly and cost effectively by hydroxyl free radicals
(Glaze et al.,1988; Aieta et al., 1988).

5.4 Primary Disinfection Technologles

Primary disinfection is a key step in the water
treatment process. Typically, this step occurs either
just before or just after filtration in a conventional
surface water treatment plant. Chlorine dioxide can
be used for primary disinfection. However, the
maximum recommended residual for chlorine dioxide
and its decomposition products (chlorite and chlorate
ions) may limit the use of this chemical as a primary
disinfectant, except in cases of very clean waters
and/or short distribution systems that need only a
small amount of disinfectant. Monochloramine
cannot achieve the required inactivations of Giardia
cysts and enteric viruses within reasonable contact
times, and, therefore, is not appropriate for primary
disinfection.

For surface water treatment, chlorine and ozone are
the predominant candidates. For ground water (not
directly influenced by surface water), chlorine, ozone,
and UV radiation are potential primary
disinfectants. Chlorine dioxide appears to be a good
primary disinfection candidate for both types of
waters, provided that a means of reducing chlorine
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dioxide and chlorate ions is used (e.g., GAC or some
strong chemical reducing agent).

Because chlorine produces undesirable by-products
regulated by EPA, its use for pretreatment or
primary disinfection must be carefully scrutinized. It
is anticipated that EPA will lower the current MCL
for THMs (100 /g/L), making chlorine use more
difficult. In addition, regulation of some of the other
halogenated by-products of chlorination listed in
Table 5-7 may place even greater restrictions on
chlorine use.

Table 5-7. Digint and Disint t By-Products
Listed In the First Drinking Water Priority List
(DWPL)

Disinfectants:
Chionna
Hypochlonts 1on
Chionne dioxide
Chionte won
Chigrate ion
Chlgramine
Ammaonia

Haloacetommies:
Bromochiorcacetaniinie
Dichloroacetonitnie
Dibromoacatomitnie
Tnchioroacetonitrile

Tnhalomethanes:

Dichiorobromomethane
Halogenated Acids, Alcohols, Aldehydes, Ketones, and Other Nitrles
Others:

Chioropecrin (tnchloronitrometnane)

Cyanogen chionde
Qzone by-products

The four primary disinfection technologies, chlorine,
chlorine dioxide, ozone, and UV radiation, will be
discussed in Sections 5.4.1 through 5.4.4. Since most
of the utilities that are affected by the Surface Water
Treatment and upcoming Ground-Water Disinfection
Treatment Rules serve less than 10,000 persons, this
discussion will emphasize smaller utilities.

5.4.1 Chlorine

Chlorine is the most common primary and secondary
disinfectant used in the United States. It is available
as a gas, solid, or aqueous solution. Chlorine gas is
used most frequently, especially by large utilities,
because of its lower cost. Chlorine in its solid form is
caleium hypochlorite (Ca[OCllz); the liquid form is
available as sodium hypochlorite (NaOCl) solution.

Section 5.4.1.1 describes the chlorination process,
including the physical and chemical factors afTecting

its efficiency and applicability to specific sites. The
equipment, chemical, and operating and
maintenance considerations relevant to the three
physical forms of chlorine are discussed in Sections
5.4.1.2 through 5.4.1.4.

5.4.1.1 Process Description

Chlorine undergoes chemical reactions when added
to water, and the resulting compounds inactivate or
kill undesirable microorganisms. Chlorine gas will
form hydrochloric and hypochlorous acids according
to the following reaction:

Cly + H0 <ee-> HCl + HOCI
chlorine water hydro- hypo-
chloric chlorous
acid acid

The hypochlorous acid reacts further depending on
the pH of the solution. The higher the pH, the more it
will react, as shown below:

HOCI Cenee> (OC1) + H+
hypochlorous hypochlorite hydrogen
acid ion on

The concentration of hydrogen ions in the water
determines the pH; the more hydrogen ions present,
the lower the pH. At neutral pH (pH = 7.0), almost
80 percent of the chlorine is in its most effective
disinfecting form, hypochlorous acid; the remainder
exists in the less effective disinfecting form,
hypochlorite ion. Increasing pH reduces the total
disinfecting strength of the solution because it causes
an increasing amount of hypochlorous acid to form
more hypochlorite ion. At pH 8.0, for example, nearly
80 percent of the chlorine is present as the
hypochlorite ion.

Table 5-2, presented earlier, gives CT values for
inactivation of Giardia lamblia cysts with free
chlorine (2.0 mg/L). At any given concentration of
chlorine, the CT values increase rapidly as the pH
rises above 7.0. This is also true at each temperature
listed. Figure 5-1 shows the relationship between pH
and the concentration of hypochlorous acid. Effective
pH control is essential to achieve a desired level of
disinfection for systems relying upon chlorination.

When sodium hypochlorite (liquid) or calcium
hypochlorite (solid) is used for chlorination, the
resulting chemical reactions produce alkaline (basic)
compounds as follows:

The resulting hydroxides increase the pH of the
water, thereby lowering the concentration of
hypochlorous acid and diminishing disinfection
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NaOC! + H0 ---.> HOCI + NaOH
sodium water hydro- sodium
hypo- chlorous hydroxide
chmte acid
Ca(OClhy + He0 - > 2HOCI + CaOH
calcium water hypo- caleium
vpo- chlorous hydroxide
chlorite acid
100 1]
50 \ 10
80 \ 20
70 \ \ 30
60 40
§ 50 \\ 50 3
® 20° c-—-\\a—o- e s
40 60
10 \ 70
20 \\ 80
10 ‘ ]90
o \& 100
4 5 ] 7 a8 9 10 1"
pH
Figure 5-1.  Distribution of hypochiorous acid and

hypochlorite ions In water at different pH values
and tempaeratures of 0°C and 20*C,

efficiencies. Therefore, the ability to adjust and
control pH is critical when using the hypochlorite
forms of chlorine.

Hypochlorous acid, a strong disinfecting agent, is one
of the most powerful oxidizing agents, and an
effective chlorinating agent. In addition to acting on
target organisms, it reacts with many substances in
water, as evidenced by the production of THMs and
other halogenated compounds associated with
chlorination. Chlorine also produces considerable
quantities of nonhalogenated organic oxidation
products, e.g., aldehydes, acids, and ketones.

Adequate chlorine concentration will achieve
effective disinfection of currently regulated

microorganisms. Since chlorine will react with many
substances in the water, the "chlorine demand" of
these other substances must be satisfied before an
excess of free chlorine is available for disinfection.
Thus, the amount of chlorine necessary to effectively
disinfect must be greater than the chlorine demand of
the water.

The "available chlorine residual” is the amount of
chlorine that remains available for disinfection after
the chlorine demand is satisfied. This is quantified by
an approximate analytical testing procedure, The
residual may be either a free available residual, a
combined available residual, or a combination of the
two. Free available chlorine refers to the total
concentration of hypochlorous acid and hypochlorite
ions. Combined available chlorine is the total
concentration of mono- and dichloramines, plus
nitrogen trichloride and organic nitrogen chlorine-
containing compounds. (See discussion of
chloramines in Section 5.5.2.)

Because of the many complex reactions that take
place, the relationship between the amount of
chlorine added and the available residual does not
become linear until a certain minimum amount of
chlorine has been added. In other words, increasing
the amount of chlorine does not result in a
proportional increase in the available residual until
that "chlorine breakpoint" is reached.

A series of chemical reactions causes the breakpoint
phenomenon. Water may contain small amounts of
reduced substances such as sulfides and ferrous iron,
as well as organic materials, organic nitrogen
materials (amino acids and proteins), and some
ammonia, all of which exert a chlorine demand. The
initial amount of chlorine added is taken up by
reactions with these contaminating substances,
leaving no free available chlorine. After the chlorine
demands of the reduced substances have been
satisfied, the hypochlorous acid will begin to react
with ammonia, organic nitrogen materials, and some
of the organics present to yield chloramines, oxidized
organics and chlorinated organic compounds. Next,
the addition of more chlorine may induce the
hypochlerous acid to oxidize or chlorinate some of the
same materials it has just created. At this point, a
decrease in the amount of residual (combined
residual) is observed. When these oxidation reactions
are complete, the breakpoint is reached, and adding
more chlorine finally increases the available chlorine
measured,

Figure 5-2 shows a "chlorine breakpoint curve,” with
the amount of chlorine shown on the horizontal scale
and the amount of available chlorine shown on the
vertical scale. According to the curve, the chlorine
residual will not appear until 3 mg/L of chlorine is
added, After this point, additional chlorine will result
in an increase in residual. However, at about 6 mg/L,
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Source: U.S. EPA (1983).

further additions of chlorine actually bring about a
decrease in residual until the breakpoint is reached
(8 mg/L in this diagram). After breakpoint is
achieved, additional chlorine finally resultsina
proportional accumulation of residual free available
chlorine.

Actual reactions are considerably more complex than
described above because of the time and
concentration dependencies of these processes. For
these reasons, a breakpoint curve is difficult to
recreate and predict; thus, individual tests must be
run seasonally, and the data plotted to define the
breakpoint for each water supply.

Factors Affecting the Efficiency of Chlorine
Disinfection

Chlorine in its free state (HOCI + [OCl]-) is an
effective disinfectant and inactivates most
microorganisms in a matter of minutes. However,
effective disinfection with chlorine requires careful
attention to the following factors:

® Freeavailable chlorine concentration. The
concentration must be high enough to always be
detectable at the farthest points in the
distribution system to effect both primary and
secondary diginfection.
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® pH. The pH should be maintained as close to 7.0
as is practical or consistent with other water
quality aspeets. This is necessary to maintain as
much of the chlorine residual as possible in the
hypochlorous acid form. New EPA regulatory
initiatives, however, are encouraging utilities to
adjust the pH of their product water to 8.0 in
order to minimize corrosion effects (U.S. EPA,
1988a). This higher pH will necessitate higher
doses of chlorine to attain primary disinfection.

® Contact time. Contact time must be long enough
to achieve the desired degree of microbial
inactivation (i.e., attain the CT value that applies
to the concentration of chlorine and the pH and
water temperature).

® Mixing. The chlorine contactor should either
contain sufficient baffling to eliminate the
possibility of short-circuiting or an external
mixing device should be added.

Temperature also afTects the disinfection rate; the
higher the temperature, the faster the rate of
disinfection. Consequently, at higher temperatures,
the CT values become lower.

The choice of chlorination system - gas, solid, or
liquid - depends on a number of site-specific factors
including:

e Availability of chlorine source chemical

e Capital cost of the chlorination system
Operation and maintenance costs of the
equipment

Chemical costs

Location of the facility

Operator skills

Safety considerations

Local regulations regarding the storage of
chlorine gas

Each chlorination method provides the same
disinfecting power on a pound for pound basis of
available chlorine at the same pH. The choice of
method depends primarily on the availability of each
chemical and the construction and annual operating
costs for the different systems.

5.4.1.2 Disinfection with Chlorine Gas

Elemental chlorine is a toxic, yellow-green gas at
standard temperatures and pressures. It is supplied
as a liquid in high-strength high-pressure steel
cylinders, and vaporizes rapidly when released. As
the liquid evaporates, its temperature falls and slows
evaporation rate, necessitating use of a container
manifold or vaporizer.

Chlorine gas can be supplied in cylinders with
capacities of 45.4 t0 907.2 kg (100 to 2,000 Ib), or in

tank cars. The quantities required by small water
systems can be purchased from local chemical or
swimming pool chemical suppliers.

There are two basic types of gas chlorinators: (1)
pressure-operated direct gas feed units and (2)
vacuum operated solution-feed units. Direct gas feed
units supply pressurized chlorine gas to the water
and are used only when electrical power is
unavailable or the water pressure differentials are
insufficient to operate a solution feed unit. The
solution feed units mix the gas with a side stream of
water to form a solution of hypochlorous acid and
hypochlorite ion, which then is mixed with the main
stream. These units operate on a vacuum-controlled
basis, automatically shutting off if the side stream
flow is interrupted. The solution feed system is safer
to operate and, therefore, is preferred by most
operators. Figure 5-3 shows a solution feed system.

Equipment Costs

Table 5-8 presents a range of equipment costs for one
basic and five increasingly complex solution feed gas
chlorination systems. The basic system includes
equipment to handle two 68-kg (150-1b) chlorine
cylinders, two eylinder-mounted chlorine gas
regulators, an automatic changeover valve, and a
chlorine gas flow and rate valve ejector (with system
backup).

The most sophisticated system includes the basic
system plus two scales, a gas mask, a diffuser
corporation cock (to allow connection under water
line pressure), a flow-pacing chlorine addition
system, a flow meter, a booster pump and piping, and
a chlorine leak detector.

The costs are based on a small water treatment
system sized to treat water volumes up to at least
0.044 m3/sec (1 MGD). They include equipment,
installation, safety enclosure, contractor’s overhead
and profit, and a 10 percent engineering fee. In May
1980 dollars, the least expensive gaseous
chlorination system costs were about $9,350. The
most sophisticated gaseous chlorination system with
all the options added cost $16,050,

QOperating and Maintenance Costs

For small solution-feed systems treating from 9.5
m/dey to 0.044 m3/sec (2,500 GPD to 1 MGD),
operating and maintenance costs for gas chlorination
systems are approximately the same. About 1,630
kWh each year is required to run the booster pump
and approximately 2,560 kWh annually is required
for the building housing the system, assuming a 58.1-
m2 (625 ft2) building. Maintenance materials for
miscellaneous repair of valves, electrical switches,
and other equipment cost about $40/yr. Labor
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Figure 5-3, Solution feed-gas chiorination system.
Sourca: Capital Controls Co., Inc.

Table 5-8.  Capital Costs for Gas Chiorination® ($1980)
Equipment Casts for a System Producing 100 LivDay

or Less

System

Basc System® $187

Complex System 8,579
Instaliabon 1,187
Safety Enclosure 3,500
Contractor's Overhead and Profit (20%) 1,889
Engineenng Fees (10%) 934
Total Capital Cost

Basic Systam $ 9,343

Compiex System $16,049

4 May 1980 quotes (three vendors).

b Basic system includes two 150-1b chionne cylinders, two cylinder-
mounted regulators, aulomat¢ changeover vaive, chionne gas flow
rata valva, and eeclor (system with backup).

11b = 0.4536 kg

Source: U.S. EPA (1983).

requirements of 1/2 hr/day (or 183 hr/yr) cover daily
checks on equipment.

Table 5-9 estimates total annual operating and
maintenance costs of $2,163 for a solution feed gas
chlorination system. The estimate assumes energy
costs of $0.07/kWh and labor costs of $10/hr, which
were the prevailing rates in 1982.

Vacuum Line

Chemical Costs

The cost of chlorine for a system can be estimated
using the following formula :

Clzdnuptmdl. X water treated (L/day) X Clzcutflﬂb}
1,000 (mg'g) X 454 (g/lb)

= Clzcm!(’fhy)
Tabia 5-9. Capital Costs for Gas Chiorinations ($1980)
Item Requirements Costsin $

Electncal Energy

Procesas 1,630 kWhyr 114.10

Buiding 2,560 kWhiyr 179.20
Subtotal 4,190 KWhiyr 293.30*
Maintenance Matenals 40.00
Labor 183 hiyr 1,830
Total Annual O&M Cost 2,183
* Assumes $0.07/&Wh,
b Assumes $10/hour labor cost.

Source: U.S. EPA (1983).

In the New York metropolitan area (1989), a 68-kg
(150-1b) cylinder of chlorine costs about $1.65/kg
($0.75/1b). Applying the above equation, assuming a
dosage of 5 mg/L, gaseous chlorine would cost $30/yr
for a 9.5 m3/day (2,500-GPD) plant and $11,400/yr for
a 0.044 m3/sec (1-MGD) plant.
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5.4.1.3 Disinfection with Sodium Hypochlorite
Solution

Sodium hypochlarite solution is usually supplied
commercially in concentrations of 5 and 15 percent
chlorine. [t is easier to handle than gaseous chlorine
or calcium hypochlorite. Metered chlorinators deliver
the solution directly into the water.

Sodium hypochlorite solutions lose their disinfecting
(oxidizing) power during storage, and thus should be
stored in a cool, dark, dry area. No more thana 1-
month supply of the chemical should be purchased at
one time to prevent loss of available chlorine, The
material is supplied in glass or plastic bottles,
carboys, or lined drums ranging in size from 1.89 to
208.2 L (0.5 to 55 gal). Bulk shipment by tank truck
is also a common form of transport.

Sodium hypochlorite solution is more costly per
pound of available chlorine and does not contain the
high concentrations of chlorine available from
chlorine gas. However, the handling and storage
costs are lower than for chlorine gas.

An onsite generation technique for hypochlorite
solutions recently has been developed. This system
consists of a two-cell unit, in which a brine solution
(salt in water) is electrolyzed, producing a solution of
hypochlorous acid in one cell and a solution of caustic
(sodium hydroxide) in the other, according to the
following equation:

Nat+ + Ccr + 2H0 + e >

sodium chloride water electron
HOC1 - NaOH + Ha

hypochlorous sodium hydrogen
acid hydroxide g

Using onsite generation avoids the purchase and
storage of large volumes of chlorine gas or
hypochlorite solutions, but there are significant
disadvantages. The generation process produces
hydrogen, which poses fire and explosion hazards,
and sodium hydroxide, which is a caustic solution
that requires proper disposal. Alse, the cost per pound
of available chlorine is typically much higher for
onsite generation (e.g., $0.66 to $0.77/kg [$0.30 to
$0.35/1b] for onsite generation compared to $0.18 to
$0.33/kg [$0.08 to $0.15/1b]| for chlorine gas).
However, certain site-specific considerations may
make onsite generation a preferred disinfection
technique.

Equipment Costs

Table 5-10 presents estimated capital costs for
sodium hypochlorite chlorination systems. This table

provides estimates for basic and complex systems,
both electrically and hydraulically activated. The
basic liquid hypochlorination systems include two
metering pumps (one serving as a standby), a
solution tank, diffuser, and appropriate quantities of
tubing. The more complex system adds a diffuser
corporation cock, antisiphon backflow preventer, a
safety housing enclosure, a flow pacing system, and a
flow meter and signal.

Table 5-10. Capital Costa for Liquid Chiorinators? ($1980)
Elecincally  Hydraulically
Activated Activated
Equipment Cost (basic system®) $ 1,800 S 2.268
500 1.000
Instatiabon
Site Work 250 250
Contractor's Overhead & Profit 729 1,004
(20%)
Engineering Fees 364 503
Add Ons:
Alternate #1: acd dituser 165 231
corporabon cock and anusiphon
backflow preventar
Alternate #2: add safety enclosure 6.930 6,930
(housing)
Alternate #3: add flow pacing 1.485
axisting signal
Alternate #4: add flow meter 1.452
signal, 8 in. or less
Total Capital Cost
Basic System $ 3,643 $5023
Maost Sophisticated $10,738 $15.42

+ May 1980 quotes (two vendors).

® Basic System includes two metenng pumps (one standby), tubing,
solution lank, and diffusar.

Source: U.S. EPA (1983).

Total capital costs for an electrically activated system
range from $3,643 for the basic system to $10,738 for
the most sophisticated system. The comparable range
for the hydraulically activated systems is $5,023 to
$15,121.

Operating and Maintenance Costs

As with solution-feed gas chlorinators, operating and
maintenance costs for systems in the 9.5 m3/day to
0.044 m3/sec (2,500 GPD to | MGD) size range are
roughly the same. The annual estimated energy
requirements for the diaphragm metering pump and
the housing structure, assumed to be 58.1 m2 (625
ft2), are 570 kWh and 2,560 kWh, respectively.
Maintenance materials for minor component repairs
are about $20 each year. Approximately 1 hour of
labor is required each day to mix the sodium
hypochlorite solution and check equipment.
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Table 5-11 summarizes total annual operating and

Table S-11. Operation and Maintenance Cost Summary
for Sodium Hypochlorite Solution Feed
($1982)
Item Req Cosisin §
Electrical Energy
Process 570 kWhiyr 39.90
Buiding 2,560 kWhiyr 179.20
Sublotal 3,130 kWhyr 219.102
Maintenance Matenals 20.00
Labor 365 hiyr 3,650
Total Annual O&M Cost 3,889

2 Assumes $0.07KWh,
b Assumes $10/hour labor cost
Source: U.S. EPA (1883).

maintenance costs for the sodium hypochlorite
solution feed system. The total of $3,889/yr is based
on the same energy and labor cost assumptions of
$0.07/kWh and $10/hr as were used for the gas
chlorination system.

Chemical Costs

Typically, sodium hypochlorite is available asa 15
percent (by weight) solution. Four-tenths of a kg (0.9
1b) of sodium hypochlorite solution is equivalent in
oxidation potential to 0.45 kg (1 Ib) of gaseous
chlorine, and its cost is about 3 times that of gaseous
chlorine. These ratios for the two forms of chlorine
can be used in conjunction with the formula provided
in Section 5.4.1.2 to estimate the cost of the solution.

For example, a small water utility treating 9.5
m3/day (2,500 GPD) with a dosage requirement of 5
mg/L of chlorine requires 242.2 L (64 gal)/yr of the 15
percent solution. If the cost of the solution was
$0.13/L (30,50/gal) (as it was in the
Baltimore/Washington, D.C. area in 1987), the
annual chemical cost would be $32.00. A 0.044 m3/sec
(1-MGD) plant using the same chlorine dosage would
require 400 times the chemical volume and would
spend $12,800 annually.

5.4.1.4 Disinfection with Solid Calcium
Hypochilorite

Calcium hypochlorite is a white solid that can be
purchased in granular, powdered, or tablet form. It
contains 65 percent available chlorine and is readily
soluble in water, The chemical is available in 0.9-,
2.3-,3.6-, and 15.9-kg (2-, 5-, 8-, and 35-1b) cans and
362.9-kg (800-1b) drums, which are usually
resealable. Calcium hypochlorite is a corrosive
material with a strong odor and requires proper
handling.

When packaged, calcium hypochlorite is very stable;
therefore, an annual supply can be purchased in a

single procurement. However, it is hygroscopic
(readily absorbs moisture), and reacts slowly with
atmospheric moisture to form chlorine gas.
Therefore, shipping containers must be emptied
completely or carefully resealed. Bulk handling
systems cannot be used.

Typically, the entire contents of a calcium
hypochlorite container are emptied into a mixing
tank where they are readily and completely dissolved
in water. The resulting corrosive solution is stored in
and fed from a stock solution vessel constructed of
corrosion-resistant materials such as plastic,
ceramic, glass, or rubber lined steel. Solutionsof 1 or
2 percent available chlorine can be delivered by a
diaphragm-type, chemical feed/metering pump.

Equipment, Operating, and Maintenance
Costs

Equipment, operating, and maintenance costs for
calcium hypochlorite solution feed systems are
similar to those for sodium hypochlorite feed systems.
The equipment needed to mix the solution and inject
it into the water being treated is the same.

Chemical Costs

A 9.5 m¥/day (2,500-GPD) treatment plant usinga 5
mg/L dosage of chlorine needs 0.104 b chlorine/day.
Because solid calcium hypochlorite contains 65
percent available chiorine, 15.95 kg (0.16 lb)/day is
required.

In 1987 (in the Baltimore/Washington D.C. area), 1
kg of caleium hypochlorite cost $2.09 ($0.95/1b). For a
9.5 m3/day (2,500-GPD) facility, 26.5 kg (58.4 Ib)
costing $55.48 is needed for | year. A 0.044 m3/sec (1-
MGD) facility, using 400 times that amount of
chlorine, would spend $22,192 annually.

5.4.2 Ozone

While ozone is widely used for disinfection and
oxidation in other parts of the world, it is relatively
new in the United States. The process of ozone
disinfection, including its chemistry, is discussed in
Section 5.4.2.1, Section 5.4.2.2, system design
considerations, covers issues related to the essential
components of an ozone treatment system. Lastly,
Section 5.4.2.3 reviews the costs of ozone system
equipment, installation, housing, and operation and
maintenance.

5.4.2.1 Process Description

Ozone (O3) is a powerful oxidizing agent, second only
to elemental fluorine among readily available
chemical supplies. Because it is such a strong
oxidant, ozone is also a powerful disinfectant. Unlike
chlorine, ozone does not react with water to produce a
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disinfecting species. [nstead, when exposed to a
neutral or alkaline environment (pH above 6), UV
light, or hydrogen peroxide, it decomposes in water to
more reactive hydroxyl free radicals as shown in the
equation below:

03 + Hy0 ——> 02 + 2(0OH)
ozone  water oxygen hydroxyl
radicals

This reaction is accelerated at pH values above 8.

In water, ozone reacts as the ozone molecule, the
hydroxyl free radical, or as a mixture of both. For
primary disinfection, CT values for ozone (shown in
Tables 5-1 and 5-2) have been developed for
molecular ozone, not for hydroxyl free radicals. These
free radical species are more effective oxidizing
agents than molecular ozone. However, they have
extremely short half-lives (microseconds) and
consequently may not be good disinfectants.2

Since ozone is unstable at ambient temperatures and
pressures, it must be generated onsite and used
quickly. Ozone is generated by applying energy to
oxygen (pure oxygen or dried air). A high-energy
electrical field causes oxygen to dissociate according
to the equation below:

09 + e - > 2[0]
oxygen electrons oxygen
"fragments”

These oxygen “fragments™ are highly reactive and
combine rapidly with molecular oxygen to form the
tnatomic molecule, ozone:

2[0] + 20 -—--> 203
oxygen oxygen ozone
“fragments”

The overall reaction that produces ozone is the sum of
the above reactions:

309 + e . > 203
oxygen energy

2 Very recent data (Wolle et al., 1989) show thal hydroxyl free
resduals produced by the combinabon of ozone with hydrogen
perowida have tha ability to inactivate Giardia cysts and entenc
viruses rapidly.

This reaction is reversible; once formed, ozone
decomposes to oxygen. This reverse reaction occurs
quite rapidly above 35°C. Because the reactions that
convert oxygen to ozone also produce a considerable
amount of heat, ozone generators have cooling
components to minimize ozone losses by thermal
decomposition.

Ozone has a characteristic odor that is detectable
even at low concentrations (0.01 to 0.02 ppm by
volume). Higher levels may cause olfactory and other
reaction fatigue, and much higher levels are acutely
toxic in some instances. The longer the exposure to
ozone, the less noticeable the odor.

Ozone is only slightly soluble in water, about 2 to 10
times more soluble than oxygen, depending on the
temperature and its concentration as it enters the
ozone contactor, The higher the concentration of
ozone generated, the more soluble it is in water.
Increasing pressure in the ozone contactor system
also increases its solubility. Ozone's half-life in water
ranges from 8 minutes to 14 hours, depending on the
level of ozone-demanding contaminants in the water.

5.4.2.2 System Design Considerations
The five major elements of an ozonation system are:

Air preparation or oxygen feed
Electrical power supply

Ozone generation

Ozone contacting

Ozone contactor exhaust gas destruction

e oo

Alr Preparation

Ambient air should be dried to a maximum dew point
of -65°C before use in the ozonation system. Using air
with a higher dew point will produce less ozone, cause
slow fouling of the ozone production (dielectric) tubes,
and cause increased corrosion in the ozone generator
unit and downstream equipment. These last two
factors result in increased maintenance and
downtime of the equipment.

Air feed systems can dry ambient air or use pure
oxygen. Using pure oxygen has certain advantages
that have to be weighed against its added expense.
Most suppliers of large-scale ozone equipment
consider it cost effective to use ambient air for ozone
systems having less than 1,587.6 kg/day (3,500
Ib/day) generating capacity. Above this production
rate, pure oxygen appears to be more cost effective.
Systems that dry ambient air consist of desiccant
dryers, commonly used in conjunction with
compression and refrigerant dryers for generating
large and moderate quantities of ozone. Very small
systems (up to 0.044 m3/sec [1 MGD]) can use air
drying systems with just two desiccant dryers (no
compression or refrigerant drying). These systems
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use silica gel, activated alumina, or molecular sieves
to dry air to the necessary dew point (-65°C).

Ambient air feed systems used for ozone generation
are classified by low, medium, or high operating
pressure. The most common type is a system that
operates at medium pressures ranging from 0.7 to
1.05 kg/em? (10 to 15 psig). High-pressure systems
operate at pressures ranging from 4.9 to 7.03 kg/cm?2
(70 to 100 psig) and reduce the pressure prior to the
ozone generator. Low- and high-pressure systems are
typically used in small- to medium-sized
applications. Medium- and high-pressure systems
may be used in conjunction with most ozone
generators and with most contacting systems. Low-
pressure systems operate at subatmospheric
pressures, usually created by a submerged turbine or
other contactors producing a partial vacuum
throughout the air preparation and ozone generation
system. Creation of this vacuum results in ambient
air being drawn into the ozonation system.

The decision to use a high-, medium-, or low-pressure
air preparation system often is based on a qualitative
evaluation of potential maintenance requirements,
ag well as an evaluation of capital and operating
costs, High-pressure air pretreatment equipment
generally has higher air compressor maintenance
requirements, lower desiccant dryer maintenance
requirements, and lower capital costs.

At small- to medium-sized installations, the lower
capital costs may offset the additional maintenance
required for the air compressors and associated
equipment, such as filters for the oil-type
compressors. Typical low- and high-pressure feed gas
pretreatment systems are shown in Figures 5-4 and
5-5. Figure 5-4 is also representative of a medium-
pressure system, but may require a pressure
reducing valve upstream from the ozone generator,

For many applications, pure oxygen is a more
attractive ozone feed gas than air for the following
reasons:

® [t hasa higher production density (more ozone
produced per unit area of dielectric).

® [t requires lower energy consumption (energy
supplied per unit area of dielectric).

® Essentially double the amount of ozone can be
generated per unit time from oxygen than from
air (for the same power expenditure); this means
that ozone generation and contacting equipment
can be halved in size when using oxygen, to
generate and contact the same amount of ozone.

® Smaller gas volumes are handled using oxygen,
rather than air, for the same ozone output; thus,
costs for ancillary equipment are lower with
oxygen feed gas than with air.

® Ifused in a once-through system, gas recovery
and pretreatment equipment are eliminated.

Ozone transfer efficiencies are higher due to the
higher concentration of ozone generated.

However, the economic implications of these
advantages must be weighed against the capital
expenditure required for onsite oxygen production or
operating costs associated with purchase of liquid
oxygen produced off site.

Oxygen can be purchased as a gas (pure or mixed
with nitrogen) or as a liquid (at -183°C or below).
Normally the purity of the available oxygen gas is
quite adequate, and no particular pretreatment is
required. Its purity always should be better than 95
percent, and its dew point consistently lower than
-80°C. When liquid oxygen is the oxygen source, it is
converted to the gas phase in an evaporator, and then
sent directly to the ozone generator. Purchasing
oxygen as a gas or liquid isonly practical for small- to
medium-sized systems. Liquid oxygen can be added to
dried air to produce oxygen-enriched air (as at the
Tailfer plant serving Brussels, Belgium). A
membrane separation method that also produces
oxygen-enriched air is being developed.

There are currently two methods for producing
oxygen on site for ozone generation; pressure swing
adsorption of oxygen from air and cryogenic
production (liquefaction of air followed by fractional
distillative separation of oxygen from nitrogen).
Systems for the production of oxygen on site contain
many of the same elements as air preparation
systems discussed above, since the gas stream must
be clean and dry in order to successfully generate
ozone. Gaseous oxygen produced on site by pressure
swing adsorption typically is 93 to 95 percent pure,
while liquid oxygen produced cryogenically generally
15 99.5 percent pure. In most plants utilizing on site
production of ozone, a backup liquid oxygen storage
system is included.

At smaller plants, oxygen can be separated from
ambient air by pressure swing adsorption using
molecular sieves. During the high-pressure phase,
nitrogen is adsorbed by the sieves and oxygen exits
the system as product gas. When the pressure is
reduced, the nitrogen desorbs and is removed from
the vessel by purge gas. Precautions should be taken
to avoid contamination of the oxygen prepared by this
procedure with hydrocarbons, which are present as
oils associated with the pressurized equipment.

Pressure swing adsorption systems for producing
oxygen are manufactured to produce from 90.7 to
27,216 kg/day (200 to 60,000 Ib/day) of oxygen. This
production range would supply ozone for water
treatment systems at 6 percent concentration in
oxygen, for an applied ozone dosage of 4 mg/L and
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Source: U.S. EPA (1986Db).

production of water at the rates of about 0.018 m3/sec (8,000-Ib/day) ozone system, with cryogenically

to about 5.26 m3/sec (0.4 MGD to about 120 MGD). produced oxygen as a feed gas.

For cryogenic oxygen production, low temperature Reuse or recycling of the oxygen-rich contactor
refrigeration is used to liquefy the air, followed by offgases is possible, and requires removal of moisture
column distillation to separate oxygen from nitrogen. and possible ammonia, carbon dioxide, and nitrogen
Cryogenic systems are operationally sophisticated, before returning the gas to the generator.

and operating and maintenance expertise is required.

Production of oxygen by the cryogenic technique is

more capital intensive than by pressure swing

adsorption, but generally operation and maintenance Electrical Power Supply

costs are lower. For oxygen requirements of 18,144 to The voltage or frequency supplied to the ozone

18,144,000 kg/day (20 to 20,000 tons/day), cryogenic generator is varied to control the amount and rate of
separation systems are quite practical. This would ozone produced. Varying the power requires

exclude their use for small water treatment plants. specialized supply equipment that should be designed
The Los Angeles Aqueduct Filtration Plant, which is for and purchased from the ozone generator

26.28m3/sec (600 MGD) is using a 3,628 8-kg/day manufacturer.
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Ozone generators use high voltages (>10,000 V) or voltage potentials are maintained. Oxygen-enriched
high-frequency electrical current (up to 2,000 Hz), air, pure oxygen, or air that has been dried and cooled
necessitating special electrical design considerations.  flows between the electrodes and produces ozone.
Electrical wires have to be properly insulated; high More recent designs use medium and high

voltage transformers must be kept in a cool

frequencies, rather than high voltages and low

environment; and transformers should be protected frequencies, to generate ozone.
from ozone contamination, which can occur from

small ozone leaks. The frequency and voltage

transformers must be high quality units designed

specifically for ozone service. The ozone generator

supplier should be responsible for designing and

supplying the electrical subsystems.

Ozone Generators

3 Thia technique produces concentrabons ol ozone sulficienty
high {above 1 percent by weight) to solubilize enough ozone
and to attan the requisite CT values necessary 10 guaraniee
disinfection of Grardia cysts. Ozone also can ba generaled by
UV radiabon techniques, but onty at maxmum concentrabons

Ozone used for water treatment is usually generated of 0.25 percent by weight. At such low gas concentrations, it is

using a corona discharge cell.3 The discharge

consists of two electrodes separated by a discharge

gap and a dielectric material, across which hi

cell not possible 1o solutrlize suthcient ozone 1o guarantee
disinfecbon of Grarda cysts.

gh
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Figure 5-6 depicts the essential components of a
corona discharge ozone generator. Either ambient
air, oxygen-enriched air, or pure oxygen is fed to the
generator. If ambient air is used, the generator
produces dry, cool air containing 1 to 3.5 percent
ozone (by weight), which can be mixed with water.
When pure oxygen is used, the concentration of ozone
produced is approximately double that produced with
ambient air (up to 8 to 9 percent by weight).

The most common commercially available ozone
generators are:

¢ Horizontal tube, one electrode water cooled

® Vertical tube, one electrode water cooled

® Vertical tube, both electrodes cooled (water and
oil cooled)

® Plate, water or air cooled

The operating conditions of these generators can be
subdivided into low frequency (60 Hz), high voltage
(> 20,000 V); medium frequency (600 Hz), medium
voltage (< 20,000 V); and high frequency (> 1,000
Hz), low voltage ( <10,000 V).

Currently, low frequency, high voltage units are
most common, but recent improvements in electronic
circuitry make higher frequency, lower voltage units
more desirable.

Operating an ozone generator at 60 to 70 percent of
its maximum production rate is most cost effective.
Therefore, if the treatment plant normally requires
45.36 kg/day (100 lb/day) of ozone and 68.04 kg/day
(150 Ib/day) during peak periods, it is wise to
purchase three generators, each designed for 27.22
kg/day (60 |b/day) and operate all three at about 65
percent capacity for normal production. This

arrangement will satisfy peak demands and one
generator will be on hand during off-peak periods for
standby or maintenance.

Ozone Contacting

Ozone can be generated under positive or negative air
pressure. [f generated under positive pressure, the
contactor most commonly used is a two- chamber
porous plate diffuser, with a 4.8-m (16-ft) water
column. With this method, the ozone-containing air
exits the ozone generator at approximately 1.05
kg/em?2 (15 psig) and passes through porous diffusers
at the base of the column. Fine bubbles containing
ozone and air (or oxygen) rise slowly through the
column, the mass of ozone is transferred (dissolves),
and oxidation and/or disinfection takes place. The
4.8-m (16-ft) height maximizes the amount of ozone
transferred from the bubbles as they rise in this type
of porous diffuser contactor.

Other types of positive pressure ozone contactors
include packed columns, static mixers, and high
speed agitators. An atomizer that sprays water
through small orifices into an ozone-containing
atmosphere also can be used.

When ozone is generated under negative pressure,
vacuum action draws the ozone mixture {rom the
generators, providing contact as the gas mixes with
the flowing water as with a submerged turbine.
Other common methods of creating negative pressure
use injectors or Venturi-type nozzles. These systems
pump water past a small orifice (injector) or through
a Venturi nozzle, thus creating negative pressure.

The diffuser and packed tower contactors require no
energy above that required to generate ozone at 1.05

Discharge Gap
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Figure 5-6.

Typical ozone generating configuration for a Corona discharge cell.
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kg/em?2 (15 psig). The high speed agitators, static
mixers, and all the negative pressure contactors
require additional energy.

Ozone reactions are very fast to destroy or inactivate
microorganisms; oxidize iron, manganese, sulfide
and nitrite ions, and some organics; and lower
turbidity levels. However, ozone oxidizes organic
compounds such as humic and fulvic materials, as
well as many pesticides and volatile organic
compounds, quite slowly compared to these other
solutes.

For disinfection, the initial dose of ozone is used to
satisfy the ozone demand of the water. Once this
demand is satisfied, a specific ozone concentration
must be maintained for a specific period of time for
disinfection. These two stages of ozonation are
usually conducted in two different contacting
chambers (see Figure 5-7). Approximately two-thirds
of the total ozone required is added to the first
chamber where the ozone demand of the water is met
and the dissolved ozone reaches a residual level
(typically 0.4 mg/L). The remaining ozone is applied
in the second chamber, where it maintains the
residual ozone concentration for the necessary
contact time with water to attain the required CT
value.

When ozone is added to water, its dissolved residual
is not stable. Not only will ozone react with many
contaminants in water supplies, but its half-life in
water is fairly short, on the order of minutes, due to
decomposition back to oxygen. At the higher pH
ranges (above 8), decomposition of melecular ozone
into reactive intermediates (including the hydroxyl
free radical) is accelerated. Consequently, it is not
possible to monitor the residual ozone concentration
at any single point in the treatment train and expect
a single concentration level to hold steady from the
point of gas/liquid mixing throughout the ozone
treatment subsystem.

Therefore, it is important when using ozone for
primary disinfection to monitor for dissolved ozone at
a minimum of two points. In the event that two ozone
contact chambers are utilized, the dissolved residual
ozone can be monitored at the outlets of the two
chambers. The average of these two numbers can be
used as the "C" for calculation of CT values.

Absolute measurement of ozone contact time ("T") is
not simple, because the objective of adding ozone to
water invoives maximizing the mixing of a partially
soluble gas with the liquid. The more complete the
contacting, the shorter the actual residence time for
the water in the contacting chamber. As a result, the
more completely the gas and liquid media are mixed,
the less the hydraulic residence time can be used as

the value for "T". Only when water flowing through
an ozone contacting system approaches plug flow does
the actual ozone contact time approach the hydraulic
residence time.

The greater the number of ozone contact chambers
that can be connected in series, the closer the water
flow will approach plug flow. In such cases, the Tyg
(time for 10 percent of an added tracer to pass
through the ozone contacting system) will approach
50 percent of the hydraulic detention time for water
passed through the ozone contacting system.
Recently published studies of the 26.28 m3/sec (600-
MGD) Los Angeles Aqueduct Filtration Plant and of
the design of the 5.26 m3/sec (120-MGD) Tucson
water treatment plant have confirmed that the actual
hydraulic residence time (T ) is approximately 50
percent of the theoretical hydraulic residence time.

Destruction of Excess Ozone from Qzone
Contactor Exhaust Gases

The ozone in exhaust gases from the contacting unit
must be destroyed or removed by recycling prior to
venting. The current Occupational Safety and Health
Administration standard for exposure of workers
during an 8-hour work day is a maximum ozone
concentration of 0.0002 g/m3 (0.1 ppm by volume
time-weighted average). Typical concentrations in
contactor exhaust gases are greater than 1 g/md (500
ppm by volume).

The four primary methods of destroying excess ozone
are thermal destruction (heating the gases to 300° to
350°C for 3 seconds), thermal/catalytic destruction,
and catalytic destruction (with metal catalysts or
metal oxides). Moist granular activated carbon is
used extensively at European plants treating less
than 0.088 m3/sec (2 MGD) and for swimming pools
using ozone.

When ozone is generated from air, destroying ozone
in exhaust gases is more cost effective than
recirculating the gases through the air preparation
system and ozone generator. When ozone is generated
from pure oxygen, destroying the ozone and
discharging the excess oxygen can be more cost
effective than destroying the excess ozone, and drying
and recycling the excess oxygen. A number of "once-
through" oxygen feed systems have been installed
throughout the world since 1980 to generate ozone.
The largest of these is at the 26.28 m3/sec (600-MGD)
Los Angeles plant, which has been operating in this
manner since 1987.

Other System Design Considerations

Ozonation system components that directly contact
ozone-containing gas should be constructed of
corrosion-resistant material, such as reinforced
concrete for the contactors, stainless steel for the
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Figure 5-7. Two-compartment cont with p diffusers.

piping, and Teflon for gaskets. Piping for dry service
should be 304-L stainless steel, while piping for wet
service should be 316-L stainiess steel.

Proper monitors and controllers should be supplied
with the ozone system, including:

® Gas pressure and temperature monitors at key
points in the air preparation system. Simple
pressure gauges and mercury thermometers are
adequate.

e Continuous monitors/controllers for the dew
.point to determine the moisture content of the
dried feed gas to the ozone generator. The
monitors should sound an alarm and shut down
the generator when high dew points are
indicated. Equipment to calibrate the dew point
monitor should be provided as well.

e [nlet/discharge temperature monitors for the
ozone generator coolant media (water and/or oil,
or air), and a means of determining whether

coolant is actually flowing through the generator.

An automatic system shutdown should be
provided if coolant flow is interrupted or if its
discharge pressure exceeds specified limits.

¢ Flow rate, temperature, and pressure monitors,
and an ozone concentration monitor for the gas

discharged from the ozone generator to determine
the ozone production rate,

® Power input monitor for the ozone generator.

5.4.2.3 Costs of Ozonation Systems

The discussion of ozone system costs is divided into
four sections covering equipment, installation,
housing, and operating and maintenance costs.

Equipment Costs

Ozonation equipment to be purchased includes: air
preparation equipment (drying and cooling), an ozone
generator, an ozone contactor, an ozone destruction
unit, and instrumentation and controls. Because of
the many differences in air pretreatment methods,
ozone contacting, contactor exhaust gas handling,
monitoring, and other operational parameters,
equipment costs presented in this section are general
guidelines only.

For generating large quantities of ozone, 45.36
kg/day (100 Ib/day) and higher, air preparation,
ozone generation, and contacting equipment costs
run approximately $2,866/kg ($1,300/1b) of ozone
generation capacity per day. This figure does not
include ozone destruction, instrumentation, control,
building, and installation costs.
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For smaller quantities of ozone, costs are higher per
kilogram, but vary significantly from site to site. For
plants serving less than 10,000 persons per day, 1.4 to
9.5 kg (3 to 21 lb/day), all items can be assembled into
a single skid mounted unit.

Small ozonation systems can use diffuser contactors,
which are generally constructed of polyvinyl chloride
(PVC) pipe standing on end, or fiberglass reinforced
plastic (FRP) tanks. Tables 5-12 and 5-13 list

Table 5-12. Costs of Ozonation Equipmant for Small Water

Supply Systems: Supplier A ($1982)

Size of Treatment Plant

500,000 GPD 350,000 GPD 180,000 GPD

Maximum 5 3 5 | 5 3
dosage of

ozone

(mg/L) at

peak fiow

Daily ozone 21 14 14 7 7 5
requirement

(ib)

Contact ] 6 5 5 4 4
chambar

diameters

L]

Equipment

Cosis

Air prepara- $31,500 $25,000 $25,000 $22,000 $22,000 $19,500
tion and

ozone gen-

arabon unit

Contact
chamber
with
ditfusers
Monitonng
Instrumen-
tabon®
Ozone

Dastructon
Unit

Total $64,700 $56,500 $55,200 $51,400 $51,100 $48,600
Equipment

Costs

Power 133 101 10.1 5.0 5.0 3.65
Require-

ment (kWh)

11,500 11,500 10,200 10,200 9,900 9.900

15,000 15,000 15000 15,000 15000 15,000

6,700 5,000 5000 4200 4200 4,200
(10 ctm) (7 ctm} (7 cfm) (3 ctm) (3 cfm) (3 cfm)

214 1. high, lour compantments, lour ditfusers, Derakane fiberglass
reinforced plastic.

b includes momtors for 0zone in generator product, 0ZoNa in ambient
plant ar, ozone dissolved in water, and dew pontl Monitor i air

preparabion unit
1lb = D.4536 kg;
11t = 0.3048 meters;
1 GPD = 0.003785 m¥day.

Source: U.S. EPA (1983).

equipment cost estimates obtained from two
ozonation system suppliers in 1982 for small water
supply systems. Equipment costs are higher at
higher dosages for a given flow rate.

Ozone Supplier A provides four monitors with the
system: dew point in the air preparation unit, ozone
output of the generator, ozone in the plant ambient
air (in case of leaks), and dissolved ozone residual in
the water. All are optional (but recommended) for
optimum performance and minimal labor and
downtime.

Ozone Supplier B provided estimates for two types of
air preparation equipment. One type operates at high
pressures (5.6 to 8.4 kg/em?2 [80 to 120 psig)), the
other at low pressures (0.56 to 0.84 kg/em2 [8t0 12
psigl). The high-pressure units have lower capital
costs, but require more energy for their operation.
Supplier B offers two types of devices to monitor
ozone output from the generator, The automatic, in-
line continuous reading monitor costs $4,000; the
nonautomatic monitor, which requires wet chemistry
calculations to determine ozone output, costs $2,000.

Installation Costs

Costs to install ozonation equipment include labor
and material for piping and electrical wiring. Piping
can be extensive - transporting water to and from the
ozone generators (if they are water-cooled) and the
contactor, transporting ozone-containing air to the
contactor chamber, and transporting contactor off-
gases to and from the ozone destruction unit.

The ozonation equipment suppliers estimate that for
units producing up to 13.6 kg/day (30 Ib/day) of ozone,
installation costs average from $9,705 to $16,175 for
Supplier A and $12,750 to $21,250 for Supplier B.

Housing Costs

Installation of the power supoly, air preparation,
ozone generation, and turbine contacting operations
require an area of approximately 3by 5.1 m (10 by 17
ft). Diffuser contacting units are quite large and high
(5.4 m[18 ft]), and are typically installed outside
existing buildings or in the basement of buildings
constructed for the other ozonation equipment. A
Butler building with the above dimensions can be
constructed for about $6,000.

Operating and Maintenance Costs

Operating costs for ozonation systems vary
depending on:

® Oxygen use or air preparation method - high or
low pressure, or subatmospheric pressure
desiccant systems with or without an air chiller

® Generator cooling method - air or water cooled. In
northern climates, water at the plant is generally
cold enough to be used as a coolant all year.
Southern climates must refrigerate cooling water
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Table 5-13. Costs of Ozonation Equipmant for Small Water Supply Systams: Supplier B ($1982)
Size of T W Plant

0.1 MGD 0.2 MGD 0.3 MGD 0.4 MGD 0.5 MGD
Maumum ozong 3 3 3 3 3
dosage (mg/L), at
peak flow
Daity ozone 3 6 3 12 14
requirament (Ihday)
Eowpment Gosts Pressure Pressure Prassure Pressure Prassurn

REpe Lowd  Hight Low>  Highe Lowd  Highe Low>  Higne Lows  Hight

Air preparation and $17,500 $33,200 $30,200 $38,500 $35.000 $43,000 $40,000 $49,800 $46.800
ozone generator®
Power requirements 10.5 20 10.5 13.5 10.5 135 10.5 13.5 10.5 13.5
{(kWhiib of 04
generated)
Ozone contractor with $8.500 $12.000 $16,000 $21,000 $29.000
diftusers
Ozone generation 4,000 4,000 4,000 4,000 4,000
monitor
Chamber exhaust 2.200 2.200 2.200 2,200 2,200
monitor
Dew paint monitor 3,500 3,500 3,500 3,500 3,500
Total Equipment $35.700 $52.900 $49,900 $62.200 $59.200 $71.700 $68.,700 $86,500 $83,500

Costs

4 Includes ar preparabon, 0ZoNe generanon, ozone destruction, and sysiem controls.
b Air preparation umit includes arr filters or separators, compressor delivening air at 8 10 12 psig to a refngerative cooler and a dual tower

dasiccant dryer.
¢ Same as low air prep n
requires lass mantenance, bul requires more energy.

ystem, excepl compressor delivers ar at 80 to 120 psig. Hinh-pressure system lakes less space and

d $4,000 instrument 18 an automatc, continugus reading n-hna monitor. A substitute 13 a $2,000 nstrument thal is not aulomatc and utilizes

wet chemistry.
1 pound = 0.4536 kilograms; 1 MGD = 0.044 m¥sec,
Source: U.S. EPA, 1983.

most of the year. Medium frequency generators
require increased cooling.

@ Contacting method - diffuser contactors do not
require electrical energy as do the more compact
turbine diffusers.

® Ozone dosage required

e Contactor exhaust gas handling - thermal,
catalytic, or GAC destruction systems.

Maintenance costs include periodic cleaning, repair,
and replacement of equipment parts. For example,
air preparation systems contain air prefilters that
must be replaced frequently, and tube-type ozone
generators normally are shut down for annual tube
cleaning and other general maintenance. Tube
cleaning can require several days of labor, depending
on the number and size of ozone generators in the
system, Tubes, which can be broken during cleaning
or deteriorate after years of operation at high
voltages (or more rapidly if the air is improperly
treated), must be replaced periodically.

Labor requirements, other than for periodic
generator cleaning, include annual maintenance of
the contacting basins and day-to-day operation of the
generating equipment (average 0.5 hour/day).

Table 5-14 summarizes operating and maintenance
costs for equipment from ozone Suppliers A and B.
This table also includes building heating costs
(assumed to be the same up to a 0.22 m3/sec [0.5-
MGD] plant). There are no chemical costs related to
ozone generation, except for periodic changing of
desiccant in air preparation systems (normally after
5 years of use).

5.4.3 Chilorine Dioxide

Chlorine dioxide is an unstable gas, explosive in air
in concentrations above 10 percent by volume
(corresponding to solution concentrations of about 12
g/L). Because of its instability, chlorine dioxide is
always generated on site, in aqueous solution, and
used shortly after its preparation. Solutions up to 5
g/Li can be stored for up to 7 days. As long as care is
taken to keep chlorine dioxide in solution and long-
time storage of solution is avoided, there is no
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Table 5-14.

Operating and Maintenance Costs for Small Ozone Systems? ($1982)

Electrical Energy (kWhAr) Energy Maintenance Labor Labor Total Cost
Water Fiow Rate (mgd) Building Process Total Costs® Maierial  (hriyr)  Costs ($lyr)
Supplier A
0.18 8570 6661 13231 $926 $120 250 $2,500 $3.546
0.35 6,570 12,775 19,345 1354 200 250 2,500 4,054
0.50 6,570 51611 58,181 4,073 300 250 2,500 6,873
Supplier 8 (High-Prassure Air Preparation)
0.10 B6.570 21,900 28470 $1.,993 $120 250 $2,500 $4.613
0.20 6,570 29,565 236,135 2529 120 250 2500 5149
0.30 6,570 34,493 41063 2874 200 250 2,500 5.574
0.40 6.570 59.130 65.700 4,599 250 250 2.500 7.349
0.50 6,570 68985 75555 5.289 300 250 2.500 8.089
* Assumes 3 mg/L ozona dosage.
b Assumes 0.07&Wh.

€ Assumes 10/hour.
1 mgd = 0.044 mdisec
Source: U.S. EPA (1983).

explosion hazard. Chlorine dioxide is readily soluble
in water, but decomposes in sunlight.

Chlorine dioxide is a more powerful biocide than
chlorine but has a lower oxidation potential. When
prepared in the absence of excess free chlorine, it does
not produce THMs or other chlorinated organic by-
products of concern. Additionally, oxidation of
bromide ion to hypobromous acid does not occur
except when free chlorine is present. However, some
chlorine dioxide generation methods do create
conditions of excess free chlorine in which by-
products are produced if their precursors are present.
Excess free chlorine can also slowly produce chlorite
and chlorate ions by disproportionation under pH
conditions below 2 or above 11. (These conditions are
not usually found in treating drinking water.)

Health effects studies have shown hematological
effects in laboratory animals as a result of exposures
to chlorate and chlorite ions (Abdel-Rahman et al.,
1980). For this reason, EPA currently advises that
the total concentration of chlorine dioxide and its
decomposition products (chlorite and chlorate ions)
be maintained at or below | mg/L, which is
equivalent to a maximum applied dosageof 1.2t0 1.4

mg/L.

Gaseous chlorine dioxide has a strong, disagreeable
odor, similar to that of chlorine gas, and is toxic to
humans when inhaled. Its odor is detectable above
concentrations of 0.1 ppm.

Chlorine dioxide can be used to preoxidize phenolic
compounds and separate iron and manganese from
some organic complexes that are stable to
chlorination. Distribution system residuals of
dissolved chlorine dioxide can be longer-lasting than
those of chlorine because chlorine dioxide does not

react with ammonia or form chlorinated organic
materials. Depending on the types and quantities of
organic materials present, periodic tastes and odors
can be produced by chlorine dioxide (Routt, 1989).

Section 5.4.3.1 describes the generation of chlorine
dioxide. Section 5.4.3.2 explains how excess chlorine
dioxide and chlorite ion can be removed from
solution,and Section 5.4.3.3 discusses system design
considerations. Lastly, Section 5.4.3.4 discusses
system costs.

5.4.3.1 Process Description

For drinking water treatment, chlorine dioxide is
generated from solutions of sodium chlorite
(NaCl0Oj), which is usually purchased as a 25 percent
aqueous solution or as a solid (80 percent sodium
chlorite). Historically, chlorine dioxide has been
produced by treating sodium chlorite with either
chlorine gas, sodium hypochlorite solution and
mineral acid, or mineral acid alone. In all three cases,
the appropriate aqueous solutions of reactants are
metered into and mixed in a chlorine dioxide reactor,
which is a cylinder containing flow distributing
packings, such as Raschig rings, glass beads, or
hollow glass cylinders. Residence time of the
solutions in a properly sized reactor is only a few
seconds. The resulting yellow solution is pumped
directly into the water to be treated.

In this manner, chlorine dioxide solutions are
generated as the material is required and used
immediately. Reactor operations are automated with
appropriate metering and instrumentation that
controls the addition of chlorine dioxide according to
the flow rate of the water being treated.
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The three historical techniques for generating
chlorine dioxide are discussed in detail by U.S. EPA
(1983). However, some of these procedures can result
in excess free chlorine being present. Free chlorine
can oxidize chlorine dioxide to form chlorate ions,
which are difficult to remove from solution.
Consequently, the current recommended approach to
chlorine dioxide generation is to maximize its yield
while minimizing the presence of free chlorine (thus
minimizing the formation of chlorate ion).
Slootmaekers et al. (1989) discusses generation
techniques to meet these objectives.

For water disinfection, chlorine dioxide can be
generated using several reaction schemes, such as
the reaction of aqueous hypochlorous acid with
dissolved chlorite ion:

2NaC10g + HOCI [1]
-----> NaCl + NaOH + 2C10,

Chlorine dioxide also can be generated by the
reaction of solid sodium chlorite in solution with
mineral acid, with chlorine or with hypochlorous
acid. The reaction for chlorine and/or hypochlorous
acid with chlorite ion is:

2C102- + Clao(g) [2a]
----- > 2C10q(g) + 2CV

2C10,- + HOC1 [2b]
..... >2C102(g) + ClI + (OH)

These reactions involve the formation of the
unsymmetrical intermediate, Cly02:

Cly + ClOg- ----- > [Clp02] + CI [3]

At high concentrations of both reactants, the
intermediate is formed very rapidly. Elemental
chlorine formed by Equation [4] is recycled by means
of Equation (3]. Thus, primarily chlorine dioxide is
produced as a result:

2[Cla0g] —--> 2C107 + Clp [4]
or
[Cl;04] + Cl0g---—--> 2Cl0; + CI (5]

On the other hand, at low initial reactant
concentrations, or in the presence of excess
hypochlorous acid, primarily chlorate ion is formed,
due to the following reactions:

[Cl;02] + H20

..... > Clog- + CI' + 2H- (6]
and

[C1304] + HOCI

> ClOy- + CI' + H' (7

Thus, high concentrations of excess chlorite ion favor
the second order reactions (Equations 4 and 5), and
chlorine dioxide is formed. At low concentrations,
the second order disproportionation process becomes
unimportant, and reactions 6 and 7 produce chlorate
ion rather than chlorine dioxide. The reasons for the
production of chlorate ion are related to the presence
of high concentrations of free chlorine and the rapid
formation of the Cl09 intermediate, which, in turn,
reacts with the excess hypochlorous acid to form the
unwanted chlorate ion.

The stoichiometry of the undesirable reactions which
forms chlorate ion is:

Cla09- + HOCI
---> Cl0O3- + CI' + H~ (8]
Cl0y- + Cla + H»0

—-> ClO03- + 2C1 + 2H" 9]
Therefore, the most effective way to minimize
chlorate ion formation is to avoid conditions that
result in low reaction rates (e.g., high pH values
and/or low initial reactant concentrations, and the
presence of free hypochlorous acid). Clearly, the
reaction forming chlorate ion (Equation 6) will be
more troublesome in dilute solutions. On the other
hand, whenever treatment by chlorine dioxide (which
forms chlorite ion in the process) is followed by the
addition of free chlorine (HOCI1 with a pH of 5 to 8),
the unwanted chlorate ion will also be formed.

5.4.3.2 Establishing a Chlorine Dioxide
Residual

Laboratory studies have shown that about 70 percent
of the chlorine dioxide added to drinking water is
converted to chlorite ion (Singer, 1986). Therefore,
1.2 to 1.4 mg/L chlorine dioxide is the maximum
practical dosage to meet the currently recommended
maximum total oxidant residual of 1 mg/L. However,
Slootmaekers et al. (1989) reports that nearly all of
the chlorine dioxide ion added as a primary
oxidant/disinfectant is converted to chlorite ion.
Because of differences in the nature of water
constituents that exert demand for chlorine dioxide,
this ratio should be individually determined for each
water supply.
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Recent studies (Pinsky and Coletti, 1988) have shown
that when water containing I to 5 mg/L of chlorine
dioxide is passed through a GAC column (with 6-
minute EBCT), the residual chlorine dioxide and
chlorite ions are chemically reduced to innocuous
chloride ions. This implies that as long as GAC with
sufficient EBCT is used after primary disinfection or
oxidation with chlorine dioxide, the currently
recommended maximum levels for chlorine dioxide,
chlorite, and chlorate are achievable regardiess of the
dosages of chlorine dioxide used.

More recently, Howe et al. (1989) have confirmed the
reduction of chlorine dioxide and chlorite ion on
passage through GAC. GAC does not, however,
remove chlorate ion. These researchers showed that
breakthrough of chlorite ion occurred after
approximately 94 and 100 days of passage through
GAC columns having 7.5 and 15 minute EBCT,
respectively. Thus, the capacity for GAC removing
chlorite ions in these studies was between 14 and 15
mg of chlorite ion per gram of GAC,

These data indicate that if GAC is to be installed for
postfiltration adsorption of organics, chlorine dioxide
can be employed as a primary disinfectant
somewhere ahead of the GAC. However, if
postfiltration GAC adsorption is installed only to
remove chlorine dioxide and chlorite ion, the costs
will be very high (because of the postfiltration GAC
installation and 90-110 days reactivation needed for
breakthrough of chlorite ion).

Slootmaekers et al. (1989) have shown that it is
technologically feasible to reduce chlorine dioxide
and chlorite ions to chloride ion with sulfur dioxide.
Once oxidant demand has been satisfied with
chlorine dioxide, excess sulfur dioxide/sulfite ion can
be added to the treated water to remove residual
chlorine dioxide and chlorite ion. This would be
followed by the addition of free chlorine to remove the
excess residual sulfur dioxide/sulfite ion.

The stoichiometry of the reaction is consistent with
the equation:

28032 + ClOg- ----- > 25047 + Cl

This corresponds to a stoichiometry of two moles of
S032- consumed for every mole of C109- reduced.

Over a range of conditions studied by Slootmaekers et
al. (1989), at room temperature, the stoichiometry
deviated by less than 5% from the value shown in the
equation. Furthermore, the stoichiometry appears to
be independent of temperature in the 5° to 30°C
range.

However, at pH 8 and above and in the presence of
air, the overall stoichiometry appears to deviate from
that shown by the above equation, probably due to an

increase in the rate of the competing sulfite
ion/oxygen reaction. Thus, less acid solutions (e.g., in
the pH 5.5 to 6 range) favor the rapid reduction of
chlorite ion and minimize the loss of sulfite ion from
the competing sulfite ion/oxygen reaction,

Thus, Slootmaekers et al. (1989) have established
that the sulfur dioxide/sulfite ion - chlorite ion
reaction is greater than 95 percent effective.
Furthermore, with a 10-fold excess of sulfur
dioxide/sulfite ion and with chlorite ionatthe 0.5to 7
mg/L level, the removal of chlorite ion is complete in
less than one minute at pH 5 and below, and
completed in 15 minutes or less at pH 6.5. This
means that sulfur dioxide/sulfite ion can be used to
reduce the level of chlorite ion by-product in drinking
water to below the 0.1 mg/L without great difficulty.

However, the rate of reductive conversion of chlorine

dioxide and chlorite ion to chloride ion decreases with
increasing pH as illustrated by the following data:

Tine required lor

Beginning Chionda  Beginning Sulfite 99% removal of
pH lon Conc. (mg/L) lon Conc. (mg/L) chiorie won
5.0 0.5 5.0 0.34 minutes
5.5 0.5 5.0 4.4 minules
5.5 1.0 10.0 1.1 minutes
6.5 1.0 10.0 15.2 minules
6.5 1.0 20.0 3.8 minutes
7.5 1.0 10.0 15.6 howrs
75 1.0 100.0 9.4 minutes
8.5 1.0 100.0 3.2 days

In practice, if all of the chlorite ion is not removed in
the time allotted, three choices are available to the
treatment plant operator:

® Increase the amount of sulfur dioxide/sulfite ion
used in the removal process: doubling the
amount will remove the chlorite ion four times
faster since the rate is second order in the
concentration of sulfur dioxide/sulfite ion.

® Decrease the pH: every decrease of pH by one
unit increases the rate of chlorite removal by at
least a factor of ten.

® Increase the length of time for removal: the rate
of removal is logarithmic in time, since the
removal of chlorite ion is first order in the
concentration of chlorite ion.

The ability to remove chlorite ion by-product allows
considerably higher chlorine dioxide concentrations
to be used (easily up to 6 to 8 mg/L), eliminating the
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need for a combination of chlorine dioxide and free
chlorine, the most common sources of chlorate ion.

It is important to note that chlorate ion is not
chemically reduced by sulfur dioxide/sulfite ion
under the conditions studied by Slootmaekers et al.
(1989). The calculated half-life for the removal of
mg/L levels of chlorate ion with excess sulfur
dioxide/sulfite ion is in excess of many months,

Chlorate ion in the finished water can arise from one
of two possible sources:

® [mproperly tuned older chlorine dioxide
generators.

® Agsaby-product during the chlorine dioxide
oxidation/disinfection step, especially when free
chlorine is used concomitantly.

5.4.3.3Chlorine Dioxide System Design
Considerations

Several types of generation equipment are available.
Each supplier provides recipes for preparing and
metering the solutions to the reactor to produce a
known and constant chlorine dioxide concentration.
For smaller systems treating less than 0.022 m3/sec
(0.5 MGD), the chlorine dioxide dosages required are
very low. In these cases, the generating units may be
operated intermittently, collecting chlorine dioxide
solution in an enclosed holding tank from which a
metered flow can be delivered later. Intermittent
operation is recommended over continuous operation
because the mixing of reactant solutions is less
efficient in the reactor at consistently low flow rates;
thus, the conversion of chlorite ion to chlorine dioxide
will be less efficient. Selected generation systems are
briefly discussed below.

Gaseous Chlorine Systems

The most common chlorine dioxide generation
process uses chlorine gas and sodium chlorite (U.S.
EPA, 1983). This process is convenient when
chlorine gas was previously used for primary
disinfection at the plant. Figure 5-8 is a schematic
diagram of such a system.

Sodium Hypochlorite and Mineral Acid
Systems

A manual feed system that produces chlorine dioxide
using sodium hypochlorite solution with sodium
chlorite and strong mineral acid is illustrated in
Figure 5-9.This process is well suited to most small
treatment systems. The operator can adjust solution
strength for each reactant so that feed pumps of equal
capacities can be used. The chlorine dioxide
production and addition rates are paced according to

the flow rate of the water and/or the secondary
disinfectant demand.

Sodium chlorite is available either as a solid (80
percent active sodium chlorite) in 90.72-kilogram
(200-pound) drums or as a solution (25 percent active
sodium chlorite, 31.25 percent solids in 208.2-liter
(55 gallon] drums). If not used directly from the
drum, sodium chlorite solution is stored in
polyethylene or fiberglass tanks and transferred by
means of PVC, rubber, or Tygon tubing systems.
Diaphragm pumps with PVC components are used to
transfer the sodium chlorite solution. Provision must
be made for immediate washdown of any chemical
spills; this precaution is generic to all chlorine
dioxide generating systems.

The CIFEC System for Generating Chlorine
Dioxide

The CIFEC System was developed in France and is
currently used by several treatment plants in the
United States. Figure 5-10 is a schematic diagram of
this system, which produces chlorine dioxide from
chlorine gas. This system produces high yields of
chlorine dioxide under conditions of minimal excess
free chlorine.

In the CIFEC system, chlorine gas is injected into
continuously circulating water, referred to as an
"enrichment loop." This method produces much
higher concentrations of dissolved chlorine
(hypochlorous acid) than those achieved in a system
using a single injection point. The hypochlorous acid
solution (pH below 4) is pumped into the reactor
along with a sodium chlorite solution. Since the pH
of the hypochlorous acid solution is below 4, more
chlorite ions are converted to chlorine dioxide than in
other chlorine gas systems that operate in higher pH
ranges. In addition, chlorine dioxide is produced with
little free chlorine.

Rlo Linda Chlorine Dioxide Generator

Rio Linda Chemical Co., Inc. manufactures a unique
chlorine dioxide generator. In this system, shown
schematically in Figure 5-11, chlorine dioxide is
generated by the addition of chlorine gas to a sodium
chlorite solution, as in other systems. The novel
aspect of this generator is that chlorine gas is mixed
with concentrated sodium chlorite solution just
before the reactor. The vacuum action from the water
flowing through an eductor into the reactor brings
the two solutions together. Since there is no need for
a pump, the system is more compact.

This system can be operated manually or
automatically. Additionally, the system can be
designed to mix in solutions of hydrochloric acid,
hypochlorite and sodium chlorite just before the
chlorine dioxide reactor. Generator efficiencies with
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excess chlorine are claimed to approach greater than
98 percent conversion of the sodium chlorite into
chlorine dioxide, with minimal production of chlorate
ion at an effluent pH between 6.5 and 7. Production
rates of these generators can range from a few pounds
up to 2,721.6 kilograms (6,000 pounds) per day.

Summary of Commercial Chiorine Dioxide
Generators

In many older chlorine dioxide generators,
hydrochloric acid is fed into the chlorine solution
before reaction with the sodium chlorite. The acid
shifts the chlorine solution equilibria in favor of
molecular chlorine (Slootmaekers et al., 1989). (The
hypochlorous acid dissociation and the chlorine
hydrolysis equilibrium are shown in the equations
below.)

HOC! -—-—-> (OCl) + H*

Cls + H;0 -——> HOCl + H* + HCI
The acid must be carefully controlled so that the pH
of the chlorine dioxide solution is maintained
between 2 and 3. Higher or lower pH values result in
decreased yields. Yields of more than 90 percent
have been reported from a properly pH-adjusted
system (Aieta & Berg, 1986), with approximately 7
percent excess chlorine remaining in solution (where
excess chlorine is defined as the amount of unreacted
chlorine remaining in the chlorine dioxide generator
effluent).

High yields of chlorine dioxide, with low levels of free
chlorine in solution, can be produced using a chlorine
solution with a concentration greater than 4 g/L.
This chlorine concentration is near the upper
operating limit of commercial chlorine ejectors.
Since these ejectors operate at constant water flow
rates, the yield of this method of generation is
dependent upon the production rate, with lower
production rates resulting in lower yields. This type
of generator normally operates on an intermittent
basis to maintain a high yield when less than
maximum production capacity is required.

The most recent development in chlorine dioxide
generator technology is a system that uses the
reaction of chlorine with a concentrated sodium
chlorite solution under vacuum (Aieta & Berg, 1986;
Aieta & Roberts, 1986). The chlorine dioxide is
removed from the reaction chamber by a gas ejector,
which is very similar to the common chlorine gas
vacuum feed system. This technique of generation
produces chlorine dioxide solutions with yields in
excess of 95 percent. The chlorine dioxide
concentration is 200 to 1,000 mg/L and contains less
than 5 percent excess chlorine with minimum
formation of chlorate ion. However, in this context, it

should be noted that almost all older chlorine dioxide
generators now in use in water treatment plants
throughout the United States continue to produce
some chlorate ion, unless they are very carefully
tuned and properly monitored. A well-tuned
generator may produce as little as 1 to 2 percent
chlorate ion (Slootmaekers et al., 1989).

5.4.3.4 Costs of Chiorine Dioxide Disinfection

The costs of chlorine dioxide systems are presented in
three categories: equipment, operating and
maintenance, and chemical costs.

Equipment Costs

Quotes from two suppliers of chlorine dioxide
generation equipment were obtained in 1982 (see
Table 5-15). Supplier A's recirculating loop system
(CIFEC) is the highest priced unit at $34,000. It
operates with a special recirculating pump designed
to handle hypochlorous acid below pH 4, plusa
sodium chlorite solution pump and all necessary
instrumentation to allow automatic operation. There
are shutdown provisions in the event of interruptions
in water flow.

The next lowest in price is the system from Supplier
B that generates chlorine dioxide from 33 percent
hydrochloric acid, 12 percent sedium hypochlorite,
and 25 percent sodium chlorite solution. This wall-
mounted unit costs $25,000 (installed), and includes
three solution pumps, a water flow rate detector, and
switches to shut down the unit if the water flow stops.
For chlorine dioxide volumes sufficient to treat flows
in communities with populations of 5,000 and 2,500,
this unit is capable of continuous operation, with no
loss in conversion efficiency of chlorite ion to chlorine
dioxide. However, to supply the needs of systems
serving as few as 25 persons, the unit must be
operated intermittently, with chlorine dioxide
solution being stored in a holding tank for later
metering into the water.

Supplier C provides two types of chlorine dioxide
generators for small water supply systems. One uses
acid/sodium chlorite; the other uses chlorine gas and
sodium chlorite. These units cost $3,600 wall-
mounted, and $4,320 for a floor-mounted cabinet. The
single size unit offered by this supplier is designed to
generate up to 63.5 kg/day (140 Ib/day). [n order to
produce 3.63 kg/day (8 lb/day) or less, a small water
utility must install a holding tank and operate the
generator intermittently.

The chlorine gas/sodium chlorite generator of
Supplier C requires a gas chlorinator to feed chlorine
gas. Therefore, in new plants considering this type of
equipment, the cost of a chlorinator must be added to
the cost of the chlorine dioxide generator. In existing
plants currently using gas chlorination, the
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Source: Capital Controls Co., Inc.

chlorinator already is in place, and therefore would
not represent additional equipment cost.

The purchaser of chlorine dioxide generating systems
should consider the inclusion of additional equipment
to allow automatic operation, such as microprocessor-
controlled electronic valve systems, ratio-
proportioning and flow-paced systems, and remote
start and feed capabilities. In addition, alarm
facilities for operating parameters such as low
feed/production ratios, low yields, shut-offs for
chlorine dioxide in air, low reactant feed for chlorine
gas or sodium chlorite solution, high or low vacuum,
and low water flows or pressures are advisable
options.

Operating and Maintenance Costs

In general, operating and maintenance costs for
generating chlorine dioxide are independent of the
quantities generated. Table 5-16 summarizes these
costs on an annual basis. Maintenance material costs
are for minor equipment repair only. Labor required
for preparation of solutions and periodic maintenance
of the equipment is estimated to be 1 hour/day, or 365
hours/year. Total annual operating and maintenance
costs of $4,124/year are estimated.

Chemical Costs

At a production rate of only 3.6 kg/day (8 Ib/day)
(maximum for a 0.044 m3/sec [1-MGD|] water
treatment plant at a 1 mg/L applied chlorine dioxide
dose), chemical costs are not as significant as
pumping costs. Chemical costs in 1982 were as
follows:
Gaseous chlorine $1.04/kg ($0.47/1b)
$3.42t0 $3.64 ($1.55t0
$1.65/1b) (100 percent
solids)

Sodium chlorite

Hydrochloric acid $0.22/kg ($0.10/1b)

Sodium hypochlorite  $0.25/L ($0.93/gal) (15
percent solution)

5.4.4 Ultraviolet Radiation

UV radiation is an effective bactericide and virucide,
but an ineffective cysticide. Consequently, it is
recommended as a primary disinfectant only for
ground waters not directly influenced by surface
waters (where there is no risk of Giardia cyst
contamination). UV radiation (254 nm wavelength)
penetrates the cell wall and is absorbed by the
cellular nucleic acids. Radiation absorption prevents



88 Upgrading Existing or Designing New Drinking Water Treatment Facilities

1 Clo,

-t

i

tt| Chionne Dioxide ) O
Paint of
o
¢ Generaung Tower Agglication
e P Lil i
] LI
Dual-Head
Diaphragm Pump
Diaphragm Pump
Mixer
Sodium Chiorita Hypochlonte Sulturic Acid
Figure 5-3. Manual feed equip arrang t for g ing chlorine dioxide from sodium hypochlarite solution and
mineral acid.

Source: U.S. EPA (1983).

replication, thus killing the cell. Since UV radiation
is not a chemical agent, it produces no toxic residual.

Major advantages of UV radiation are its simplieity,
lack of impact on the environment and aquatic life,
and minimal space requirements. In addition,
required contact times are seconds rather than
minutes. The equipment is simple to operate and
maintain if the apparatus is cleaned properly on a
regular basis.

Section 5.4.4.1 describes the process of disinfection
with UV radiation. System design considerations,
including lamp designs, are provided in Section
5.4.4 2. Operating and maintenance considerations
are discussed in Section 5.4.4.3 and costs of UV
systems are described in Section 5.4.4.4.

5.4.4.1 Process Description

UV radiation disinfection uses a special lamp to
transfer electromagnetic energy to the target
organism cells. The most efficient and widely used
device is the mercury arc lamp. It is popular because
approximately 85 percent of its energy output is of
the 253.7 nm wavelength, within the optimum
germicidal range of 250 to 270 nm. The lamps are
long thin tubes. When an electric arc is struck
through mercury vapor, the energy discharge
generated by the mercury excitation results in the

emission of UV radiation. This radiation then
destroys the cell's genetic material and the cell dies.

The effectiveness of radiation is a direct function of
the energy dose absorbed by the organism, measured
as the product of the lamp's intensity and the time of
exposure. Intensity is the rate at which photons are
delivered to the target. The intensity in a reactor is
governed not only by the power of the lamp, but also
by the placement of the lamps relative to the water,
and by the presence of energy sinks that consume UV
radiation. Water with suspended solids, color,
turbidity, and soluble organic matter can react with
or absorb the UV radiation, reducing the disinfection
performance. Therefore, water with high
concentrations of these substances may receive
inadequate disinfection.

The radiation dose absorbed by the water is the
water’s UV demand, which is analogous to chlorine
demand and is quantified as the absorption of UV
energy (wavelength of 253.7 nm) in a given depth of
water. The measurement is most commonly
expressed by the UV absorbance coefficient alpha:

alpha = 2.3 absorbance units(a.u.)/em
In addition to intensity and UV demand of the water,

the exposure time also affects the energy dosage that
the target organisms absorb. Exposure time is
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Table 5-15. Costs of Chiorine Dioxide Genarating Equipment $1382
Producton
Capacity Space Unit Cost
Vendor System Type (Ilb/day)  Requiremenis® Reactanis $)
Supplier A Recirculating loop 1-10 2 % 3 x 6lest Chionine gas, sodum chiorite solution 34,000
(CIFEC)
Supplier B Wall-mounted unit 4 35 x 4 x 1.5 Hydrochlonc acid, sodium hypochionte, and 25,000
leat sodium chionte solutons
Supplier C  Floor-mounted unit  14-140 4 x 3 x 1.5 Chlorine gas and sodium chionte solution 4,3000
6.5 inches
Supplier C  Wall-mounted unit  14-140  37.5 x 27 x  Chlonine gas and sodium chionte solution 3.6000
6.5 inches
Supplier G Floor-mounted unit  14-140 4 x 3 x 1.5 Hydrochlonc acid and sodium chlonte solution 4,300
teet
Supplier C  Wall-mounted unit  14-140  37.5 x 27 X  Hydrochlonc acid and sodium chionte solution 3.600
6.5 inches

2 Space requirements for solubon tanks are not included.

© Costs for a chionnator are not included in these estmales.
1lb = 04536 kg; 1 ft = 0.3 m; 1 nch = 2,54 cm,
Source: U.S. EPA (1983).

Table 5-16. Operation and Maintenance Cost Summary
tor Chioring Dioxide Generating and Feed
Systems
Annual Costs
ltlem Reguirements ($)
Elecincal Energy
Melenng pumps and 1,240 kWhiyr B86.80
mixers
Building 4,100 kWhiyr 287.00
Subtotal 5,340 kWhiyr 373.80%
Maintenance Matenals 100.00
Labor 365 huyr 3.6500
Totai Annual O&M Cost 4,124

4 Assumas $0.07/xWh.
B Assumes $10/hour labor cost
Source: U.S EPA (1983)

controlled by the residence time of the water in the
reactor. Continually maintaining the required
residence time is not always possible, but the system
design should maximize plug-flow operation.

If the energy dosage is not sufficient to destroy the
target organisms’ DN A macromolecules, disinfection
is not effective. Photoenzymatic repair occurs if the
genetic material is only damaged during irradiation.
This repair mechanism, called photoreactivation,
occurs with exposure to light from the sun or most
incandescent and fluorescent lights (wavelengths
between 300 and 500 nm). Photoreactivation does not
occur with all bacterial species and is difficult to
predict.

To prevent photoreactivation, the rule of thumb is to
increase the dosage necessary to meet required
reductions in organism levels (U.S. EPA, 1986b). For
example, if the disinfection criteria require a 3-log
reduction of microorganism concentrations, the UV

radiation system should be designed to provide a 4-
log reduction.

5.4.4.2 UV Disinfection System Design
Considerations

The basic design considerations for a UV system are:
e Satisfying the UV demand of the water

¢ Maximizing the use of UV energy delivered by
the lamps

® Maintaining the conditions that encourage plug
flow

UV lamps are usually submerged in the water,
perpendicular or parallel to the water flow.
Submerged lamps are inserted into a quartz sleeve to
minimize the water's fouling effects. The further the
distance between the water and the lamp, the weaker
the radiation dosage delivered because the energy
dissipates or becomes dilute as the space it occupies
increases in volume. The UV demand of other
contaminants in the water also consumes radiation.

Specific design parameters to consider are:

1. Residence Time Distribution (RTD) - This
describes the detention time of the water in the
reactor and should be determined for several flow
conditions.

2. Plug Flow - The ability to maintain plug flow in
the reactor is influenced by the inlet and exit
designs. Disturbances at the inlet and exit planes
of the lamp battery should be minimized and
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necessary changes in the flow direction should be
made outside the lamp battery.

3. Dispersion Number - A key goal is to minimize
the dispersion number, d (cm2/s). As a design
goal, d should be between 0.02 and 0.05. This
number represents a plug-flow reactor with low
to moderate dispersion. This value is attained by
increasing the product of the velocity (em/s) of
and distance traveled (cm) by the water as it
flows through the reactor while under direct
exposure to UV radiation. However, extended
lengths and higher velocities cause higher head
losses; therefore, adjusting the dispersion
number may be necessary to meet specific
criteria for both full-scale modules or pilot units.
Head loss is determined over a wide velocity
range and excludes entrance and exit losses.

4. Effective Volume - The inlet and outlet designs
should achieve equivalent water velocities at all
points entering and exiting the lamp battery.
This maximizes the lamp battery use and
improves cost effectiveness. Stilling walls
(perforated baffles) and weirs in the reactor
design assist in controlling water velocities.

UV Lamp Designs

Lamps used in UV disinfection systems typically
have arc lengths of approximately 0.8 and 1.5 m (2.5
and 4.9 ft) and [ull lengths of 0.9and 1.6 m (3 and 5.3
ft), respectively. The arc length describes the active,
light-emitting portion of the lamp. Lamp diameters
typically are 1.52 and 2.0 cm (0.6 and 0.8 in). A sleeve
made of fused quartz or another material that is
highly transparent to UV light, such as Vycor,
protects lamps that are submerged. Nonsubmerged
lamps are placed near the wall of the water conduit,
which is made of a UV light-translucent material.

Factors Affecting the Design of the UV
Disinfection System

Initial microorganism density, suspended solids (or
turbidity), UV demand of the water at the

disinfection point, and water flow rate all affect the
size and performance of the UV disinfection system.

The performance of a UV disinfection unit relates
directly to the initial density of the indicator
organisms. The higher the initial density, the greater
the dosage of radiation required. For this reason,
microorganism density should be continually
monitored. Turbidity directly affects the performance
of the UV disinfection system as well, Particulates
suspended in water block the UV radiation, thereby
protecting bacteria and hindering disinfection. The
UV demand of the water affects the radiation
intensity in the reactor and, thus, affects the system

size and the lamp placement that achieves the
desired performance.

Water flow rate is another key factor in determining
gystem size. Both the hydraulic load to the plant and
the design of the processes preceding disinfection
affect flow. The size of the UV system, however,
should be based on peak flow rates and projected
flows for the plant's design year rather thanon
average flows, which are used to predict operating
and maintenance requirements.

5.4.4.3 UV System Operating and Maintenance
Considerations

This chapter discusses operation and maintenance of
UV lamps and reactor care. The intensity of radiation
in the reactor depends on the lamp output and the
reactor cleanliness. Therefore, monitoring lamp
intensity and properly maintaining the reactor are
essential to reliable system performance.

Operation and Maintenance of UV Lamps

Lamp output is influenced by lamp temperature,
voltage potential across the lamp, and age of the
lamp. Lamp temperature cannot be controlled in
submerged lamp systems. [n other systems, however,
lamp temperatures are controlled by regulating
ambient air temperatures using cooling fans or
recirculating the heat generated by the lamp ballasts
for warming.

Adjusting the voltage will vary the lamp output.
Decreasing the voltage reduces current to the lamp
and, therefore, lamp output. Voltage regulators
improve system efficiency by reducing voltage and
"dimming" lamps to conserve power during periods of
low UV demand. Lamp intensity cannot be reduced to
levels below 50 percent, however, without causing
the lamps to flicker and eventually turn off.

Factors affecting deterioration of performance and
aging of UV lamps include electrode failure; mercury
plating or blackening in the lamp’s glass tube; and
tube solarization, which results in reduced energy
transmission through the glass. These factors can
reduce lamp output by 40 to 60 percent.

UV lamps used for disinfection are typically hot
cathode lamps, which deteriorate progressively with
each startup. Life expectancy is determined by the
number of times the lamp is started. The lamp life
cited by most manufacturers is 7,500 hours, based on
a burning cycle of 8 hours; that is, the lamp will last
7,500 hours assuming it is restarted every 8 hours.
The average UV output after 7,500 hours is
estimated to be 70 percent of the lamp output at 100
hours.
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Monitoring Lamp Intensity

Lamp intensity should be measured to monitor lamp
condition and determine the need for maintenance.
The monitoring procedure compares current lamp
intensity to the intensity of new lamps. The operator
first measures the intensity, at a fixed distance, of
three to five new lamps that have burned for about
100 hours (the first 100 hours is considered a "burn-
in" period). The average of these values is the
benchmark from which to measure the relative
output of the lamps. Each lamp is tagged so that it
can be monitored individually.

A similar procedure is used to monitor the
transmittance of a quartz sleeve. First, the intensity
of a single lamp is measured with and without a new,
clean quartz sleeve. Similar measurements are taken
of the quartz unit in use and compared to the
transmittance of the new quartz. Before being tested,
the quartz is cleaned to assure that maximum
transmittance is restored.

Operation and Maintenance of the Reactor

The most important operating factor for the UV
reactor is the cleanliness of the surfaces through
which radiation must pass. Surface fouling can result
in inadequate performance, so a strict maintenance
schedule is recommended.

An operator determines the need for reactor
cleansing by draining and visually inspecting the
surfaces. Open reactor systems are easily inspected.
Systems with sealed vessels are inspected through
portholes or manways in the reactor shell. Surfaces of
submerged quartz systems become coated with an
inorganic scale, very much like boiler scale. Thisisa
particular problem in areas with hard water.
Additionally, the inside surface of the quartz and the
outer surfaces of the Teflon tubes eventually develop
a grimy dust layer, primarily from airborne dirt and
water vapor.

Fouling of the reactor’s internal surfaces also is
indicated by reduced performance and intensity
measured by in-line probes. While these provide some
indication of fouling, operators must still visually
inspect the surfaces.

The fouled surfaces of lamps and quartz sleeves are
cleaned manually with a mild soap solution and then
swahbed with a rag soaked in isopropyl alcohol. The
transmittance of the lamps and sleeves is measured
after cleaning and those that have inadequate
measurements are replaced. An inventory allows the
plant operator to trace operation of individual
components. Quartz sleeves should last between 4
and 7 years, but this varies by site.

In Teflon systems, the lamps are on removable racks
and should be cleaned and monitored in the same
manner as the quartz systems. The Teflon tubes
should also be cleaned with mild soap and swabbed
with alcohol. Each tube should be monitored for
transmittance, just as with the quartz sleeves.
Monitoring may not be as straightforward because of
the limited accessibility to the tubes and problems in
obtaining direct measurements witha UV
radiometer/detector.

5.4.4.4 Costs of UV Radiation Systems

Table 5-17 summarizes construction costs developed
for single and multiple UV lamp disinfecting units
ranging in water throughput capacity from 54.5 to
4,251.3 md/day (14,400 to 1,123,200 gal/day). UV
generating units are quite compact; for example, the
4,251.3 m3/day (1,123,400 gal/day) unit occupies an
area less than 2.2 m? (24 ft2). Costs listed in Table 5-
17 include UV unit equipment costs, and the related
piping, electrical, installation, and equipment
housing costs.

Operating and maintenance costs are shown in Table
5-18 for the same size plants as in Table 5-17. Costs
assume continuous 24 hour/day operation, with only
occasional shutdown to clean cells and replace worn
out UV lamps. These costs include process energy for
the mercury lamps and building energy for heating,
lighting, and ventilating.

Maintenance materials costs are related to
replacement of the UV lamps, which may be required
about every 8 months if operated continuously. Labor
requirements include occasional cleaning of the
quartz sleeves surrounding the mercury vapor lamps,
and periodic replacement of the weak UV bulbs.

5.5 Secondary Disinfectants

Secondary disinfectants provide an essential residual
that prevents regrowth in the distribution system.
Although chlorine is the most widely used secondary
disinfectant, chlorine dioxide and monochloramine
are appropriate as well. As secondary disinfectants,
chlorine and chlorine dioxide are handled in the same
manner as for primary disinfectants. (See Sections
5.4.1. and 5.4.3 for information on the process and
equipment). Section 5.5.1. discusses the use of
monochloramine as a secondary disinfectant,

5.5.1 Chloramination

Chloramine is recommended as a secondary
disinfectant because it is ineffective as a virucide,
and is only marginally effective against Giardia
cysts. It is formed from the combination of ammonia
and chlorine (hypochlorite or hypochlorous acid). The
chemical is generated on site, usually by injecting
ammonia gas or adding an ammonium sulfate
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solution to chlorinated water, or by adding chlorine to
water containing ammonia. Ammonia gas can be
purchased as an anhydrous liquid in cylinders for
small water treatment systems; ammonium sulfate
can be purchased as a powder in bags.

Section 5.5.1.1 describes the chloramination process.
Sections 5.5.1.2 through 5.5.1.4 discuss establishing

a chloramine residual, system design considerations,
and chloramination systems costs, respectively.

5.5.1.1 Process Description

When water, chlorine, and ammonia are combined,
three different species of chloramine compounds can
be generated:

NH; + HOCI -—-> HoO + NH,CI
ammonia hypochlorous water mono-
acid chlor-

amine

NH2Cl + HOCI ----- > Ho0 + NHCl,

dichloramine

NHCl; + HOCI] -----> Ho0 + NClj

nitrogen
trichloride

The mix of species produced depends on the ratio of
chlorine to ammonia and the pH of the water. [n the
pH range of 7 to 8 with a chlorine-to-ammonia ratio
(by weight) of 3 to 1, monochloramine is the principal
product. At higher chlorine-to-ammonia ratios or at
lower pH values (5 to 7), some dichloramine will be
formed. If the pH drops below 5, some nitrogen
trichloride (often erroneously called "trichloramine")
may be formed. Nitrogen trichloride formation
should be avoided because it imparts undesirable
taste and odor to the water,

Figure 5-12 shows the relative percentages of
monochloramine and dichloramine produced as the
pH changes, for different weight ratios of chlorine to
ammonia. At a pH value of about 5.7, approximately
equal amounts of mono- and dichloramines are
present in solution.

Care should be taken not to exceed chlorine-to-
ammonia ratios of 5 to 1. This is the "breakpoint”
curve above which all ammonia is removed,
chloramines are absent, and free residual chlorine is
present.

5.5.1.2Establishing a Chioramine Residual

Establishing a chloramine residual involves a period
of mixing the chlorine and ammonia with the water,
followed by a short holding time to allow the
reactions to take place. Usually, chloramine-forming

reactions are at least 99 percent complete withina
few minutes.

The National Academy of Sciences (NAS)
recommends adding ammonia to chlorinated water
rather than adding chlorine to water containing
ammonia. The recommended process produces a
residual of free chlorine above that required to
oxidize nitrogen (particularly the organic nitrogen
compounds). Organic nitrogen compounds will
compete successfully with ammonia-nitrogen for
chlorine, forming organic chloramines, which are
weaker disinfectants than monochloramine. Normal
field analytical techniques cannot distinguish
between inorganic and organic chloramines. Thus,
formation of inorganic chloramines in the presence of
organic nitrogen compounds can seriously overstate
the actual capability of the chloramine system to
provide secondary disinfection.

5.5.1.3Chloramination System Design
Considerations

Ammonia is available as an anhydrous gas (NHj), a
29 percent aqueous solution (aqua ammonia), or as
ammonium sulfate powder ((NH4|2S04). Gaseous
ammonia is supplied in 68-kg (150-1b) cylinders, aqua
ammonia in 208.2-L (55-gal) drums, and ammonium
sulfate in 45.4-kg (100-1b) bags (98 percent pure, 25
percent available ammonia).

Ammonia gas is injected into treated water using
systems and equipment similar to those used for
chlorine gas. Aqua ammonia is handled using
systems similar to those used for sodium
hypochlorite. This form of ammonia is basic and has a
strong odor, but is not corrosive. For ammonium
sulfate powder, a 25 to 30 percent solution is prepared
in a plastic or fiberglass container and added to the
water by means of a chemical metering pump.
Equipment similar to that used for handling calcium
hypochlorite can be used for this process. Solutions of
ammonium sulfate are stable, but acidic, and,
therefore, corrosive to some metals. Materials that
withstand dilute sulfurie acid will also withstand the
corrosion effects of dilute ammonium sulfate
solutions.

5.5.1.4 Costs for Chloramination

Generation of chloramines requires the same
equipment as chlorination (gaseous or aqueous
hypochlorination), plus equipment for adding
ammonia (gaseous or aqueous), Costs for chlorination
equipment and for its operation and maintenance
were presented earlier (Section 5.4.1). This section
presents the chemical costs for generating
chloramine from ammonia and chlorine gas.

In the Baltimore/Washington, D.C., area during
1983, costs for cylinders of liquid ammonia were
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Tabie 5-17. Construction Costs for Ultraviolet Light Disinfection ($1378)
Plant Capacity (GPD)

Cost Category 14,400 28,800 187.200 374,400 748,800 1,123,200
Excavaton and $60 $60 $80 £60 s$80 $110
sitework
Manutactured 800 1,125 4,485 8,685 17,365 26,050
equipment
Concrete 250 250 250 250 280 300
Labor 110 170 250 300 400 S00
Pipa and valves 60 150 350 450 750 1.000
Electncal and 430 430 430 430 480 480
instrumentation
Housing 1,500 1.500 1.500 1.500 1,800 2,000
Subtotal 3.210 3,885 7.225 11,675 21,155 30,440
Miscellanecus and 470 560 1,010 1,580 2,830 4,060
conbngency
Total $3.680 $4.445 $8,335 $13,255 $24,085 $34,500

1 GPD = 0.003785 m¥/day
Source: U.S. EPA (1979).

$0.88/kg ($0.40/1b), $1.54/kg ($0.70/1b) for drums of
contained ammonia in 28 percent solution, and
$1.12kg ($0.51/1b) for bags of solid ammonium
sulfate.

Chemical costs were derived for a 9.46 m3/day (2,500-
gal/day) water treatment plant using a maximum
dose of 2.5 mg/L monochloramine (the maximum
level currently recommended by EPA). These costs
are presented in Table 5-19. Chemical costs for both
chlorine gas and the ammonia-based chemical range
from $14.75 to $24.55 annually, depending on which
ammonia source chemical is used. Anhydrous
ammonia is the least expensive, while ammonia
sulfate is the most expensive.

The direction of EPA’s regulatory initiative under
the SDWA Amendments of 1986 is to reduce the
levels of secondary disinfectants in treated water. For
example, the newly promulgated Surface Water
Treatment Rule (EPA, 1989b) requires thata

minimum of 0.2 mg/L of secondary disinfectant be
present as the treated water enters the distribution
system. This level does not have to be maintained in
the distribution system, as long as heterotrophic
plate counts remain below 500/mL. Consequently,
the costs for chloramination can be lower than the
costs presented here.

Tabie 5-18. Op ing and Mai Costs for Uktr Light Di ($1978)
Water Flow Elecincal Energy (kWhiyr) Enargy Mantenance Labor Total Cost
Rate (GPD) Building Process Toal Costs* Matenal ($4yr)  Labor (hriyr) Costb ($/yr)
14,400 10,260 440 10,700 $749 $100 24 $240 $1.089
28.800 10,260 800 11,140 780 140 24 240 1,160
187,200 10,260 5,260 15,520 1.086 600 24 240 1,926
374 400 10.260 10.510 20,770 1,454 1120 30 300 2,874
748.800 12,310 21,020 33,330 2,333 2,250 36 360 4943
1,123,200 13,340 31,540 44,880 3,142 3,300 42 420 6.862

* Assumaes 0.07/kWh.

b Assumes 10/hour.

1 GPD = 0.003785 m3day
Source: U.S. EPA (1979).



Disinfection and Disinfection By-Products 95

Table 5-19. Chemical Costs for Generating Monochioramine
for 2,500 GPD Water Treatment Plant ($1983)

Figure 5-12. Proportions of mono- and dichloramines in
water with equimolar concentrations of chiorine
and ammonia.

Source: Natonal Academy af Sciences (1980).

11b = 0.4536 kg; 1 GPD = 0.003785 m3/day.

Amount Annual
Source Chemicals Needed (lb/yr)  Unit Cost ($/10) Cost (5)
Anhydrous ammonia 52 0.40 248
i — and chiorine gas 26.1 0.47 12.27
F L
% sz Totat 14,75
: s Aqua ammonia 8.2 0.70 4.35
2 2 and chionne gas 26.1 0.47 12.27
5 . g Total 16.62
& o Ammonia sulfate 24.1 0.51 12.28
2 % and chionne gas 26.1 0.47 12.27
-
E < Total 2455
3 §
] ¢
& o



6. Treatment of Organic Contaminants

Treatment of organic contaminants in drinking
water depends on the nature of the contaminants
targeted for removal. The two largest categories of
organic contaminants are synthetic organic
compounds (SOCs) and natural organic materials
(NOMs). Of special interest are SOCs and NOMs
having significant potential health effects, including
volatile organic compounds (VOCs), aromatic
hydrocarbons, halogenated aromatic hydrocarbons
(including polychlorinated biphenols ([PCBs])),
polynuclear aromatics, halogenated nonaromatics,
hydrocarbons, and organic pesticides.

Natural organic material found in raw water isina
dissolved or particulate phase; most SOCs are in this
dissolved phase. The particulate phase NOM can be
removed using sedimentation and filtration
processes. To enhance NOM removal, pretreatment
processes preceding sedimentation and filtration can
be optimized to convert as much of the dissolved
NOM as possible to particulate NOM. Section 6.1
cortains a discussion of these enhancements.

Twelve treatment technologies are discussed in three
general categories of applicability. The first category,
discussed in Sections 6.2 and 6.3, covers the most
frequently used technologies, which include granular
activated carbon (GAC) and packed tower aeration
(PTA), also referred to as packed column aeration
(PCA). GAC and PTA are classified as best available
treatment (BAT) technologies for removal of VOCs
under the U.S. EPA regulations promulgated in July
1987.

GAC and PTA have different removal efficiencies for
different organic compounds. PTA is only effective for
VOC removal. Treatment technologies frequently are
chosen based on potential removal efficiencies for a
specific organic contaminant. However, if a decision
is based only on cost, then PTA is often chogen for
VOCs because of its lower cost. Sometimes, both
technologies are necessary to remove a particular
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combination of organic compounds. In these cases,
the resultant total costs are not always additive;
installing both systems may result in some cost
savings,

The second category discussed includes treatment
processes that have some record of performance, but
are not as widely applicable as GAC or PTA to be
classified as BAT. These treatments include
powdered activated carbon (PAC) in a conventional
treatment process train, covered in Section 6.4;
diffused aeration, covered in Section 6.5; and
multiple tray aeration, covered in Section 6.6.

The final category, discussed in Section 6.7, consists
of technologies that are emerging from the laboratory
and pilot-level stages as promising alternatives for
the near future. This category embraces a number of
candidates including oxidation (ozone,
ozone/ultraviolet radiation, and ozone/hydrogen
peroxide), reverse osmosis, mechanical aeration,
catenary grid aeration, Higee aeration, resins, and
oxidation followed by a biological filtration step.
Appendix C describes case experiences with GAC,
PTA, and PAC.

There are so many organic compounds that
performance data concerning each technology's
removal ability for every organic compound are not
available. Table 6-1 contains a partial matrix of five
of the above technologies and their removal
efficiencies for 33 compounds.

6.1 Pretreatment for Natural Organic

Contaminant Removal

Water treatment processes used prior to
sedimentation and filtration may be designed to
enhance NOM removal. The most important of these
is the coagulation process, which is used primarily for
controlling turbidity and is routinely applied to
surface water, While the portion of organic
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Table 6-1, Performance Summary for Five Organic Technologles

Removal Eficiency®
Granular
Actvated Carbon Packed Reverse Qzone
Adsorption Column O Thin  Oxid: Conventional
Organic Compounds Filtrasorb 4000 Agration  Film Composite (2-6 mg/) Treatment

Valatile Organic Contaminants

Alkanes

Carbon letrachloride -+ o+ ++ 0 0

1,2-Dichloroathana -+ + 4+ 3 0 0

1.1,1-Tnchloroethane -+ .+ ++ 0 0

1.2-Dichloropropans - .+ .+ 0 0

Ethylene dibromide + * + + + + 0 0

Dibromochioropropana + + + NA 0 0
Alkenes

Vinyl chionde ++ -+ NA P 0

Styrene NA NA NA ++ 0

1.1-Dichloroathylens ++ * * NA + + 0

cis-1,2-Dichioroathylene -+ P 0 Pt 0

trans-1,2-Dichioroathylene - +* NA L o

Trichloroethyiene R - ++ - 0
Aromalics

Benzene -+ + ] + 0

Toluene - - NA + & 0

Xylenes + + -+ NA + + ]

Etnyibenzene -+ + + 0 ++ 0

Chlorobenzene +» 4+ - -+ - 0

o-Dichlorobenzene + ++ + . 0

p-Dichiorobenzene -+ + - NA + 0
Pesticides

Pantachiorophenal ++ 0 NA 4 NA

24-0 -+ NA - Q

Alacnhior + + .+ -+ ** 0

Aldicart NA 0 NA NA NA

Carboluran -+ 0 .e ’e 0

Lindane ++ 0 NA 1] a

Toxaphene -+ .. NA NA Q

Heptachior -+ + * NA ++C NA

Chiordana -+ o NA NA NA

24.5-TP + + NA NA + NA

Mathoxychlor ** NA NA NA NA
Other

Acrylamide NA 1] NA NA NA

Epichiorahydnn NA 0 NA 0 NA

PCBs + + + - NA MNA NA
LR = Excellent 70-100%

+ = Average 30-69%
0 = Poor 0-29%
NA = Data not available or compound has not been tested by EPA Dnnking Water Research Dmasion.

b Excellent removal category for carbon indicales compound has been demanstrated 10 be adsorbable onto GAC, n
lull- or pilot-scale applications, or in the laboratory with characterishcs suggesting GAC can be a cost-eflectve
lechnology.

€ Ozone axdanon of heplachior produces a high yield of heplachior epoxide, which is not suitable lor further oxdabon

contamination removed by effective coagulation is commonly removes less than half of the organic
generally small, in conjunction with other content of the water, it tends to remove contaminants
treatments, coagulation can significantly addtoa that are not removed by GAC. These contaminants
plant’s removal effectiveness. include color, some trihalomethane (THM)

precursors, hydrophobic SOCs, and toxic metals.
In general, coagulation is most effective in removing
organic contaminants that are hydrophobic, acidic, Oxidation is another pretreatment step that can have
and high in molecular weight. While coagulation a pronounced effect upon the removal of organic
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contaminants. Ozone or other advanced oxidation
processes employed before filtration drastically
change the chemical structure of many organic
contaminants.

Section 6.1.1 focuses on how adjusting the coagulant
type, coagulant dosage, coagulant aid application
procedures, pH, and point of coagulant addition can
improve organic contaminant removal. Section 6.1.2
describes the use of oxidation pretreatments to
enhance organics removal.

6.1.1 Coagulant Pretreatment

All coagulants will remove some organic
contamination, especially contaminants associated
with macromolecules. However, different coagulants
with equivalent turbidity removal efficiencies may
have different organic contaminant affinities.
Coagulants should be chosen by matching their
particular affinities to the specific organic
contaminants of concern.

Metallic salt coagulants, most commonly alum and
ferric chloride, are more effective than cationic
polymers in removing lower molecular weight
organic compounds with acidic functional groups
(such as carbonyl or carboxyl groups). Newer metallic
salt coagulants, such as polyaluminum chloride and
polymeric iron chloride, are also effective at
removing organics. Polymer coagulants are effective
in enhancing the removal of NOMs, such as humic
and color compounds.

Determining the optimal dosage of coagulant for
treatment of organic contaminants parallels the
derivation of the optimal conditions for turbidity
removal. The first step is to fully characterize the
plant influent using laboratory jar tests and pH
assessments. Care should be taken to avoid errors in
performing the laboratory tests. One common
laboratory mistake is to overlook the adserption of
organic contaminants onto glass and filter paper. In
addition, laboratory procedures should take into
account contaminant volatilization. Under optimum
circumstances, laboratory tests should be followed by
full-scale plant tests. See Section 4.1 for a more
complete discussion on determining optimum
coagulant desages.

Coagulant Dosage

The most effective method of applying coagulants
depends on the characteristics of the raw water. For
raw water with low pH (about 5 to 6 for alum),
containing high and homogeneous concentrations of
NOM, organic contaminant removal is characterized
by a sharp increase in removal effectiveness around a
specific coagulant dosage. For raw water with high
pH, containing low and heterogenous concentrations
of NOM, the removal pattern is characterized by a

gradual increase in removal effectiveness with
increasing coagulant dosage that asymptotically
approaches maximum removal.

Overdosage is possible with the first pattern of
removal, but not with the second. The second pattern
is typical for surface waters with moderate to high
turbidity and alkalinity. SOC removal tends to follow
the second pattern of removal.

Coagulant Aid Application Procedures

Coagulant aids include substances that improve the
nature of the flocculated particles, and reduce
turbidity. Among these substances are acids, bases,
anionic and cationic organic polymers, activated
silica, and bentonite clay. Except for acids and bases,
the mere presence of coagulant aids has not been
found to dramatically affect organic contaminant
removal. However, the order of application of
coagulant aids has been found to have a significant
impact.

Chemical application procedures are subject to many
confounding site specific conditions. [n addition, few
published data exist regarding optimum chemical
application strategies. However, the following four
recommendations were derived from assumptions
concerning removal mechanisms for anionic
contaminants:

® Add acids before metal-salt coagulants to lower
the pH toward an optimal level and promote the
production of positively charged ions.

® Add bases after metal-salt coagulants to
maintain the lower optimal pH levels and avoid
encrustation of the mixer or injection nozzle.

® Addclay and PAC before metal-salt coagulants to
allow adsorption of NOMs and SOCs before clay
and PAC coagulation.

® Add polymers, especially anionic polymers, after
metal-salt coagulants.

pH

The optimal pH for the removal of NOM with alum is
frequently between 5 and 6, but can be higher with
iron salts. While SOC removal is clearly associated
with pH, the optimal pH level varies with each SOC.
Experience thus far indicates that negatively
charged SOCs generally are removed most easily in
water with a pH of 5 to 7. Furthermore, positively
charged SOCs are most easily removed in water with
a pH between 7 and 8.5, but more data are required to
confirm this finding.

Point of Coagulation Application

The point at which coagulants are added can
significantly affect the final level of organic
contaminants. Oxidation typically is used for
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disinfection purposes, yet it also reduces organic
contaminant levels. Oxidation that precedes the
coagulation improves its effectiveness by removing
turbidity and changing the nature of the organic
contaminants. However, when chlorine
disinfection/pretreatment is used, it is better to add
the coagulant first to reduce the Jevel of organic
contamination that can form halogenated by-
products during chlorination. This is not as much of a
concern with preoxidation using ozone or chlorine
dioxide, where halogenated by-products are not as
much of a problem.

6.1.2 Oxidation Pretreatment

Several oxidants are available for treating organics
indrinking water, including ozone, chlorine, chlorine
dioxide, permanganate, hydrogen peroxide and
ultraviolet radiation. Organic compounds can be
completely oxidized into carbon dioxide and water, or
partially oxidized into intermediate reaction
products. Complete oxidation is not always possible
because the intermediate products formed may be
more resistant to further oxidation than the original
organic chemical. Pretreatment with an oxidant may
convert dissolved organic material to particulate
matter, thereby enhancing removal by sedimentation
and filtration. In addition, oxidation of many SOCs
may be accomplished during pretreatment.

Because of the concern for halogenated disinfection
by-products, the use of nonchlorinous oxidants may
be preferred in the early stages of water treatment. In
such cases, the nonchlorinous oxidants do not
produce halogenated by-products, except in those
waters containing substantial amounts of bromide
ion. Some waters, when treated with a preoxidant,
have been shown to produce more chlorinated by-
products because oxidation of the organics in the raw
water produces precursors to by-product materials.

Recently, studies have been conducted to investigate
the use of advanced oxidation processes (AOPs)
where several oxidants are used in combination (e.g.,
ozone and hydrogen peroxide, ozone and ultraviolet
radiation, ultraviolet radiation and hydrogen
peroxide). These processes involve the generation of
the hydroxyl radical in sufficient quantities to impact
treatment. AOPs may achieve treatment at a lower
cost than conventional oxidation. The use of AOPs
has been applied to the removal of SOCs and also
NOMs.

6.2 Granular Activated Carbon

Activated carbon is used for water treatment either
as a granular adsorption medium or as a powder
added to the water like a coagulant, which later
settles out in sedimentation basins or clarifiers.
Granular activated carbon (GAC), the more common
method for removing organic contaminants, is

discussed in this section. Powdered activated carbon
(PAC) is covered in Section 6.4.

Granular activated carbon unit; Smyrna, DE.

Activated carbon works on the principle of
adsorption. Dissolved contaminants (adsorbate) are
transferred from the water solution to the
microporous surface of the carbon particles
(adsorbent). Activated carbon's large internal
surface area and porosity are the primary reasons for
its excellent adsorption capabilities. One gram of
activated carbon has a surface area equivalent to that
of a football field.

The adsorption process is primarily a physical
process that can be reversed relatively easily. The
ease of reversing adsorption is another key factor in
activated carbon's usefulness because it facilitates
the recycling or reuse of the carbon,

Contaminant characteristics greatly affect GAC's
adsorption ability. GAC has an affinity for
contaminants that are:

® Branch-chained, rather than straight.chained
® High in molecular weight
® Low solubility
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® Nonpolar
® Presentin higher concentrations

GAC's affinity for larger molecular weight
compounds is illustrated by its reduced effectiveness
when preceded by ozonation. Ozonation breaks down
contaminants and thus can reduce GAC'’s ability to
adsorb them. Table 6-2 lists readily and poorly
adsorbed contaminants.

Table 6-2.  Readily and Poorly Adsorbed Organics

Readily Adsorbed Organics
e Aromantc solvents (benzene, loluene, nitrobenzenes)

Chlonnated aromatcs (PCBs. chiorobenzenes,
chlorgnaphthaiena)

Phenol and chlorophancis
Polynuclear aromatics (acenapthena, t pyrenas)
Pasucides and herbicides (DOT, aldrin, chiordane, heptachior)

Chlennaled nonaromatcs (carbon tetrachlonde, chloroalkyl
athers)

® High molecular weight hydrocarbons (dyes, gasoline, amines,
humics)

Poorly Adsorbed Organics
Alcohols
Low molecular weight ketones, acids, and aldehydes
Sugars and starches
Very high molecular weight or colloidal orgamics
Low molecular weight aliphatics

@ o 8 8 O

The outer surfaces of macropores on GAC particles
are large enough to house colonies of bacteria that
feed on biodegradable organics as they pass in and
out of the macropores. Consequently, considerable
mineralization of organic material occurs after a few
weeks of operating unused GAC. Ozonation and other
advanced oxidation (ozone/hydrogen peroxide or
ozone/ultraviolet radiation) convert organic
contaminants into more readily bicdegradable
materials.

Raw water characteristics also affect GAC's
adsorption ability. The most important characteristic
is the presence of competing contaminants or
dissolved solids which can adversely affect
adsorption.

Process, least cost, and facility design considerations
are covered in Sections 6.2.1,6.2.3, and 6.2.4,
respectively. Section 6.2.2 contains a discussion of
tests for deriving the optimum activated carbon
usage rates for different applications. The last four
sections cover operation and maintenance (6.2.5),
system performance (6.2.6), and system costs (6.2.7).

6.2.1 Process Design Considerations
Key process design considerations include:

GAC type

Surface loading rate of the GAC filter
Empty bed contact time (EBCT)
Contaminant type and concentration
Contaminant competition

Carbon depth and usage

GAC Type

Various types of GAC are available for removing
organics from drinking water. The most frequently
used carbon in U.S. treatment plants is coal-based
carbon because of its hardness, adsorption capacity,
and availability. Some peat and lignite carbons have
been used. Several sizes of carbon are available, and
the size selected for a particular application is based
on backwash and headloss characteristics, rate of
adsorption, and cost. Headloss is lessened with the
larger carbons, while the rate of adsorption is
increased with the smaller carbons. The relationship
of carbon cost and total production cost for a wide
range of reactivation frequencies is shown on Figure
B-1.

&=
(=]

a = Carbon Cost $1.00/Ib
b = Carbon Cost $0.80/1b
¢ = Carbon Cost $0.60/1b
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Total Production Cost in Cents/1000 Gallons
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0 2 4 6 8 10 12
Reacuvabon Frequency, Months
Figure 6-1. Effect of carbon cost on fachity cost.

Surface Loading Rate

The surface loading rate of the GAC filter is related
to an individual plant’s design capacity. Surface
loading rate is the amount of water passing through a
one square foot area of the activated carbon filter bed
per unit of time, and it typically ranges from 2 to 10
GPM/sq ft.

Empty Bed Contact Time

Contact between the influent and GAC is the
primary factor in determining the size and capital
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cost of a GAC treatment system. The empty bed
contact time (EBCT), the time required for water to
pass through the empty column or bed (absent of
GAQC), is determined by the following equation:

EBCT (min) = GAC (m3)/flow rate (m3/min)

While most EBCTs range from 5 to 30 minutes,
EBCTs of less than 7.5 minutes have been ineffective.
Typical effective EBCTs are around 10 to 15 minutes
and 10-minute EBCTs are typical for removal of most
organic compounds. GAC is effective in removing
radon with 180- to 200-minute EBCTs (Lowry and
Brandown). However, these long EBCTs are only
practical for point-of-use applications, not for many
community systems.

Contaminant Type and Concentration

GAC's removal efficiency varies for different organic
compounds. To date, removal tests for only a fraction
of the myriad of organic compounds have been
conducted using GAC technology. Table 6-1
(presented earlier) shows examples of GAC's removal
ability.

Contaminants in the water can occupy GAC
adsorption sites, whether they are targeted for
removal or not. Therefore, the presence of other
contaminants may interfere with the removal of the
contaminants of concern. A profile of all
contaminants in the water will help predict the
design specifications required to achieve mandatory
effluent levels for regulated contaminants.

Radon requires an extremely long EBCT, ranging
from 100 to 200 minutes; therefore, only small
amounts of radon are adsorbed during typical GAC
operations for organic contaminants. In addition,
radon decays continuously during the removal
process (Lowry and Brandown). Consequently, the
small amount of radon adsorbed during a typical
organic contaminant EBCT also decays during its
residency in the GAC, thus the carbon is renewed on
a continual basis, as shown in Figure 6-2. Section
7.3.1 contains a more detailed discussion of radon
removal.

Carbon Depth and Usage

Carbon depth is related to the amount of carbon
necessary to achieve a desired EBCT and filter life
with a specific level of contamination, Typical carbon
depth reaches 3 to 9 m (10 to 30 ft).

Carbon usage, expressed in grams of carbon per cubic
meter (pounds of carbon per 1,000 gallons) of treated
water, largely determines the system'’s operating
expenses. The carbon is considered to be exhausted
when the effluent organic concentration approaches
the influent organic concentration, at which time

regeneration becomes necessary. Determining when
regeneration is necessary, however, is a site-specific
decision, It may be necessary either when
contamination is detected in the finished water or
when the level of contamination exceeds the
regulated level.

Typical carbon usage ranges from 6 to 120 g/m3 (0.05
to 1.0 1b/1,000 gal) of treated water, although SOCs
are removed with carbon usage rates as lowas 1.2
g/m3 (0.01 1b/1,000 gal) of treated water (O'Brien et
al., 1981). Table 6-3 provides carbon usage rates for
the removal of eight organic compounds.

Carbon usage varies with the type of contamination.
VOCs utilize the most carbon, and quickly shorten
the carbon's useful life as an adsorption medium.
Pesticides generally use less carbon than VOCs,
however, their demands on carbon usage vary. Of the
organics listed in Table 6-3, chlorinated aromatic
organic compounds use the least amount of carbon.
VOC carbon usage rates typically translate into
carbon replacement intervals of 3 to 6 months, while
other organic compounds require carbon replacement
rates of from 1 to 2 years depending on contaminant
concentrations. Pretreatment can significantly
extend carbon’s longevity. For example, PTA
preceding GAC removes a large portion of VOCs. In
addition, oxidation can lower the amount of
adsorbable organics by converting some organics into
materials that are biochemically mineralized during
passage through the GAC.

In addition to the specific type of organic
contamination present, an influent’s dissolved
organic carbon (DOC) level can increase GAC usage.
DOC is especially a problem for surface water
supplies. Pretreatment of surface water with
coagulation and filtration reduces the burden of
turbidity and DOC and thus extends GAC's
longevity.

The relationship between carbon longevity, influent
concentrations, and effluent contamination levels for
the contaminant trichloroethylene is illustrated in
Figure 6-3. For this example, the EBCT is 10
minutes. To achieve an effluent concentration of 1
pg/L from an influent with 100 pg/L, the carbon life is
estimated at 130 days. To allow a greater effluent
concentration of 10 pg/L from an influent of 100 pg/L,
the life of the carbon is extended to about 180 days.

Figure 6-4 compares carbon longevity in the removal
of three different organic compounds. The curves, for
each compound, illustrate the correlation between
influent concentrations and the useful life of the
carbon filter. The curves assume an EBCT of 10
minutes and an effluent concentration of 10 pg/L. At
influent concentrations of 200 pug/L, the carbon life
ranges from about 1 month for 1,1,1-trichloroethane
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Figure 8-2.  Steady-state adsorption/decay curve for radon.
Tabie 8-3. Summary of Carbon Usage Rates gm Life, Compound: Trichioroethylens
Contaminant ays EBCT = 10 min
Concantrabon A
— Y carton Usage %
Infivent EMuent (11,000 galj 2000 . .

Volatile Organic Compounds

(VOCs)
Tetrachlorosthylene (PCE) 100 2
Trichloroathylene (TCE) 100 2
Tnchioroethane (TCA) 100 2
Pastcides
Chiordane 100 1
Dibromochioropropans 100 1
{DBCP)
Algicart 100 1
Chiorinated Aromatcs
Dichiorobenzene 100
PCB (Arocior 1018) 100 2

0.08
0.16
0.96
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0.016
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0.015

Figure &-3.
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removal to over 1 year for tetrachloroethylene
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Figure 6-4.

6.2.2 Tests for Deriving Carbon Usage and
Other Design Criteria

Carbon usage rates are derived from three standard
laboratory and field tests: isotherm, dynamic column,
and mini-column tests. The test results are critical in
deriving and evaluating GAC process design
parameters. [sotherm and mini-column tests are
laboratory tests, and the dynamic column testisa
field method that determines carbon usage.

The isotherm test is the simplest and least costly of
the three methods. [t evaluates the impact of pH,
temperature, and the presence of other contaminants
on adsorption. [t can also compare the effectiveness of
different carbon types. Isotherms are derived by
mixing a measured weight of pulverized carbon in
water with a known concentration of contamination.
Following a specific contact time, the contaminant
concentration of the mixture i3 measured.

The isotherm test is based on the Freundlich
Isotherm Relationship:

m = Kelin

where:

xym =  equilibrium capacity (mg of contaminant
per gram of carbon)

k = capacity at 1 mg/L of contaminant
concentration

c = contaminant effluent concentration in
mg/L

I/n = exponent

Figure 6-5 shows an application of this equation in
making carbon usage estimates.

The Freundlich [sotherm Relationship yields
isotherms for each contaminant, with residual
contaminant concentrations in the effluent graphed
against the ratio of contaminant adsorbed per gram
of carbon. Figure 6-6 shows graphs of six isotherms
(Dobbs and Cohen, 1980). Isotherm tests are quick
and cost about one to three thousand dollars. Many
contaminants’ isotherms are available from existing
literature.!

In contrast to isotherm tests, dynamic column field
tests can take 6 to 10 months and cost tens of
thousands of dollars. These pilot tests are used to
model full-scale facility design parameters. The
seven most useful design parameters in this test are:

Type of GAC

Different EBCTs

Carbon bed depths

Hydraulic loadings

Number of vessels

Carbon exhaustion rates, life, and regeneration
cycle length

¢ Contaminant loading rates

Typical dynamic pilot column tests use GAC columns
that are about 5 feet deep with 4-inch internal
diameters (see Figure 6-7).

The mini-column laboratory test is between the
isotherm and dynamic column tests in accuracy and
complexity. The cost is about the same as the cost for
an isotherm test. This test is used to determine the
feasibility of using GAC, establish preliminary
design criteria, and approximate cost. Test
procedures involve pumping raw water through a
short column of GAC about 70 mm deep. A schematic
diagram of a mini-column test is shown in Figure 6-8.

6.2.3 Lezast Cost Design Criteria

To derive the optimal design criteria for an effective
GAC system, the design must consider EBCT, carbon
usage, and column configuration. EBCT has greatest
impact on capital costs, while carbon usage has the
greatest impact on operating costs. The first step in
determining the most cost-effective EBCT and carbon
usage rates is to examine the breakthrough curves
for the organic compounds contaminating the
influent. The breakthrough curves indicate how long
a GAC filter can produce a desired effluent
concentration for an organic contaminant.

The next step is to calculate the carbon usage (CU)
rate with the following formula:

1Data lor several compounds are contained n: Carbon Adsorption
isotherms for Toxic Orgamcs, EPA-600/8-80-023, Apni 1980.
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Maas of Carbon

CU=
Volume of Water Treated through Breakthrough

Carbon usage is then plotted against EBCT to select
the optimal combination.

Column configuration is the next important factor to
consider in determining the length of the carbon
regeneration period. Parallel column configurations
require carbon replacement or regeneration when a
filter breakthrough occurs, while a series column
configuration allows replacement to take place at the
point of carbon exhaustion. Carbon exhaustion occurs
when the saturated carbon can no longer hold
contamination, Series configuration extends the
operating period between regeneration cycles.

Selection of the appropriate system involves a
tradeoff between capital and operating costs. Parallel
systems require fewer contactors, and their
associated capital expense. Series configuration has a
longer carbon regeneration cycle with lower
operating costs.

6.2.4 Facility Design Criteria

The three major components of a GAC system are the
carbon contactor, carbon transfer system (which
moves the carbon in and out of the contactors), and
carbon regeneration system (see Figure 6-9).

The two important operational characteristics of
contactors are flow direction (upflow or downflow)
and water feed mode (gravity or pressure). Upflow
and downflow carbon contactors are used in either
series or parallel column configuration. Pressure
contactors usually cause a minimum pressure drop of
10 psi.

Upflow contactors are used for contact periods of up to
2 hours (U.S. EPA, 1973). The upflow design permits
suspended solids to pass through without excessive
drops in pressure. These extended contact periods are
used to remove suspended solids and organic
compounds. The disadvantage of upflow contactors is
that they sometimes carry fine carbon particles into
their effluent. Upflow designs are more typical of
wastewater treatment plants than drinking water
treatment facilities. Downflow contactors typically
are used for contact periods of 30 minutes or less, and
are able to remove only a small amount of suspended
solids during backwashing.

Pressure-fed contactors are used for systems with
capacities between 0.04 and 0.44 m3/sec (1 and 10
MGD): packaged plants using pressure-fed contactors
are rarely over 0.04 m3/sec (1 MGD). The pressure-
fed contactor operates with higher head loss levels
than the gravity-fed contactor, In the pressure-fed
contactor, pumps move the water from the well to the
contactors and into the distribution system. Existing

pump systems usually are adequate to maintain
pressures in the distribution systems.

Gravity-fed contactors typically are used for systems
with greater than 0.44 m3/sec (10 MGD) capacity. By
using common wall construction, they are able to
reduce costs. Gravity-fed GAC systems are
constructed either by modifying existing gravity-fed
sand filters or by using new concrete contactors.

The foremost consideration in carbon transfer system
design is minimizing carbon loss due to abrasion. The
hydraulics of the slurry system, system velocities,

and construction materials all affect carbon abrasion.

Carbon regeneration can take place either on site or
offsite, or the carbon may be used on a disposable
basis, depending on the system size. Systems with
carbon exhaustion rates between 226.8 and 907.2 kg
(500 and 2,000 Ib)/day will generally use offsite
regeneration, which is routinely performed on a
contract basis. Systems exhausting over 907.2 kg
(2,000 Ib) carbon/day may consider onsite
regeneration, which involves heating the carbon to
destroy the organics. To avoid unnecessary energy
costs, dewatering of the carbon is required. Systems
using less than 226.8 kg (500 |b)/day generally
dispose of their carbon, rather than regenerate it.

Both carbon replacement and regeneration produce
wastes. Disposing of carbon with contaminants
classified as hazardous waste will dramatically
increase disposal costs. Carbon regeneration
operations must meet all applicable air quality
regulations. Gas emissions from these operations are
sometimes categorized as significant point sources.

6.2.5 Operation and Maintenance

Several operational and maintenance factors affect
the performance of GAC units, including those
involving the nature of the influent, dynamics of the
GAC process, and management of the resultant
wastes. These factors require consistent and careful
monitoring.

A significant drop in influent contaminant
concentration will cause a GAC filter to desorb, or
slough off, the contaminant, because GAC is an
equilibrium process (McKinnon and Dyksen, 1982).
Another operational problem related to influent
characteristics is the competition among
contaminants for adsorption sites. Adsorbed
contaminants are displaced by other contaminants
with which GAC has greater affinities. As a result,
water with frequently changing quality
characteristics will produce effluent with
unpredictable levels of contamination.

Bacterial growth on the carbon may be one potential
problem. However, the nature and implications of
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Isotherm equation: wm = Kgén
where:
K =28 (M3 (L) {From isotherm data)
{gm) (mg)
Un = 0.62(From isotherm data)
(C) = TCEinfluent concentration = 100 pgi
(C,) = TCE effluent concentration = 5uglL
SF = SafetyFactor = 075
Rearranging:
Ci_- Co __{ib) )
Carbon Usage = ———0—2== X834
(1,000 gai) K (C)) ¥n SF (1,000 gal) (mg)
(100 - 5) pg X 1 mq
L 1,000 ug x 834b % L
28 [(100)962 x 0.75 {(1.000 gal) mg
(1.000)
= 0.16 1/1000 gal
Note: 111,000 gal = 120 g/m?
Figura 6-5.  Application of Freundlich Isotherm Relationship.
in Figure 6-10. If the wave of used GAC is
interrupted, then the contactor may experience
100.0 - premature breakthrough. Changes in influent
composition and concentration,as well as the method
and frequency of filter backwashing all can affect the
movement of the wavefront.
o> 100
B The final operational issue concerns the proper
3 management of GAC wastes, Wastes from carbon
k] regeneration and backwashing sometimes require
g 1of treatment prior to disposal.
s.
6.2.6 System Performance
0.1 AC effectivel t i
e o “ T GAC effectively removes most organic compounds

Residual Concentraton, pg/l

Numbars in parenthesas indicate the molecuiar wesght of the
compound

Figure 6-6. Adsorption Isotherms for saveral organic

compounds found in ground-water supplies.

this growth are not clearly defined and require
further study. Excessive bacterial growth could cause
clogging and higher bacterial counts in the effluent.
However, it is also possible that such growth
improves GAC's removal efficiencies through
biodegradation.

Another potential problem is the disruption of the
adsorption zone procession through a GAC contactor.
This zone of saturated GAC typically movesina
wave formation through the carbon depth, as shown

fromdrinking water. GAC's precise removal
effectiveness for a large number of organic
compounds is unknown because of the multitude of
organic compounds in existence. Table 6-1 presents
removal efficiencies for 33 compounds.

GAC is not effective in removing vinyl chloride from
water. In addition, the long EBCT required for radon
removal makes it infeasible at the treatment plant
scale. However, at the residential scale GAC systems
are cost-effective for radon removal.

6.2.7 System Costs

The cost of removing many organic compounds with
GAC is well within the range of general costs for
delivering treated drinking water. Within the United
States, that cost generally ranges from $0.26 to
$0.40/m3 ($1.00 to $1.50/1,000 gal) (1989 dollars) of
treated water. Most regulated organic contaminants
are managed with GAC systems having carbon bed
lives of at least 3 months and EBCTs of 15 minutes.
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Water systems with GAC units having these
operational characteristics cost from $0.03 to
$0.04/m3 (30.10 to $0.15/1,000 gal) for very large

GAC

To Distnbution

=ttt system

Prassure GAC Contactor

systems to $0.26 to $0.79/m3 ($1.00 to $3.00/1,000
gal) for small water systems (less than 0.04 m3/sec or
1 MGD).

The most costly organic contaminants to remove are
VOCs, followed by chlorinated aromatic compounds.
In general, the least expensive contaminants to
remove with GAC are pesticides. Table 6-4 shows the
costs of removing alachlor (a pesticide), TCE (a VOC),
and radon using GAC. The costs for alachlor removal
may be considered representative of the costs for
removing typical pesticides using GAC. The costs for
TCE removal are representative of the costs for
removing the typical VOCs found in ground water.
As shown in the table, the costs for radon removal are
extremely high, probably precluding the use of GAC
for radon removal. Also shown in Table 6-4 are the
approximate costs per home per year for installing
GAC for removal of any one of the organic chemicals.

The three fundamental cost components of a GAC
system are contactors, GAC, and piping. Carbon
storage and carbon transport facilities are also
necessary cost components, In addition, there are
many site-specific cost elements to consider
including:
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Tabla 6-4.  Cost for 35 Percent Removal of Several Organica and Radon Using GAC Adsorption ($1989)
Costs by System Size

System Capacity (MGD) 0.1 05 1.0 10.0 50.0
Average Daily Flow (MGD) 0.032 0.22 0.4 4.32 " 2265
Populaton Sarved 500 1,500 3.000 22,000 100,000
Alachior
Capital Cost 69,000 138,000 190,000 1,500,000 5.600.000
Annual O&M Cost 8,500 19,100 26,500 117,000 329.000
Total Cest ($/1,000 gal)sb 141 D44 0.33 0.19 0.2
CostHome/Yearc 100 70 50 40 30
Trichloroathylena
Capital Cost 106,000 212,000 318,000 2,200,000 10,100,000
Annual O8M Cost 16.000 38,200 54,100 265,000 930.000
Total Cost ($/1.000 gal) 2.44 0.80 0.50 0.30 0.25
CostHoma/Year 170 125 50 70 60
Radan
Capital Cost 445,000 1,300.000 2,100,000 d d
Annual O&M Cost 106,000 318,000 530,000 d d
Total Cost ($/1,000 gal) 13.55 6.00 5.30 d d
CostHome/Year 950 900 800 d d

# Total cost 1s calculaied based on amortzing the capital cost over 20 years at 10 percent interest raie, adding the annual

OA&M cost, and dividing by the total annual flow.
© 1,000 gallons = 3.78 m3.

¢ Cost per home per year is calculated based on total cost per year divided by the number of homes served using 3.0

people per home,

9 Thase costs were not calculaled because they are too high for practcal municipal application,

® Raw water holding tank (for ground-water
systems)

Restaged well pump to address excessive
pressure drops caused by the contactors
Contactor housing, required in cold climates
Chemical feed equipment

Clear well storage tank and pumps
Backwash storage tank

L

The capital costs increase directly with system size.
Consequently, the capital costs can be derived from
the estimated EBCT, a direct measure of system size
because of its relationship with the carbon contactor.
The predominant elements of capital costs, as well as
operating and maintenance costs, are shown in
Figure 6-11.

The two primary capital cost considerations are (1)
construction type and (2) carbon and reactivation
strategy. Steel pressurized GAC units are most
economical for small systems, generally less than
0.44 m3/sec(10 MGD), while concrete gravity-fed
systems are more appropriate for larger systems.

The carbon and reactivation system, including either
onsite or offsite carbon reactivation, compose nearly
half of the GAC system costs. Infrared carbon

reactivation systems are cost effective for smaller
systems, and fluid bed reactivation systems are
suited for plants using more than 1,360,800 kg
(3,000,000 Ib) of carbon annually. Multiple hearth
reactivation systems are more expensive than either
infrared or fluid bed systems. Figure 6-12 compares
the costs of carbon replacement and two methods of
carbon regeneration for several carbon consumption
rates.

Operating costs do not correlate strongly with system
size, but are dependent on carbon usage rates, which
rely on the nature of the contaminants in the
influent. Other operating and maintenance cost
components are carbon type, labor, fuel, steam,
power, maintenance, and laboratory analysis.

6.3 Packed Column Aeration

Aeration, also called air-stripping, mixes water with
air to volatilize contaminants. The volatilized
contaminants are either released directly to the
atmosphere or are treated and then released.
Aeration is used primarily to remove VOCs,



Treatment of Organic Contaminants

109

Capital Cost

Sitework aic. (15%)

Carbon Transfer and
Storage (5%)

Carbon Regeneration (30%)

0&M Cost

Carbon Contactor (50%)

Maintenance Matanal (5%)

Power (10%)

Labor (10%)

Figure 8-11. GAC facliity cost components.

The aeration process is based on the principles of KI
mass transfer from liquids to gases. This transfer is
expressed in the following equation:

a

M = (K1) (a) (®P)

oP
where:
M = the mass of the substance transferred from

water to air expressed in Ib/hr/ft3

il

Carbon Regeneration (75%)

the coefficient of mass transfer expressed in
Ib/hr/ft2

the effective area in ft2

the concentration difference or driving force
(The driving force is the difference between
conditions in the aeration unit and
equilibrium conditions for the substance
between gas and liquid phases.)
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The Henry's Law constant indicates a contaminant’s
volatility and its affinity for the aeration process.
Substances with high Henry's Law constants are
easily aerated, while those with low constants are
difficult to remove with aeration. Henry's Law
constant is calculated with the following formula:

H = [(16.04)*P*M/(T*S)

where:

1l

the Henry’s Law constant in dimensionless
units

the vapor pressure expressed in mm

the molecular weight of the solute

the temperature in °K

the solubility in mg/L

wAzw @

Iwan

Table 6-5 lists several compounds and their Henry's
Law constants. As the table indicates, vinyl chloride
has an extremely large Henry's Law constant
relative to any other VOC.

The two basic types of aeration systems are diffused
air and waterfall units. The diffused air system,
discussed in Section 6.5, involves adding airto a
volume of water. Waterfall aeration units are more
common and are discussed in the remainder of this
section.

Packed tower aeration (PTA), or packed column
aeration (PCA), is a waterfall aeration process that
trickles raw water over a medium within a cylinder
to mix water with air. The medium is designed to
break the water into tiny droplets, a process
enhanced by the introduction of air blown from

Table 6-5.  Henry's Law Constants for Nine Organic
Chamicals
Henry’s Law Constanta
Type of Organic Chemical (dimensionless units)
VOCs
Vinyl chionide 265.009
Tnchioroethylene 0412
Tetrachloroathylena g.82a
cis-1,2-Dichloroethylena 0.320
Pesticides
Aldicarb 0.000000170
Chiordane 0.004°
Dibromochioropropane 0.010
Chionnated Aromatics
Polychlonnated biphenols 0.059v
Dichiorobanzene 0.081b

Note: Constants estimated at about 20°C,
& AWWA Research Foundation and KIWA (1983),
B .S, EPA (19880b).

underneath the medium in the tower or column. A
typical PTA unit is shown in Figure 6-13.

The major process elements of PTA are the column
(or tower), packing medium, blower, booster pump,
and instrumentation. Columns can be constructed
from fiberglass-reinforced plastic, aluminum,
stainless steel, or concrete. Within the column are
mist eliminators to prevent water from escaping in
the vents, packing material, support grids for the
packing material, and liquid distributors to separate
the influent into many smaller streams. The four
primary designs for liquid distributors are orifice
plate (see Figure 6-14), trough-type distributoer (see
Figure 6-14), orifice headers, and spray nozzles.
Adding PTA to an existing plan will require (1)
changes in the staging of the well pumps and (2)
repumping treated water to the distribution system.

Housing the tower usually is not necessary because
the water temperature remains fairly constant
throughout the PTA-treatment process.
Consequently, water rarely freezes during the
process.

PTA systems vary: in some, water cascading over
spillways imparts the necessary turbulence; in
others, several layers of slats mix the water with air.
Innovations in PTA are reflected in the newest
additions to the latter type of aeration system.
Emerging aeration techniques include the catenary
grid and Higee systems which are discussed in
Sections 6.7.4and 6.7.5.

The rest of this section profiles aeration technology
including design considerations (Section 6.3.1),
operation and maintenance (Section 6.3.4), system
performance (Section 6.3.5), and system costs
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Fiberglass-reinforced plastic packed column with two carbon
vapor phase treatment units; Bartle Creek, MI.

{Section 6.3.6). [n addition, this section reviews pilot
testing of PTA systems (Section 6.3.2) and managing
of VOC emissions {rom aeration (Section 6.3.3).

6.3.1 System Design Considerations

Aeration provides a fixed percentage of contaminant
removal regardless of influent concentration. To
compensate for uncertainty, aeration systems can be
designed to incorporate safety factors of two or three
times the expected influent contaminant
concentrations to ensure compliance with regulatory
standards.

Aeration system performance is affected primarily by
column size and airflow. Increases in airflow and
column height improve removal efficiencies. Typical
design parameters are provided for 13 common VOCs
in Table 6-6. Design considerations include:

Type of organic contaminant(s)
Concentration of contaminant(s)
Type of packing material
Height of packing material
Air-to-water ratio

e Water loading rate
¢ Water temperature

Different contaminants require different designs to
accommodate the particular degrees of volatility and,
thus, affinities for aeration. Packing materials are
designed to simultaneously provide a low pressure
drop across the material and maximum air-water
contact area. They typically are made from plastic or
ceramic, and come in the following forms: super
intalox, Tellerettes, Tri-packs, pall rings, berl
saddles, and Raschig rings. The desired contaminant
removal level and air-to-water ratio determines the
packing material height. The selected column height
and design of air intake louvers must comply with
loeal zoning regulations concerning structural height
and noise nuisance. These zoning regulations are the
most basic site-specific considerations,

The air-to-water ratio in a column is a function of the
water temperature and the desired level of
contaminant removal. This ratio determines the size
of the system's blower, which is the primary
component of operating costs for PTA systems. Air-to-
water ratios typically range from 30:1 to 100:1. The
water loading rate, the amount of water passing
through the column, routinely ranges from 16.9 to
20.4 L/sec/m2 (25 to 30 GPM/ft2). The column
diameter specification is derived to accommodate the
desired water loading on the column.

All of these factors affect aeration’s removal
efficiency. Figure 6-15 illustrates the dramatically
different removal rates achieved by the same packed
material depth {or three different contaminants, PTA
removal effectiveness usually increases as water
temperature increases. The decrease in column
height required to achieve the same level of
contaminant removal as the water temperature
increases is shown in Figure 6-16. In most cases,
heating influent is not cost effective, but in
temporary situations of low flow, it has been used
effectively.

Pretreatment to remove iren, solids, and biological
growth may be necessary to prevent clogging of the
packing material and, thus, the entire system.
Posttreatment also may be necessary to reduce
corrosive properties that develop in the water due to
the increased presence of dissolved oxygen during the
aeration process. One solution is the use of a
corrosion inhibitor.

6.3.2 Pilot Testing PCA

Figure 6-17 is a schematic diagram of a typical pilot
column. Pilot columns are used to test various water
loading rates, airflow rates, air-to-water ratios, and
packing materials. Typically, 8 to 12 pilot column
runs are used to test various combinations of design
factors. A test run lasts for about 30 minutes to
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Figure 6-13. Packed tower aeration system.

achieve steady state. Influent and effluent samples
are collected for each test run.

The following precautions should be taken to ensure
accurate pilot test results:

e Carefully place packing material into the column
to avoid channeling and vacant pockets.
® Level the pilot column to avoid channeling and

wall effects.

® Select representative performance points for
sampling.

@ Collect and analyze duplicate samples to check
results.

® Verify laboratory results.

6.3.3 VOC Emission Control

To meet air emission regulations, PTA exhaust gas
may require treatment. VOC emissions for PTA units
are calculated with the following formula:

Emission rate (in Ib/hour) = (C1-C2)*(V)*(5/107)

where:

Cl1 = Influent concentration of the VOC expressed
in pg/L

C2 = Effluent concentration of the VOC expressed
inpg/L

V = Water flow rate in GPM

The emission rate must be evaluated in the context of
applicable air quality regulations and other site-
specific factors. These factors include proximity to
human habitation, treatment plant worker exposure,
local air quality, and local meteorological conditions.

Air emission regulations are expressed either in
terms of permissible emission rates (Ib/day or lb/hr)
or projected ground level concentrations (mg/m3). If
the plant’s emission rate is unacceptable, then
column or plant process design may be changed to
bring the plant into compliance.
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Trough - Typa Distnbutor

Figure 6-14. Distributor types.

Modifying PTA plants to dilute emissions to an
acceptable level is the least costly method of
achieving compliance with air regulations. Such
plant modifications include increases in tower
height, airflow rate, and exhaust gas velocity. [ these
steps are insufficient to achieve compliance, then a
vapor phase treatment componen: may be required.

The four methods used for vapor phase treatment of
VOC emissions are (1) thermal destruction, (2)
catalytic incineration, (3) ozone destruction, and (4)
carbon adsorption. The first three methods are not
used extensively. Thermal destruction is effective but
very expensive because of the high energy
requirements. Catalytic incineration, depicted in
Figure 6-18, lowers the energy requirements of the
thermal destruction process. However, catalytic

incineration is not used widely because it is not
effective in eliminating low levels of chlorinated
organic compounds. To date, ozone destruction used
in conjunction with ultraviolet radiation has only
been evaluated on a pilot scale.

Carbon adsorption for control of VOC off-gases from
PTA is accomplished with a vapor phase GAC unit.
Currently, GAC is the most frequently used approach
to controlling these VOC emissions. Figure 6-19
shows a schematic diagram of a typical gas phase
unit. The heating element eliminates humidity,
which competes with organic compounds for the
available GAC. The specifications of a gas phase unit
depend on individual PTA system requirements,
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Oritice-type distributor plate for a packed column aerator.

including air-to-water ratio, influent concentration of
the VOC, and acceptable level of VOC emissions.

Carbon usage for gas phase control of VOCs from
aeration units is less than equivalent VOC controls
for the liquid phase GAC units. In addition, since gas
phase adsorption kinetics are faster than liquid
phase kinetics, the carbon bed size is reduced. Carbon
exhaustion is estimated either by using a mass
balance approach or monitoring with gas
chromatography or mass spectrometry.

6.3.4 Operation and Maintenance

Typically, packed columns are operated
automatically. Daily visits assure that all equipment
is running satisfactorily. Maintenance requirements
generally involve several hours per month to service
pump and blower motors and to replace air filters on

he blowers, if necessary. Some packed column
installations have reported operational difficulties
from the plugging of the packing material and
inadequate liquid distribution. However, most
installations report no unusual operational
problemsthe blowers, if necessary. Some packed
column installations have reported operational
difficulties from the plugging of the packing material
and inadequate liquid distribution. However, most
installations report no unusual operational problems.

6.3.5 System Performance

PTA is an effective and practical removal process for
several organic compounds applicable to water
treatment plants of all sizes, It is typically used for
systems drawing ground water. Larger plants using
PTA for radon removal have the added task of
properly managing the associated air emissions.

PTA effectively removes from drinking water most
compounds with high Henry's Law constants, which
includes most VOCs. PTA is the BAT for vinyl
chloride, which has an extremely high Henry's Law
constant; GAC and PTA are BAT for other regulated
VOCs. Table 6-7 lists examples of aeration’s remaval
effectiveness for trichloroethylene, vinyl chloride,
VOCs, and aldicarb.

6.3.6 System Costs

The cost of removing many organic compounds with
PTA, by itself, is well within the range of the cost of
delivering treated drinking water in the United
States, which typically costs from $0.26 to $0.40/m3
($1.00 to $1.50/1,000 gal of water). The cost of
controlling air emissions from PTA units
significantly increases total system costs.

Table 6-8 presents estimated costs of removing 95
percent of several VOCs and radon using PTA. As the
table indicates, costs in terms of cents per 1,000 gal of
treated water drop significantly as system size
increases. Of the VOCs listed in the table, the most
expensive VOC to remove with PTA is
dibromochloropropane, the least expensive is vinyl
chloride. Both vinyl chloride and radon are removed
equally as well using PTA, therefore the costs for
removing these contaminants are similar.
Approximate costs per home per year are presented
in the table for each of the contaminants.

The capital cost elements for PTA systems include
the tower or column, internal column parts, packing
material, blower(s), clearwell, booster pump(s), and
any associated piping. Site-specific costs may include
a raw water holding tank, restaged well pump,
blower building, chemical facility, noise control
installation, and air emission control.

The cost of vapor phase controls to manage air
emissions from PTA operations can strongly
influence plant design and total costs. EPA research
indicates that adding a vapor phase carbon
adsorption unit will double the costs of PTA. Carbon
adsorption units have significant capital and
operation and maintenance cost components,
including costs for carbon contactors, initial
activated carbon material, gas heaters, and
installation.
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Tabla 8-6.  Typical Air Stripping Design Par s for R lot13C ly Occurring Volatile
Organic Chemicsls®
Henry's Law Air Sinpper Height Diamater of Packed
Compound Caonstant Air-to-Water Rato {leet)® Column (leet)
Trchloroathylena 0.116 29.9 38.03 38.03 8.10
Tetrachloroethylene 0.295 11.8 43.77 597
Carbon tetrachionde 0.556 6.2 44.88 4.95
1,1,1-Trichlorosthane 0172 20 40.06 7.07
1,2-Dichiorosathytensa 0.023 1506 3347 14,89
Dichloromethane 0.048 71.59 2861 11.12
cis-1,2- 0.093 arao 34.88 8.73
Dichiorosthylene
Vinyl chioride 265.000 0.013¢ §9.58 1.90
Benzene 0.106 32.69 36.25 8.37
Toluene 0.117 29.62 39.04 8.07
m-Xylens 0.083 37.26 40.49 18.34
Chiorobenzene 0.069 50.29 37.60 22.74
1,2-Dichlorcbenzena 0.090 38.67 4045 8.88
2 Water flow rate - 2.16 MGD (8.17 mlday), inlet water concentratan - 100.0 pg/L, water treatment objective - 1.0 pg/iL,
ar-stnpper temperature - 50 °F (10°C), ar-stnpper packing pressure drop - 50.0 (N/m2)im packing, an- sinpper
packing - 3-inch plastic saddles
b1 ft = 03m.
¢ Theoretical calculaton based on the extremety high Henry's Law constant.
Source: Critenden et al. (1988).
100
1.2-Dichioroethane Packing Hesght, ft
Chioroform 35
g0 b 95 Parcent Remaval |_'
- ! Temperature: 55° F
E 30
£ wf i
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a 20 =
20+ o 15
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1 L 1 1 1 "]
0 2000 40y 601 801 1001 1201 \\
AW Rano 5 Sile A (T9°F)
0 | I | | | |
Figura 6-15. Effect of compound on pach iumn deslg 50 75 go 95 975 99 995 998
Remaoval Eficiency. %
Figure 6-16. Packing haight vs. removal efficiency for

trichloroethylene.
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Blower

Filter/Mixer

Figure 6-18. Schematic of catalytic Incineration process.
6.4 Powdered Actlvated Carbon Plus
Conventional Treatment

The PAC process is based on the same principles of
adsorption as GAC. However, PAC is not a granular
filter medium; rather it is a powder added directly to
the water at one or more points during the treatment
process. Typically, PAC can be added during
coagulation, flocculation, sedimentation, and
filtration. The addition of PAC:

® [mproves the organic removal effectiveness of
conventional treatment processes

® Addresses short-term and emergency problems
with conventional treatment systems

® Actsasacoagulantaid

® Removes taste and odor

PAC isalso an attractive treatment technology
because it is less expensive than GAC in addressing
seasonal problems, is easily started and stopped,
creates no headloss, does not encourage microbial
growth, and has relatively small capital
requirements.

The chief disadvantage of this process is that some
contaminants require large dosages of PAC for
removal. Another disadvantage is that PAC is
suitable only for conventional treatment systems.
PAC also requires specific system hydraulics, space,
and sludge-handling practices. PAC has proven
ineffective in removing natural organic matter, due
to the competition from other contaminants for
surface adsorption and the limited contact time
between the water and PAC. In addition, PAC
adsorption is not amenable to basin-mixed flow

Secondary
Asr Addition

reactions (as opposed to column-mixed flow
reactions).

The rest of this section discusses PAC application
techniques, including the Roberts-Haberer process
and the fluidized-bed adsorber (Section 6.4.1), design
considerations (Section 6.4.2), and system
performance (Section 6.4.3).

6.4.1 PAC Application Techniques

Two potential techniques for improving PAC’s
effectiveness for organic contaminant removal are
the Roberts-Haberer process and the fluidized-bed
PAC adsorber.

Roberts-Haberer PAC Process

The Roberts-Haberer process uses an upflow filter
composed of foamed polystyrene beads having a
specific gravity of less than 0.1. Figure 6-20 shows a
simplified diagram of the three-phased process.
During the conditioning phase, water recirculates
through the filter media to allow the PAC to adhere.
During filtration, the media act as a combination
upflow filter and activated carbon adsorber. When
the PAC is exhausted, it is released to the drain
through the backwashing process. The Roberts-
Haberer process used with coagulation is especially
effective with low turbidity influent or combined
with the sedimentation process. It can also provide
flocculation for a system.

The reported advantages of the Roberts-Haberer
process include:
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Figure 6-19. Vapor-phase carbon system for it of exh alr.
T o R ® Increased SOC removal if used after coagulation,
TlebT: System: ot EH for:PIA due to the removal of high molecular weight
substances by coagulation
TCE

® A full-scale redwood slale tray aerabon plant with a 3.8
MGD capacity at an ar-to-water ratio of 30:1 achieved
50 to 60 percent reductons from mitial TCE nfluent
concentrabons of 8.3 to 39.5 pglL.

e A full-scale multiple tray aeration unit with a 8 MGD
capacity achiaved 50 percent reductions from inital TCE
influent conceniratons of 150 pg/L.

® A full-scale packed lower agration column plant using
ground water al an air-tg-water rabo of 25:1 achieved 97
to 99 percent reductions from imbal TCE nfluent
concentrabons ranging from 1,500 to 2,000 ug/L.
Vinyl Chionde
® A piol packed tower aeralor, with 3°C influen!, achieved
up 10 89.27 percent remaval of vinyl chioride.
® A spray tower aeration unit removed vinyl chionde from
ground water with VOC concentrations of 100 1o 200
HoL.
®  Ann-well aeraton umit with an ar-hft pump acheved 97
percant removal of vinyl chionde.
Aldicarb
®  Agravon was lound to be ineffective in reducing lavels of
aldicarh becausa of is low Henry's Law constant.
VOCs
® A lour-stage aeration design with four shower heads and

a pressure drop of 10 psi achreved 99.9 percent VOC
remaval

® Reduced PAC use because of the increased
contact time

® Quicker adsorption and increased utilization of
carbon, relative to the GAC process, due to the
small size of the carbon particles

® Decreased carbon use relative to the GAC process

® [mproved filtration efficiency by removing THM
precursors prior to filtration and allowing
prefiltration chlorination, which reduces the
microbial presence on the filter

® Minimal bacterial growth because of the
frequency of backwashes

¢ Increased ability to accommodate multiple
objective water treatments

¢ Eased recovery or modification of PAC
application

Fluidized-Bed PAC Adsorber

This experimental method processes water through
flocculated carbon, which extends the contact period.
The strength of the flocculated carbon particles
increases the carbon’s longevity for treatment
purposes. Floc strength must be balanced with
particle breakup, which increases carbon surface
area and, therefore, adsorption of contaminants.
Because fluidized-bed PAC adsorbers are relatively
new, more research is required for a full evaluation.

6.4.2 System Design Considerations

The primary design considerations for instituting
PAC are dosage, contact time, and points of
application. Dosages commonly are less than 100
mg/L but can range as high as 300 mg/L, and the
minimum contact time is usually 0.25 hour. PAC
points of application customarily are (1) before the
rapid mix process, (2) after rapid mixing but before
flocculation, or (3) after flocculation and before
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Table 6-8.

Costs by System Size

Coat for 39 Percent Removal of Several VOCs and Radon Using Packed Tower Aeration ($1989)

System Capacity (MGD) 0.1 0.5
Average Daly Fiow (MGD) 0.032 0.22
Populabon Served 500 1,500
Dibromochloropropane

Capnal Cost 106,000 420,000
Annual O&M Cost 4,500 25,000
Total Cost ($/1.000 gal)s.0 1.90 0.90
CosvHome/Yeare 175 165
Trichloroethylene

Capial Cost 85.000 210.000
Annual O&M Cost 2,700 10,800
Total Cost ($/1,000 gal) 1.10 0.45
CosvHome/Y ear 75 70
VinyliChloride/Radon

Capital Cost 54,000 148,000
Annual O&M Cost 1,600 6,800
Total Cost ($/1,000 gal) 0.70 0.30
CostHome/Year 50 45

1.0
04
3.000

636,000

50.000
0.85

160

318,000

21,200
0.40

65

210,000

16.700
0.25

40

10.0
4.32
22,000

5,700,000

460,000
0.80

155

2,100,000

201,000
0.30

60

1.484.000

106,000
0.20

35

50.0
22,65
100,000

5,600,000

329,000
0.12

30

10,100,000
830,000
0.25
&0

5.830.000

477,000
0.15

30

2 Total cost 1s calculated based on amorbzing the capital cost over 20 years at 10 percent interest rate, adding the annual

O&M cost, and dwiding by tha total annual flow.
© 1,000 galions = 3.78 m3,

¢ Cost per home per year is calculated based on lotal cost per year divided by the number of homes served using 3.0

people per home.

Conditioning Filtration

PAC —_

st i B

Figure 6-20. Schematic of the Roberts-Haberer process.

sedimentation. Figure 6-21 is a schematic diagram of
PAC usage.

6.4.3 System Performance
Adding PAC to conventional treatment systems can
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process with and without PAC for 15 organic
compounds, including two VOCs and 13 SOCs.

Backwash

\

6.5 Diffused Aeration

The diffused aeration system bubbles air through a
contact chamber for aeration; the diffuser is usually

-

greatly improve their performance in removing
certain organic chemicals. Table 6-9 compares
removal efficiencies of the conventional treatment

located near the bottom of the chamber. The air
introduced through the diffuser, usually under
pressure, produces fine bubbles that impart water-air
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mixing turbulence as they rise through the chamber.
Diffused aeration units are designed to serve either
point-of-use or plant situations. Figure 6-22 depictsa
plant-scale system. Figure 6-23 shows a home-scale
aeration system.

Table 6-9. Typical Performanca of Conventional
Treatment Processes without and with PAC
Conven-
tional
Treatment
without Conventional Treatment
PAC with PAC
Parcent Dosage Percent
Compound Remaoval (mg/L) Remaval
vOCs
Carbon letrachionde -4 9.6-30.0 0-25
1.1,1-Trchioroethane - 7 40-65
50Cs
Acrylamide 5 8 13
Alachior <50 4-34 36-100
Carboluran 54-79 9-25 45-75
a-Dichlorobenzene -2 8-27 38-95
24D 0-3 11-306 69-100
Ethyibenzens - 8-27 33->99
Heptachior 64 11-97 53-97
Lindane 10-20 2:34 82.97
Monochlorobenzene - 8-27 14->99
Toluene -2 8-27 0-67
2.4.5-TP B3 1.5-17.0 82-99
Toxaphena - 1-44 40-99
Xylenas - 8-27 60->99

2 |nformation not available.
Source: Miltner and Fronk {1985).

The main advantage of diffused aeration systems is
that they can be created from existing structures,
such as storage tanks. This type of aeration, however,
is less effective than PCA and is generally used only
in systems with adaptable existing structures.

6.5.1 System Design Considerations

The critical process design considerations for diffused
aeration units are:

Diffuser type and air bubble size
Chamber depth: 1.5to 3 m (5to 10 ft)
Air-to-water ratio: 5:1 to 15:1
Detention time: 10 to 15 minutes
Chamber hydraulics

One of the most important diffuser design
considerations is the air introduction method and the

resultant bubble size. Air diffusers use porous plates
or tubes, or perforated pipes placed along the bottom
or sides of the chamber. Chamber hydraulics affect
the uniformity with which the aeration process takes
place and, therefore, the completeness of removal.
Baffling that achieves plug flow conditions followed
by mixing is the general method of assuring proper
chamber hydraulics.

6.5.2 System Performance

Table 6-10 presents removal effectiveness data of
diffused aeration for five VOCs and nine SOCs. The
removal rates, ranging from 11 to 95 percent, are
based on diffused aeration units with air-to-water
ratios of 5:1 to 15:1 and contact times of 10 to 15
minutes.

6.6 Multiple Tray Aeration

Multiple tray aeration directs water through a series
of trays made of slats, perforations, or wire mesh. Air
is introduced from underneath the trays, either with
or without added pressure. Figure 6-24 is a diagram
of a redwood slat tray aerator.

Multiple tray aeration units have less surface area
susceptible to clogging from iron and manganese
precipitation than PTA. However, this type of
aeration is not as effective as PTA and can experience
clogging problems, in addition to biological growth
and corrosion problems. Multiple tray aeration units
are generally available as package systems.

6.6.1 System Design

The principal design considerations for multiple tray
aeration are tray type, tray height, pressurized or
unpressurized air flow, and air-to-water ratio. Trays
are usually made from wood or plastic and range in
stack height from 3.6to 4.8 m(12to 16 ).
Pressurized air flow is used to increase the air-to-
water ratio, with the typical ratio being 30:1.

6.6.2 System Performance

Slat tray aeration with an air-to-water ratio of 30:1
and a tray height of 3.6 to 4.8 m (12 to 16 ft) has
achieved 30 to 90 percent reductions of
trichloroethylene and 20 to 85 percent reductions of
tetrachloroethylene.

6.7 Emerging Applications of Treatment
Technologies for Organic
Contaminants

This section discusses seven emerging water

treatment technologies that hold promise of

becoming BATs for removing organic contamination,
including:
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Chemicals - Powderad Activated Carbon

o

Disinfectant

Filter Aid

Rapid Mix Floccuiabon

Figure 8-21.

Schematic of PAC adsorption process.

Figure 6-22. Schematic of a plant-scale diffused aaration
process.

Oxidation including ozone and advanced
oxidation processes

Reverse osmosis

Mechanical aeration

Catenary grid aeration

Higee aeration

Resins

All of these technologies require extensive laboratory
and field testing before becoming BATs.

6.7.1 Oxidation Including Ozone

Oxidation is usually accomplished with either
chlorine, chlorine dioxide, ozone, or potassium
permanganate. Complete oxidation reactions also
destroy organic contaminants. Incomplete oxidation
reactions, however, produce by-products, most of
which are biodegradable and some of which may pose
health risks.

Chlorination, the most widely used disinfection, is
used routinely for oxidation (e.g., breakpoint
chlorination). Unfortunately, THMs and other
halogenated by-products are known to be formed
during chlorination. Other oxidation agents and
processes that do not pose this problem are being
studied as agents to reduce levels of halogenated
organic contaminants.

“e -

Filtrabion

Ozone is widely used in Europe and is gaining
substantial interest in the United States. A 600-
MGD direct filtration plant in Los Angeles,
California, is employing preozonation to enhance
turbidity removal and filter longevity. Three
advanced oxidation processes for treating organic
contamination are currently being tested: (1) ozone
with high pH levels, (2) ozone with hydrogen
peroxide, and (3) ozone with ultraviolet radiation.
Each of these processes forms the hydroxyl free
radical, which has an oxidation potential about 30
percent higher than molecular ozone. These processes
combine organic compound removal with
disinfection, and taste and odor control.

Ozone with High pH Levels

Ozone, at low pH levels (less than 7), reacts primarily
as the O3 molecule by selective and sometimes
relatively slow reactions. Ozone at elevated pH
(above 8) rapidly decomposes into hydroxyl free
radicals, which react very quickly. Many organic
compounds that are slow to oxidize with ozone,
oxidize rapidly with hydroxyl free radicals.

The alkalinity of the water is a key parameter in
advanced oxidation processes. This is because
bicarbonate and carbonate ions are excellent
scavengers for free radicals. Consequently, advanced
oxidation processes are incompatible with highly
alkaline water. In addition, carbonate ions are 20 to
30 times more effective in scavenging for hydroxyl
free radicals than bicarbonate ions. Therefore,
ozonation at high pH should be conducted below 10.3
at which level all bicarbonate ions convert to
carbonate ions.

Ozone with Hydrogen Peroxide (the Peroxide
Process)

The combination of ozone with hydrogen peroxide
much more effectively reduces levels of
trichloroethylene (TCE) and tetrachloroethylene
(PCE) than ozone alone. Table 6-11 shows design
criteria and assumptions for a full-scale
ozone/hydrogen peroxide plant.

A significant advantage of the peroxide process over
GAC and PTA is the absence of vapor controls
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Figure 6-23. Home diffused aeration system.

because the contaminants are destroyed, not merely
removed from the water, Table 6-12 compares annual
costs for four system types: aeration, aeration with

Tabie 8-10. Typical Performance of Diftused Aeration gas-phase GAC, liquid-phase GAC, and an advanced
Compound % Removal oxidation process.
VOCs
Thchiontiens bdon Ozone/Ultraviolet
Tatra; ’ 7393 In ozone/ultraviolet (UV) treatment, ozone catalyzed
1.2-Dichiomethane A&i7 by UV oxidizes organic substances. This process
) breaks down the saturated bonds of the contaminant
11-Dichioroethylens i molecules. Typical contact time is 0.25 hours. Table
1.1,1-Tnchioroethane 58-90 6-13 presents system removal efficiencies with 0.25-
hour contact times and varying ozone dosages for 13
SOCs SOCs. A major advantage of this system is that it
Carboturan 1-20 does not produce any THMs. These systems also do
1,2-Dichioropropane 12-79 not require waste disposal because the contaminants
c13+1.2-Dichlorosthylene 32-85 are destroyed.
ns:1.2-Dichioroath 7- There is some concern about the completeness of the
:_ans i o0 o ::4:: ozone/UV oxidation process and the intermediate
breakdown products. If oxidation is incomplete, some
Ethyloanzene 24:89 of the compounds produced in the intermediate
reactions may still be available to form THMs. The
Monochiorobenzene 14-83 influent contaminant profile also affects the
Toluene 22-89 performance of these systems. However, if oxidation
Xylenas 18-89 is followed by a biological filtration step, particularly
Source: Miltner and Fronk (1985). GAC on sand or GAC adsorber, these oxidation

products are mineralized into carbon dioxide and



Treatment of Organic Contaminants 123

Multiple tray serator; Norwalk, CT.

water. Consequently, THM formation potential and
TOX formation potential are lowered.

6.7.2 Reverse Osmosis

Reverse osmosis is a proven technology for the
removal of inorganic compounds. The process is fully
described in Section 7,3.3. Reverse osmosis also is
effective in removing THM humic and fulvie acid
precursors, pesticides, and microbiological
contaminants (viruses, bacteria, and protozoa). This
treatment has been shown to remove VOCs with low
molecular weights. Table 6-14 presents performance
data for reverse osmosis units operating at about 200
psifor 7 VOCs and 16 SOCs.

6.7.3 Mechanical Aeration

Mechanical aeration systems use surface or
subsurface mechanical stirring mechanisms to create
turbulence to mix air with the water These systems
effectively remove VOCs but are generally used for
wastewater Lreatment systems. Surface and
subsurface aerator designs are shown in Figure 6-25
(Roberts and Dandliker, 1982),

Mechanical aeration units consume large amounts of
space because they demand long detention times for
effective treatment. As a result, they often require
open-air designs, which may freeze in very cold
climates. These units also have high energy
requirements. Mechanical aeration systems,
however, are easy to operate and are less susceptible
to clogging from biological growth than PTA.

6.7.4 Catenary Grid

Catenary grid systems are a variation of the PTA
process. The catenary grid directs water through a
series of parabolic wire secreens mounted within the
column, above which turbulence is created. The
screens mix the air and water in the same way as the
packing materials in PTA systems. Figure 6-26
depicts a sample unit. :

These systems can achieve VOC removal rates
comparable to PTA systems. Catenary grid units
require more airflow and, thus, have higher energy
requirements than PTA systems. They also have
shorter aeration columns with smaller diameters.
Their more compact design lowers their capital cost
relative to PTA.

Catenary grid systems, however, have limitations.
Limited data are available concerning this system'’s
removal effectiveness for a wide variety of organic
compounds. Also, the procedure for scaling systems
up from pilot plants to full-scale operations is not
fully developed.

The principal design considerations for catenary grid
systems are air-to-water ratio, number of screens,
and hydraulic loading rate. Removal efficiency
improves with increases in air-to-water ratios and
increasing number of screens in the column,

6.7.5 Higee Aeration

Higee aeration systems are another variation of the
PTA process. These systems pump water into the
center of a spinning disc of packing material to
achieve the necessary air and water mix (Glitsch,
Inc.). By design, the packing material has a large
surface area per unit volume. Air is pumped
countercurrently toward the center from the outside
of the spinning dise. Simultaneously, water flows
from the center of the disc and mixes with the air (see
Figure 6-27).

Higee units require less packing material than PTA
units to attain equivalent removal efficiencies. They
require smaller air volumes and can process high
water flows in a compact space. The Higee unit’s
compact size permits its application within
constrained spaces and heights. Current Higee
systems are best suited for temporary applications of
less than | year with capacities up to 6.3 L/sec (100
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Figure 6-24.

Schematic of a redwood slat tray aerator.

GPM). Few data are available concerning the organic
compound removal efficiencies of Higee systems,

6.7.6 Resins

In this process, synthetic resins are used in place of
GAC to remove organic compounds by adsorption.
Their performance varies with resin type, EBCT, and

regeneration frequency.

The advantages of resins include shorter EBCT
requirements and longer operational life, relative to
GAC. Also, resins can be regenerated on site with
steam. However, wastewater from this process can be
difficult to manage properly because of its high
concentrations of hazardous constituents (Ruggiero

and Ausubel, 1982).

Resins are more costly than GAC, costing up to
$0.02/g (310/1b), compared to less than $0.01/g

($0.80/1b) for GAC.
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Table 6-11. Design Parametars for Paroxide-

Ozane Treatment Plant and Table 6-12. Comparison of Annual Treatmant Costs for

Assumptions for Cost Comparisons Removal of PCE and TCE from Ground Water
Parameter Value Agration Peroxide
. with Gas- Liquid Qzone
Plant flaw-GPM 2000 Phasa Phase  Advanced
TCE concentraton - pg/lL 200 GAC GAC  Owdaton
PCE concentration - pg/L 20 Cost Type Aeration Adsorpion Adsorption  Process
Capital cost (annual- 48,400 108,000 192,500 35,000
Reacton tank capacity - gal 6,000 ized, 10 yoars, 8%)
. e Operating and 30,200 78,200 13.900 63.900
H tign time - 3
Hyr.lrauhc dei:n on time - min ) 2 et
ORENOH Tl AN~ AT GAC replacement NA 105100 210400  NA
costs
- 4
Qagng dosags - . Total annualized 78,600 291400 416,800 98.900
Ozone generator capacity - It/day 100 costs
Peroxide dosage - mg/L Z Dollar cost per 1,000 (0.075)  (0.277)  (0.397)  (0.094)
gallons (based on
Peroxide storage - gal at 50 percent 1,000 2.000-gallon flow)
concentration NA = not available.
1,000 gallons = 3.78 m?
Assumphons Source: Aieta et al. (1988).

The treatment plant 1s to be built for one well with a capacity of
2,000 GPM (126 L/s).
® The TCE concentraton of the ground water being pumped

remains constant for 10 years. Al the end of this ume, all Table 6-13. Typical Performance of Ozonation Process

the TCE has been extracled and the treatment plant 1s no Compound Dosage (mg/L) Percent Removal

longer needed. S0Cs
e  The rate of inlerast remaing at 8 parcent lor 10 years, Carboturan 9 100

The capital cost of the agueous-phase GAC treatment plant 1,2-Dichloropropane 0.9-6.0 8-22

18 $1.3 million. cis-1,2 210 87-93
®  The capital cost of the ar-stnpping treatment plant alone ia Dichloroethylene

$325,000. trans-1,2 0.9-6.0 100
e The capital cost of the treatmant plant for air stripping plus Dichloroethyleng

gas-phase GAC adsorpton i3 $725,000. o-Dichlorobanzena 9 a8
e The annual operating cost of each system is the power Ethylene dibromide 0.9-6.0 8-9

requirement plus one quarter of a person-ysar for Ethylbenzena 1.5-9.0 47-95

maintenance. Heplachior 17 1002
®  The cost of power (3 $1.08b. Heptachior epoxide 17 26
@ The cost of hydrogen peroxide i1s $1.08/b. Lindane 0.4-150.0 0-100
: m : ;?;:;55 ,3:::‘5 Monochiorobenzena 0.4-8.0 86-98
Source: Aiela at al. (1988a). Tolusne 1.5-12.0 49-98

Xylenas 1.5-12.0 54-98

2 Oxidaton of heptachior produces heptachior epoxide, which 1s
relatively stable to further cxidaton,
Source: Miltner and Fronk (1985).
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Table 8-14, Typical Performance of Reverse Osmosis DWBD
Process
Compound Percent Removal
vOCs
1,2-Dichioroathane 15-70
1,1,1-Trichioroathane 15-100
Carbon tetrachioride 95
TieeRaere aie = h.lsn?wucal o Surfac; a-eramr
Tetrachioroathylana 70-90
Benzens 2-18 Drive
u' E | Compressor

p-Dichlorobenzene 010 f_l_—n

-
50Cs ] -
Acrylamide 0-97 ]
Aldicard 94-99 ¢
Alachlor 100 . l Air
Carbofuran 86-99 1 ;‘;j:; "—"C-'__{‘:k_,-:l
1.2-Dichioropropane 10-00 70 2 RIS, SO | T
c15-1,2-Dichloroathylene 0-30 Submerged Turbire Aerator

Source: Roberts and Dandhker (1982).
trans-1,2-Dichloroethytans 0-30
24-D 1-65
o-Dichlorobenzena 65 Figure 6-25. S of haninal o
Ethylbanzene 30
Ethylene Dibromide a7-84
Lindane 50-75
Mathoxychior >90
Monochiorobenzena 50-100
PCBs 95
Xylenes 10-85

Source: Miltner and Fronk (1985),



Treatment of Organic Contaminants

127

Fluidized Zone &
\ 7 .

Cawenary Grid —\

Trealed Water Raw Waier
Sample Collector Aotametar

Manometer for
Air Flowrate Measuremant —\

Blower 7 % E

Raw Water
Sample Tap

Trealed Water
Sample Tap

Water Flow
Metening Vaive

Raw Water
From Well

Treated Water to Drain

Figure 6-26. Catenary grid systam.



128 Upgrading Existing or Designing New Drinking Water Treatment Facilities
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7. Treatments for Inorganic Contaminants

This chapter describes the technologies available for
removing inorganic contaminants from drinking
water. [norganic contaminants tend to come from
natural sources and, therefore, are more predictable
in behavior and composition than organic
contaminants that come from manmade sources.
Inorganic contaminants are classified as cationie,
anionic, or neutral and occur as atoms, ions, or
molecules. The two most significant properties
affecting the removal of inorganic contaminants from
water are valence and solubility in water,

The most common treatments for inorganic
contaminants are:

Precipitation

Coprecipitation

Adsorption

fon exchange

Membrane separation by reverse osmosis or
electrodialysis

A combination of two or more of the above five
technologies

Other treatments for removing inorganic
contaminants include:

Distillation
Evaporation
Oxidation/Reduction
Air stripping
Biological treatment

EPA has specified best available technologies (BAT)
for three inorganic contaminants, including:

e Corrosion control for lead
® lon exchange or reverse osmosis for nitrate
® [on exchange and reverse osmosis for radium

It is expected that aeration will be designated as BAT
for radon. Corrosion control targets lead as a
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corrosion by-product. Lead, when found in source
water, requires conventional or other treatment such
as reverse osmosis and ion exchange.

Twelve inorganic contaminants are presently
regulated under SDWA: lead, radium. nitrate,
arsenie, selenium, barium, fluoride, cadmium,
chromium (total), mercury, silver, and strontium-90,
Lead is not typically found in source water, but
rather at the consumer’s tap as a result of corrosion of
the plumbing or distribution system. The other
contaminants are found regionally for a variety of
reasons. Radionuclides are of particular concern
because few utilities currently test for other than
radium and EPA has found them to be more
prevalent than previously determined.

This chapter presents two distinct approaches to
water treatment for inorganic contamination: (1)
preventing inorganic contamination of linished
water and/or (2) removing inorganic contaminants
from raw water. Section 7.1 discusses corrosion
control, the primary method for minimizing
inorganic contamination of finished water. The major
focus of this subsection is lead. Section 7.2 describes
treatment options for removing inorganic
contaminants from raw water. Appendix D provides
case histories on corrosion control and treatment
methods to remove inorganics

7.1 Techniques for Controlling

Corrosion

Lead is found in drinking water chiefly because the
metals used in water distribution systems, home
plumbing, and appliances, such as water coolers,
corrode. These metals generally are not found in
significant amounts in source waters, but rather at
the final point of use. Zinc, copper, and iron also are
commonly present in water as corrosion products.
Cadmium has been found in water systems with new
galvanized pipe. Lead and cadmium are toxic at low
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concentrations; copper and zinc are toxic only at
much higher levels. Because of its ubiquity and
toxicity, lead is the corrosion product of most concern.
Cadmium also has significant health implications,
but it is not as widespread in drinking water as lead.

Lead levels in drinking water are minimized with
corrosion controls. The current lead MCL applies to
finished water from a treatment plant. New lead
regulations may include an MCL at the consumer's
tap. While corrosion is recognized as a critical factor
for proper management of any water system, the lack
of a standard measure of corrosion has thwarted
development of uniform controls.

7.1.1 The Problem of Corrosion

Corrosion occurs because metals tend to oxidize when
in contact with potable water and form stable solids
on metal surfaces. All metals in contact with water
will corrode to some extent. Corrosion has
implications for health, costs, and aesthetics.
Drinking water contaminated with metals adversely
affects human health. Corrosion reduces the useful
life of water distribution systems and household
plumbing, and is thus responsible for higher costs
due to problems with:

® Pumping caused by narrowed pipe diameters
resulting from corrosion deposits

® Pumping and water production caused by
corrosion holes, which reduce water pressure and
increase the amount of finished water required to
deliver a gallon of water to the point of
consumption

® Water damage caused by corrosion-related pipe
failures

® Replacement frequency of hot water heaters,
radiators, valves, pipes, and meters

o Customer complaints of color, staining, and taste
problems

® Repairs for pipe leaks and breaks

Lastly, corrosion can produce conditions that promote
microorganisms that cause disagreeable tastes,
odors, slimes, and further corrosion.

All water is corrosive to some degree, but water that
18 acidic will have faster corrosion rates. Many
naturally occurring acidic waters are also soft. Soft
water is generally defined as water with less than
100 mg/L of calcium as calcium carbonate (CaCOj3);
acidic water has a pH of less than 7.0.

The degree of corrosion is determined primarily by
the characteristics of the metal and water, and the
nature and duration of the contact between the two.
Table 7-1 summarizes the factors affecting drinking
water corrosivity. Water treatment processes can
change water quality characteristics that
significantly affect the water's corrosion potential,

For example, pH is lowered with the use of
coagulants or disinfectants, Other treatment
processes affect water chemistry parameters such as
disinfectant residual, hardness, and alkalinity,

Table 7-1. Factors Affecting the Corrosivity of Drinking

Water
Factor Etfect on Corrasivity
pH Low pHs generally accelerate corrosion.

Dissotved Dissolved oxygan in water induces active corrosion,
oxygen parucularty of ferrous and copper matenals.

Fres chionne The presance of free chlonne in waler promotes

residual corrosion of ferrous melals and copper.

Low There 15 insuflicient alkahnity to il corrosion
buttering actvity,

capacity

High A molar rato of strong mineral acids much above 0.5

halogen and  results in conditions lavorabie (o pithng  corrosion

sulfate- (mostly in iron and copper mpe).

alkalinity

rauo

Total Higher concentrahons of dissalved salts increase

dissolved conductivity and may increasa cormosivenass.

solids Conductivity measurements may ba used 10 estimate
tatal dissolved solds.

Calcium Calcium can reduce corrosion by lorming protective
films with dissolved carbonate, parucularly with steel,
ron, or galvanized pipe.

Tanning Tannins may form protectve arganic hims over
metals.

Flow rates  Turbulence at high flow rates allows Oxygen 1o reach
the surface more easily, removes protective films,
and causes higher COMosion rates.

Metal iong  -Centain ions. Such as copper, can aggravate

corosion of downstream matenals. For example,
copper 1ons may increase (he corrosion of galvamzed
pipe.

Temperature High temperature 1NCreases Corosion reaction rales.

Rates High temperature also lowers the solubiity of calcium
carbonate, magnasium sikcates, and calcium sulfate
and thus may cause scaie lormauon in hol-waler
heaters and pipes.

Source. Adapted from Williams (1986).

The type of corrosion products present depends on the
metals compesing the solder, pipes, valves, meters,
and faucets in distribution and plumbing systems.
The most common metals used are steel, iron,
galvanized steel, copper, lead, brass, and bronze.
Zinc, cadmium, and some lead are present in
galvanized coatings. The most frequent sources of
lead are brass faucets, meters, pipe solder, and
valves. Lead is no longer generalily used for pipes, but
in older cities service connections between houses
and water mains still contain lead pipe. Many cities
have initiated lead service line replacement
programs to address this source.

While lead pipes have long been recognized as
hazardous, lead-based solder was used in the United
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States until it was banned in the 1986 SDWA
Amendments. This ban prohibits the use of solder
containing lead and the associated high lead levels
often found in newly constructed homes and in new
plumbing in existing homes. Precise estimates of lead
levels in drinking water resulting from lead-based
solders and fluxes vary. This stems from the
difficulty in consistently measuring lead levels from
the tap, especially if there is a brass faucet, which
contributes to lead levels as well. The method of
solder application affects the amount of lead
imparted to the water. Improper application, which is
difficult to determine in retrospect, allows solder to
flow on to the inner portion of the pipe, thus
increasing its area of contact with the water.

7.1.2 Diagnosing and Evaluating the Problem

There are dozens of types of corrosion, but the two
broad categories of particular concern in water
treatment are uniform and nonuniform corrosion.
Nonuniform corrosion shortens the useful life of pipes
and plumbing more quickly than uniform corrosion,
and is thus more of a problem for water systems. The
five most common types of nonuniform corrosion to
affect water systems are:

® (Galvanic - Occurs when two different metals are
joined together; the more electroch. mically
active of the joined metals will corrode. (See
Table 7-2 for relative activity of various metals
and Section 7.1.3.1 for discussion of this
characteristic.)

Tabla 7-2. Galvanic Series - Order of Electrochemical
Activity of Common Metals Used In Water
Distribution Systems

Matal Activity

Zing Mare Active

Mild stesl

Cast iron

Lead

Brass

Copper

Stanless steel Less Active

Source: U.S. EPA (1984).

® Pitting - Occurs as uneven pits or holes in the
pipe surface, which are undetectable until the
pipe fails. Pitting is usually caused by pockets of
corrosion initiated by tiny imperfections,
scratches, or surface deposits in the pipe.

® (revice - Occurs locally around gaskets, lap
joints, rivets, and surface deposits. It is caused by
changes in acidity, oxygen concentrations,

dissolved ions, and the absence of corrosion
inhibitors.

® Erosion- Occurs due to the removal of protective
coatings through high water velocities,
turbulence, sudden changes in flow direction, and
abrasive action of suspended solids or gases.

® Biological - Occurs in mechanical crevices or
accumulations of corroded materials due to the
interaction between the metal and bacteria,
algae, or fungi.

Most lead corrosion problems are diagnosed
indirectly. Risk factors that indicate potentially high
lead levels at the tap are:

@ The water distribution system or structure’s
plumbing is made of lead.

@ The structure's plumbing has solder containing
lead.

® The structure is less than 5 years old.

® The tap water is soft and acidic.

® The water stays in the plumbing for 6 or more
hours.

® The structure's electrical system is grounded to
the plumbing system.

The presence of any of these factors justifies further
investigation.

One direct method of measuring lead corrosivity of
water is to sample standing water from the
consumer’s tap. In addition, consumer complaints,
corrosion indices, sampling and chemical analysis,
pipe scale examination, and measurement of the
corrosion rate over time are all proxies for corrosion
contaminants.

7.1.2.1 Consumer Complaints

Many times a consumer complaint is the first
indication of a corrosion problem. Table 7-3 lists the
most common complaints and their causes. In
investigating the extent of the corrosion, complaints
can be plotted on a map of a water service area. Then
investigators can examine the construction materials
used in the water distribution system and in the
plumbing of the complaint areas. Random sample
surveys are commonly used to confirm the extent of
the corrosion problems flagged by these complaints.

7.1.2.2 Corrosion Indices

Corrosion related to calcium carbonate deposition can
be estimated using indices derived from common
water quality measures. The Langelier Saturation
Index (LSI) is the most commonly used and is equal to
the water pH minus the saturation pH. The
saturation pH refers to the pH at the water's calcium
carbonate saturation point, the point where calcium
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Table 7-3.  Typical Customer Complaints Due 1o Corrosion
Customer Complant Possible Cause

Red water or reddish-brown Comosion ol ron ppes or
stanng of fixtures and laundry  presence of natural iron in raw
waler

Corrosion of copper hnes

Suifide corrosion of copper or
won ines or precipitatons of
natural manganesa
By-products from microbial
achwity

Excessve scakng, tubercle
build-up from piting corrosion,
leak in system from piung or
other type of cormosion

Buildup of mineral deposits in
hot water system (can be
reduced by seting thermostats
to under 60°C [140°F})

Rapid detenoraton of pipes
from pitung or other types of
corrosion

Bluish stains on fixtures
Black water

Foul Laste andfor odors

Loss of pressure

Lack of hot water

Shon service life of household
plumbing

Source: Adapted from U.S. EPA (1984).

carbonate is neither deposited nor dissolved. Calcium
carbonate may precipitate and form a protective
layer on metals. The saturation pH is related to the
water's calcium ion concentration, alkalinity,
temperature, pH, and presence of other dissolved
solids, such as chlorides and sulfates.

The Aggressive Index (Al) is a simplification of the
LSI that only approximates the solubility of calcium
carbonate and may not be useful. The Ryznar
Stability Index (RSI), also a modification of the LSI,
uses visual inspections. MeCauley's Driving Force
Index (DFI) estimates the amount of calcium
carbonate that will precipitate based on the same
factors as the LSI.

Riddick’s Corrosion Index (CI) is distinct from the
LSI. [ts empirical equation incorporates different
factors to predict corrosion, such as dissolved oxygen,
chloride ion, noncarbonate hardness, and silica.
Appendix E provides the equations, descriptions of
test parameters, and interpretations of each index.

7.1.2.3Sampling and Chemical Analysis

Corrosion can also be assessed by conducting a
chemical sampling program. Water with a low pH
(less than B) is more corrosive. Temperature and total
dissolved solids can be important indicators of
corrosivity, although this varies case by case.

Proper sampling and analysis methods are essential
to obtain accurate and meaningful test results.
Determining whether lead is from a service pipe or
internal plumbing requires sampling at multiple

locations or getting accurate and precise samples
representing water in prolonged contact with the
suspected section of pipe (e.g., service line, soldered
joints). Experiments show that sample volume also
affects the amount of lead detected in tap water.
Other critical sampling elements include sampling
location, amount of water in each sample, flow rate of
sample, and the contact time of the water with the
metal. The amount of time the water remains in the
pipes significantly affects lead levels. Also, the time
of day is a critical factor in accurately assessing
sampling results. Early morning sample results will
reflect water that has been held in the pipes
overnight, while evening water samples may assess
water intermittently drawn by daily activities.

The age of the pipe solder has been shown to alfect
lead levels in water. One study found that 4 to 5
weeks after an application of lead-based solder, lead
levels declined by 93 percent from initial
measurements. The effects of solder age and the
length of time the water stands in the pipes are
illustrated in Table 7-4, Table 7-5, and Table 7-6 for
low, medium, and high water pH levels, respectively.

Tabie 7-4.  Percentage of Test Sitea with Lead in Drinking
Water Greater than 20 pg/L at Low pH (6.4 and
less)

Age ol

Test

Siea  First 10 20 30 45 80 90 120
(Years) Draw Sec Sec Sec Sec Sec Sec Sec

0-1  100% 100% 100% 100% 100% B6% 86% 88%
1-2 m n 86 -1 57 29 43 14

23 886 88 57 57 43 43 43 29
3-4 100 86 100 7 7 ral 29 29
4-5 88 57 29 43 43 43 14 0
6-7 78 44 33 33 n 1 11 0
g-10 M 29 14 14 14 14 0 0
1516 57 14 14 14 14 14 14 14

20and 86 27 29 0 14 o 14 0
oider

7.1.2.4Scale or Plpe Surface Examination

Pipe scale and the inner surface of pipes can be
examined by optical or microscopic observation, x-
rays, wet chemical analysis, and Raman and infrared
spectroscopy. Obviously the most practical and
economic method is simple observation. The other
methods require expensive equipment and highly
skilled personnel. Even simple observation, however,
requires taking sections of pipe out of service.
Chemical examinations can determine the
composition of pipe scale, such as the proportion of
calcium carbonate present that shields pipes from
dissolved oxygen and thus reduces corrosion.
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Table 7-5.  Parcentage of Test Sitea with Lead In Drinking
Water Greater than 20 pg/L at Medium pH
(7.0-7.4)
Age of
Tast

Site  First 10 20 30 45 60 90 120
(Years) Draw Sec Sec Sec Sec Sec Sec Sec

0-1 100% 90% 90% 60% 30% 20% 0% 10%

1-2 80 60 a0 10 20 0 10 0
23 40 20 10 10 10 0 0 0
34 50 20 20 30 20 30 30 20
4-5 0 10 10 0 10 0 0 0
8-7 10 0 0 0 0 0 0 0
g-10 20 0 1] 0 0 0 0 0
15-16 40 20 20 10 1] 0 0 0
20 and 20 0 0 0 10 0 0 0
older

Table 7-6. Percentage of Test Sites with Lead in Drinking
Water Greater than 20 pug/L at High pH
(8.0 and Greater)
Age of
Test

Site  Furst 10 20 30 45 60 90 120
(Yoars) Draw Sec Sec Sec Sec Sec Sec Sec

0-1  100% 100% 60% 10% 20% 10% 20% 0%

1-2 67 22 11 " " 0 " 0
2-3 30 10 10 0 0 0 0 0
34 25 0 0 0 0 0 0 13
4-5 30 10 0 0 0 0 0 0
6-7 20 0 0 "] 0 0 0 0
9-10 10 0 10 0 c 10 o 10
15-16 33 22 1" " 0 0 0 0
20and 20 0 0 0 ] 0 0 a

older

Chemical analyses and microscope assistance then
should be used to augment these findings.

7.1.2.5 Rate Measurements

The corrosion rate is usually expressed in thousands
of an inch (mils) per year (MPY). The three methods
for calculating this rate are:

e Coupon weight-loss
® [Loop system concentration increase
® Electrochemical rate measurement

The first two methods are much less expensive than
the third.

The coupon weight-loss method uses flat metal pieces
or test sections of pipes called coupons or inserts. The

flat coupons are commonly placed in the middle of a
pipe in the system. The coupons are weighed before
and after they are put in place and the recorded
weight loss is translated into a uniform corrosion rate
with the following formula:

534 X W

Rate of i PY) = ——————
te of Corrosion (MPY) DA

where:

W = weight loss in mg

D = density of the specimen in g/cm3

A = surface area of the specimen in sq in
T = exposure time in hours

This method can be used to monitor corrosion
progress over time or to spot check the corrosion rate.

The loop system weight-loss method is similar to the
flat coupon method, except that it uses actual sections
of pipe in the system instead of flat coupons. Loop
system corrosion rates are usually determined by
analyzing corrosion over a period of time.

Electrochemical rate measurement requires
expensive and sophisticated equipment beyond the
means of most smaller systems. In this method, two
or three electrodes are placed in the corrosive
environment, and instrumentation measures the
corrosion rate in MPY.

7.1.3 Corrosion Controls

If any of the tests described above reveal
unacceptably high levels of lead, then immediate
measures should be taken to minimize human
exposure until a long-term action plan is developed,
approved, and implemented. Some short-term
measures for water consumers are:

¢ Running the water for 1 to 3 minutes before each
use
Using only cold tap water for drinking or cooking
Using a home-scale reverse osmosis unit or other
treatment process, in extreme cases

e Using bottled water

Longer term solutions fall into six categories:

Distribution and plumbing system design
considerations

Water quality modification

Corrosion inhibitors

Coatings and linings

Use of only nonlead based solder for construction
and repairs

Replacement of lead pipes
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7.1.3.1 Distribution and Plumbing System
Design Considerations

Many distribution and plumbing system design
considerations will reduce corrosion. For example,
water distribution systems designed to operate with
lower flow rates will have reduced turbulence and
decreased erosion of protective layers. Other
measures that minimize corrosion include:

® Usingonly lead-free pipes, fittings, and
components

Selecting appropriate system shape and
geometry

Avoiding sharp turns and elbows
Avoiding dead ends and stagnant areas
Eliminating shielded areas

Providing adequate drainage

Selecting appropriate metal thickness
Using welded ends, instead of rivets
Reducing mechanical stresses
Avoiding uneven heat distribution
Providing adequate insulation
Providing easy access for inspection,
maintenance, and replacement
Eliminating the grounding of electrical circuits
to the system

To implement these measures effectively, local
plumbing codes may need to be modified.

Distribution system designers should base their
materials selection criteria on system water
characteristics. For example, water with low pH
levels and high dissolved oxygen levels corrodes
metals quickly. Concrete may be more appropriate
than metal in this case because, although concrete
dissolves under low pH conditions, the rise in
dissolved calcium in the water is not objectionable
and since concrete pipes are thick they have a longer
lifetime. Table 7-7 presents the corrosion properties
of common distribution system materials.

Metal electrochemical activity is the measure of a
metal's tendency to oxidize. When placed together,
metals with different activities create galvanic
corrosion cells. Therefore, if different metals must be
placed together, minimizing the differences in their
activity will lessen corrosion. Galvanic corrosion is
also avoided by placing dielectric insulating
couplings between the dissimilar metals.

While many corrosion control programs address the
lead content of pipes, solder, and other plumbing
components, they do not target lead-bearing
plumbing fixtures, such as brass faucets or valves.

Changing the composition of solder used in plumbing
is considered the most important factor in any lead
corrosion control strategy: In the past, solder used in
plumbing has been 50 percent tin and 50 percent

Table 7-7.  Corrosion Propaerties of Frequently Used
Materials in Watar Distribution Systems
Distnbuton Associated Potennal
Matenal Corrosion Resistance Contaminants
Copper. Good gverall corrosion Copper and possibly zinc,
ron resistance; subject 1o hin, arsemc, cadmum, and
corosive attack from high  lead from associated pipes
velocities, soft water, chlor-  and solder
g, dissoived oxygen, and
low pH
Lead Corrodes in water with low  Lead (can be wel above
pH and high alkalinites MCL3), arsenic. and
cadmium
Mild steel  Subyect to uniform Iron, resulting in lurbidity
corroson; alfected and reg-water complaints
pnmarily by high dissolvead
oxygen levels
Cast or Can be subject lo surface  lron. resulting in lurbidity
ductle iron  erosion by aggressive and red-water complaints
{unimed) walers
Galvamzed Subject lo galvanic corro-  Zinc and ron; cadmum
iron sion of zinc by aggressive  and lead (impurites in
walers; corrosion 1s galvamzing process may
accelerated by contact exceed pnmary MCLs)
with caopper
matanals,corrosion 1§
accelerated at higher
lamperatures as n hot-
water systems
Asbestos- Good corrosion resistance;  Asbesios libers
camaent immune 10 electrolysis;
aggressive walers can
l@ach calcwm from cement
Plastic Resistant to corrosion
Brass Fairty good: subject to Lead, copper, zinc,
dezincilicanon depanding arsenic
on the waler qualty and
alloy

AMCL = Maxmum contaminant level
Source: Adapled from U.S. EPA (1984),

lead. Alternative lead-free solders are availableat a
higher cost.

Two alternative solders are made from 95 percent tin
and 5 percent antimony or silver. The 1984 costs per
gram of standard lead-; antimony-; and silver-based
solders were $9.92, $17.64, and $44.09, respectively
($4.50, $8.00, and $20.00/1b, respectively). Plumbers
estimate that plumbing in an average residence
requires less than 1 |b of solder, which makes solder
costs relatively insignificant. However, these
alternative solders do not perform exactly the same
as lead-based solder For instance, both silver-tin and
antimony-tin solders are more difficult to work with
than lead solder because of higher and more narrow
melting ranges.

7.1.3.2Water Quality Modifications

Measures that change water quality to reduce
corrosion contamination, especially lead corrosion,
include pH and alkalinity adjustment, lime-soda
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softening, and adjustment of dissolved oxygen levels,
although altering oxygen levels is not a common
method of control. Any corrosion adjustment program
should include a monitoring component that enables
dosage modification in response to changing water
characteristics over time.

pH Adjustment

Frequently corrosion is mistakenly associated merely
with water acidity. The pH level plays a central role
in determining the corrosion rate and is relatively
inexpensive to control. Generally, water pH less than
6.5 is associated with uniform corrosion, while pHs
between 6.5 and 8.0 can be associated with pitting
corrosion. Systems using only pH to control corrosion
should maintain their water above 9.0 pH to reduce
the availability of hydrogen ions as electron
acceptors. However, pH is not the only factor in the
corrosion equation; carbonate and alkalinity levels
may affect corrosion as well.

By adjusting pH, alkalinity, and calcium levels,
operators can promote the precipitation of a
protective calcium carbonate (scale) coating onto the
metal surface of plumbing. While these protective
coatings build up over time, they are disturbed by:

e Water turbulence due to high velocities and flow
rates

e Stagnation of water causing prolonged periods of
contact

® Variations in the control of velocities, flow rates,
and stagnation

Calcium carbonate scaling occurs when water is
oversaturated with calcium carbonate. Below the
saturation point, caleium carbonate will redissolve
and at saturation, calcium carbonate is neither
precipitated nor dissolved. The saturation point of
any particular water source depends on the
concentration of calcium ions, alkalinity,
temperature, and pH, and the presence of other
dissolved materials, such as phosphates, sulfates,
chlorides, sulfides, and some trace metals. A coating
is usually attained through simple pH control, given
adequate concentrations of alkalinity and carbonate.
Adding lime or alkaline substances also promotes the
formation of calcium carbonate scale in most
systems. The Langelier or CCAP Indices are useful
for initiating this corrosion inhibiting strategy
because they estimate calcium carbonate saturation.
Further pH and/or carbonate and/or caleium
adjustments may be required to reach equilibrium, as
established by system monitoring.

Lime Softening

Lime softening, which is sometimes known as lime-
soda softening when soda ash is required in addition
to lime, affects lead’s solubility by changing the

water's pH and carbonate levels. Increasing pH levels
reduces the presence of hydrogen ions and increases
the presence of hydroxide ions. Hydroxide ions
decrease lead solubility by promoting the formation
of solid basic lead carbonates that passivate the
surface of the pipe. Similarly, elevating carbonate to
a certain level increases the presence of carbonate
ions, which, in turn, boost the presence of basic lead
carbonate or lead carbonate. However, continuing to
increase carbonate levels at a pH above about 7.5 will
increase lead solubility (see Figure 7-1). If carbonate
levels are the only other factors under consideration,
then the optimal pH range to avoid lead corrosion is
between 9.0 and 10.0.

T — T T T 7

Figure 7-1.  Solubllity of lead as a function of pH and

carbonate.
Source: Adapted from Schock and Wagner (1985).

Usually water carbonate levels are directly related to
water ulkalinity because alkalinity refers to the
water's ability to neutralize acids and the most
common base is dissolved inorganic carbon
(carbonate species). Atdrinking water treatment
plants, neutralization is performed primarily with
caleium and sodium hydroxides, although carbonates
may also be added. Carbon dioxide and water form
bicarbonate as the pH increases; when the pH
reaches 10.3, the carbonic species is expressed as
carbonate. Coordinating pH level with alkalinity
supplementation may reduce lead corrosion.
Optimum alkalinity levels are 30 to 60 mg/L as
calcium carbonate (CaCOj3).

Adjustment of both pH and alkalinity using lime-
soda softening is an effective method for controlling
lead corrosion. However, optimum water quality for
corrosion control may not coincide with optimum
hardness reduction. Water hardness is due mostly to
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the presence of calcium and magnesium ions. Lime-
soda softening reduces the presence of these ions by
adding hydrated lime (Ca(OH)g), caustic soda
(NaOH), or soda ash (sodium carbonate) under
certain water quality conditions. This technique has
been used to address water hardness, rather than
corrosion. Comprehensive water treatment, however,
must balance water hardness, carbonate, and
alkalinity, as well as corrosive potential.

In addition, pH levels that are well suited for
corrosion control may not be optimum for other water
treatment processes, such as coagulation or
disinfection. To avoid this type of conflict, the pH
level should be adjusted for corrosion control
immediately prior to water distribution, but after the
other water treatment requirements have been
satisfied.

Oxygen Levels

The other major water quality factor affecting
corrosion is the presence of excessive dissolved
oxygen. Dissolved oxygen increases water’s corrosive
activity by providing a potent electron acceptor. The
optimum level of dissolved oxygen for corrosion
control is 0.5 to 2.0 ppm. However, removing oxygen
from water is not practical because of cost. The most
reasonable strategy is to minimize the presence of
oxygen.

Minimizing dissolved oxygen ievels is effective for
ground-water supplies. Ground water is sometimes
aerated prior to treatment to address high levels of
iron, hydrogen sulfide, and carbon dioxide. This
aeration step eliminates free carbon dioxide, which,
in turn, reduces the amount of lime necessary in
lime-soda softening or for pH control; however,
aeration increases corrosion by increasing dissolved
oxygen. Consequently, excluding the aeration step
and increasing lime softening can effectively reduce
unnecessary and potentially counterproductive high
oxygen concentrations.

Oxygen requirements are also reduced by extending
the detention periods for treated water in reservoirs.
Longer detention times allow the oxidation of
hydrogen sulfide and organic carbon at the water
surface. In addition, correct sizing of the water pumps
used in the treatment plant minimizes the
introduction of air during pumping.

Other Modifications

The potential of other substances to affect lead’s
solubility has been investigated. Tests show that
adding sulfate, chlorine, and nitrate to water has
little impact on lead solubility and, thus, corrosion.
However, chlorine lowers pH, and chloramines (as
opposed to free chlorine) have been shown to increase
the solubility of lead-based solder. A few studies

indicate that some natural organic compounds
increase lead solubility; however, others have shown
that tannins reduce corrosion by forming protective
coatings on the metal surface.

7.1.3.3Corrosion Inhibitors

Corrosion inhibitors form, or cause to form, protective
coatings on pipes that reduce corrosion, but may not
totally arrest it. The success of any corrosion
inhibitor hinges on the treatment plant operator’s
ability to:

® Apply double and triple ultimate dosages of
inhibitor during initial applications to build a
base protective coat to prevent pitting. Typical
initial coatings take several weeks to form.

® Maintain continuous and sufficiently high
inhibitor dosages to prevent redissolving.

@ Attain a steady water flow over all the system's
metal surfaces for a continuous application of the
inhibitor onto all exposed surfaces in the system.

There are several hundred commercially available
corrosion inhibitors. Among the most common for
potable water supply stems are:

® Inorganic phosphates
® Sodiumsilicates
@ Mixtures of phosphates and silicates

These corrosion inhibitors can be applied with
normal chemical feed systems.

Inorganic Phosphates

Inorganic phosphate corrosion inhibitors include
polyphosphates, orthophosphates, glassy phosphates,
and bimetallic phosphates. Zine, added in conjunction
with polyphosphates or orthophosphates, also helps
inhibit corrosion in some cases. Phosphates can
inhibit excessive calcium carbonate scale formation,
form a protective coating with the pipe metal, or
prevent aesthetically objectionable corrosion by-
products. Water characteristics that affect the
efficiency of phosphate corrosion inhibition include:

® Flow velocity

® Phosphate concentration
® Temperature

L} pH

® Calcium

°

Carbonate levels

The effectiveness of potential phosphate inhibitors
should be confirmed by laboratory and field tests,

Glassy phosphates, such as sedium
hexametaphosphate, effectively reduce iron corrosion
at dosages of 20 to 40 mg/L. At lower dosages, this
glassy phosphate may merely mask corrosion by
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eliminating the red color associated with iron
corrosion. Under some circumstances, adding zinc in
dosages of about 2 mg/L improves phosphate's
corrosion control. Zinc phosphate also has been used
effectively to inhibit corrosion.

Some studies show that orthophosphate is an
effective lead corrosion inhibitor within specific
ranges of carbonate and hydrogen ion concentrations.
Polyphosphates have not been shown to be more
effective than simple orthophosphates, and adding
zinc sulfate has not improved polyphosphates’
performance. In addition, polyphosphates can
increase lead solubility in the absence of
orthophosphate,

Silicates

Sodium silicates have been used for over 50 years to
inhibit corrosion, yet the process by which they form
a protective layer is not completely understood. The
effectiveness of sodium silicates depends on pH and
carbonate concentration. Sodium silicates are
particularly effective for systems with high water
velocities, low hardness, low alkalinity, and pH of
less than 8.4. Typical coating maintenance dosages of
sodium silicates range from 2 to 12 mg/L. They offer
advantages in hot-water systems because of their
chemical stability, as contrasted with many
phosphates,

While silicates are hypothesized to inhibit lead
corrosion, little data has been gathered to evaluate
this theory.

7.1.3.4 Cathodic Protection

Cathodic protection is an electrical method of
inhibiting corrosion. However, this expensive
corrosion control method is not practical or effective
for protecting entire water systems. It is used
primarily to protect water storage tanks when a
minimum metal surface area is exposed.

Metallic corrosion occurs when contact between a
metal and an electrically conductive solution
produces a flow of electrons (or current) from the
metal to the solution. The electrons given up by the
metal cause the metal to corrode rather than remain
in its pure metallic form. Cathodic protection
overcomes this current with an external power
source. The electrons provided by the external power
source prevent the metal from losing electrons,
forcing it to be a cathode. This reaction allows the
metal to remain in its less stable metallic form.

Cathodic protection is accomplished either by
ingerting electrodes into the metal to induce an
external current or by placing a sacrificial galvanic
anode in the current system. The sacrificial anode

then corrodes in place of the protected metal.
Galvanizing is a form of cathodic protection.

7.1.3.5 Coatings and Linings

Mechanically applied coatings and linings differ for
pipes and water storage tanks. They usually are
applied prior to installation, although some pipes can
be lined after installation. While coal-tar products for
pipes and tanks have been widely used for linings,
they are under regulatory scrutiny due to the
presence of polynuclear aromatic hydrocarbons in
their composition.

The most common pipe linings are coal-tar enamels,
epoxy paints, cement mortar, and polyethylene.
Table 7-8 summarizes the advantages and
disadvantages of these four primary pipe coatings
and linings.

The most common types of water storage tank
coatings and linings include coal-tar paints and
enamels, vinyls, and epoxy. Eleven of these coatings
and linings are described in Table 7-9.

7.2 Treatment Technologles for
Controlling Inorganic Contaminants,
Including Radionuclides

Inorganic contamination of raw drinking water
supplies occurs from a wide variety of sources.
Contaminants include metal ions, nitrate, fluoride,
and radioactive substances; the most common
contaminants are fluoride, arsenic, and nitrate.
Contaminants that pose significant problems ona
regional basis are selenium, barium, and radium-
226. [norganic contaminants are grouped as either
naturally occurring or anthropogenic (resulting from
human activities). Many naturally oceurring
inorganics, such as fluoride, arsenic, selenium, and
radium-226, are commonly found in ground-water
sources. Anthropogenic contaminants are usually
found in surface water supplies. For example,
nitrates and nitrites are a problem in agricultural
areas or areas without sanitary sewer systems.

Contaminant type, valence, and solubility determine
the most appropriate removal mechanism. Each
removal technology uses a distinet mechanism or
series of mechanisms to remove inorganic
contaminants. Valence is particularly important to
the removal efficiency of lime softening and
coagulation. The primary factors in selecting an
inorganic removal technology are:

® Contaminant type(s) and valence(s)

@ [nfluent contaminant concentrations, because
many technologies remove fixed percentages of
contamination

® Desired effluent contaminant concentrations
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Table 7-8. Pipe Wail Linings
M | Use Advanlages Disadvantages
Hot apphied Lining lor steel pipes (used in 50 1o Long service life (> 50 years) Need 1o reapply (o welded areas
coal-tar enamel  B0% of pipesn distnbution Good erosion resistanca o silt or sand Extrame heat may cause cracking
systems} Resistant to biologrcal attachment Extreme cold may cause battleness
May cause an increase in trace
arganics in watser
Epoxy Lining for steel and ductle won Smooth surface rasults in reduced Relatively expensive
pipes (can be applied in the figld or  pumping costs Less resistant to abrasion than
in a loundry) Formulated from components approved  coal-tar enamel
by the Food and Drug Administration Service life <15 years
Cement monar  Standard limng for ductile iron Relatively inaxpensive Rigidity of liming may lead 1o
pipes, sometimes used 1 steel OF  Easy 1o apply (can be applied in place or  Cracking or sloughing
cast-ron pipes in pipg manulactunng process) Thickness of coating reduces
Calcium hydroxide releass may protect cross-sectonal area of pipe and
uncoated matal at pipe joints reducas carrying capacity
Polyethylene Lining used in ductile wron ang steel  Long service life (50 years) Relatively axpansive

pipe (applied at foundry)

Good erosion rasistance 1o abrasives (Sill

and sand)

Good resistance 1o bactenal corrosion
Smooth surface results in reduced
pumping costs

Source: U.5. EPA (1984).

Table 7-9.

Malenal

Water Storage Tank Linings and Coatings

C s

Hol applied coal-tar enamel

Coal-tar paints

Coal-lar apoxy pants

Coal-tar emulsion pamt

Vinyt
Epoxy

Hot and cold wax coaungs
Matallic-sprayed 2inc coatng

Zinc-nch pants

Chionnated rubber paints
Asphalt-based inings

the waterline when lank walls are heated.

Most commonly used 10 reline axstng water lanks; thosa pants containing xylene and naphtha solvenis
give tha water an unplaasant taste and odor and should be used only above the watertine.

Other coal tar paints contaimng no solvent bases can be used below the waterline but should not be
axposed (o sunhight or ice; service life of 5 to 10 years.

sarvice lifa of about 20 years.

coal-tar paints, which imits use below watedine,
Nonreactive, hard, smooth surface: service life (about 20 years) 1s reduced by soft water conditions.

Forms hard, smooth surface; low water per
formulated and apphed.

Applied directly over rust or old paint. short sennce life (about 5 years).
Relatively sxpensive process that requires spaecial skills and equips

life of up to 50 years.

Hard surlace; rasistant 10 rust and abrason, rolauvely expensive,
Used when controfling fumes from application of other hmings is ditficult, or whera thewr usa 15 specified.
Use is ganerally limited 10 refining existng asphalt-ined tanks.

Most common coal-lar based coating used in water tanks; tends to sag or npple whan applied above

Less rasistant to abrasion than coal tar enamel; can cause taste and odor problems in the waler;

Good adhesve charactenstcs, odorless, and rasists sunlight degradabon but not as waterught as other

lity: good ad|

ct 1stics if properly

and sarvice

1, good rust inhibit

Source: U.S. EPA (1984).

@ Influent levels of dissolved solids and pH

® Water flow variability; for example, the
coagulation process may not respond readily to

® Pretreatment requirements, such as filtration flow fluctuations, while ion exchange, reverse
required before reverse osmosis or ion exchange osmosis, and activated alumina are relatively
treatments unaffected by changes in flow

® System size, because of the significant savings ® Cost
from economies of scale for most technologies ® Sludge management
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e Adaptability of existing facilities

Clearly, no single treatment is perfectly suited for all
inorganic contaminants, Possible treatment
technologies include conventional treatment with
coagulation, lime softening, cation exchange, anion
exchange, reverse osmosis and electrodialysis, PAC,
GAC, and activated alumina. Table 7-10 presents the
principal applications and removal efficiencies of the
eight treatment technologies for inorganics.

Many inorganic treatment decisions are based on the
need to reduce the levels of a single contaminant.
However, to treat more than one contaminant,
multiple treatments in series or a membrane
treatment unit, such as reverse osmosis, is most
appropriate. Reverse osmosis and electrodialysis are
effective for most contaminants; however, their low
tolerance for turbidity makes them inappropriate
without preliminary treatment for most surface
water. The removal effectiveness of the other seven
treatments in Table 7-10 varies from poor to
excellent, depending on the contaminant. The
removal percentages provided in the table are
approximations that apply to favorable water quality
conditions.

The actual performance of a removal technology
depends on the selection factors listed above. Table 7-
11 presents a summary of the most effective
treatments for 11 common inorganic contaminants.
The assumptions in the table include consideration of
treatment costs. Table 7-12 summarizes advantages
and disadvantages of each treatment technology.

Section 7.2.1 discusses radionuclide contamination.
Radionuclides present different health risks and
require different aralytical evaluation techniques
than other inorganic contaminants, but are removed
by many of the same technologies that are effective
for inorganic and organic contaminants. Sections
7.2.2 through 7.2.5 review the five treatment
technologies designated primarily for inorganic
contamination,

7.2.1 Removing Radionuclides in Drinking

Water

Radionuclides are radioactive atoms that are
characterized by the number of protons and neutrons
in their nucleus and their energy content. The
number that appears with a radionuclide’s chemical
abbreviation relates to this nuclear composition. The
most common radionuclides in drinking water are
radium, uranium, and radon.

Many methods are used to measure radionuclides’
levels indrinking water. Atoms emit three types of
nuclear radiation: alpha, beta, and gamma radiation.

The average estimated costs for analyzing these
radiation types range from $25 to $100 per sample.

Many of the techniques for removing radionuclides
are the same as those for inorganic and organic
contaminant removal. Table 7-13 lists the effective
treatment processes for radionuclides. The radium
and uranium removal processes can achieve up to 96
and 99 percent removal, respectively. GAC and
aeration are effective for removing radon. (Complete
discussions of GAC and aeration are provided in
Sections 6.2 and 6.3.)

7.2.1.1 Costs

EPA has developed preliminary cost estimates for
removing radionuclides (see Table 7-14). The costs for
aeration are based on experience from two system
sizes, those serving 100 to 500 persons and those
serving 100,000 persons. Lower costs for larger
systems rellect economies of scale for the aeration
process.

Tables 7-15 and 7-16 present the costs of removing
radon from drinking water. Table 7-15 compares cost
data for removing radon with aeration for three plant
sizes and Table 7-16 compares packed column
aeration and GAC for managing three different
levels of radon in effluent. The costs of removing
radon from tap water vary with the radon
contamination level and the removal method.
Aeration is more expensive and effective than GAC
for contaminant levels of 30,000 pCVL. However,
GAC is more expensive and effective at higher radon
concentrations of 150,000 pCi/L.

7.2.2 Conventional Treatment: Coagulation
and Lime Softening

Coagulation and lime softening are traditionally
used to control turbidity, hardness, tastes, and odors,
but also are effective in removing some inorganic
contaminants. Section 4.1 describes the conventional
water treatment processes in common practice at
many water utilities. However, employing these
processes to remove specific inorganic contaminants
is relatively new.

Coagulation, discussed in Section 7.2.2.1, is effective
in removing most metal ions or colloidally dispersed
compounds, but is ineffective in removing nitrate,
nitrite, radium, barium, and sulfate. Lime softening,
discussed in Section 7.2.2.2, increases water pH,
which precipitates the polyvalent cations and anions
of calcium, magnesium, carbonate, and phosphate;
however, lime softening is ineffective for nitrate
removal.

Typically, higher dosages of coagulants are required
for effective inorganics removal than for removal of
turbidity, color, or hardness. For example, typical
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Table 7-10. Removal Effectiveness for Eight P by Inorg Contaminant
Contarminant
Treatment Ag As As" As¥ Ba Cd Cr Crf" CM F Hg Hgl® Hgl'! NO Pb Ra Se SeV SeV

Conventonal reatment  H - M H L H - H H L - M M L H L = M L
Lime softening - - M H H H - H L M - L M L H H - M L
Reverse osmosis H - M H H H H - - H H - - M H H H - -
Cabon exchange - L - - H H - H L L - - - L H H L - -
Anon axchange - - - - M M - M H - - - - H M M H 2 =
Activated alumina - - H - L L - - - H - - - - - L H - -
Powdered activated L - - - L M - L - - M M L - L - - -
carbon

Granular activated - - - - L M - L - L - H H L ¥ L - -
carbon

H = High = >B80% removal.

M = Medium = 20-80% removal.
L = Low = 20% remaval.

- indicates no data were prowided.

Table 7-11.  Most Eff T Mathods for R al of Inorganic Contaminants
Contaminant Most Etfective Treatment Methods

Arsanic As V-iron coagulavon, pH 6-8; alum coagulation, pH 6-7; excess ime softening; actvated alumina, pH 5-6
As lll-oxdation reatment of As lll 1o As V; use same treatment list for As V

Banum Lime softerung, pH 11; 1on axchange softening

Cadmium Iron coagulation, above pH 8: lime softening; excess ime softening

Chromium Cr lit-iron coagulation, pH 6-9; alum coagulation, pH 7-9: excess ime saftening
Cr-lerrous sulfate coagulabon, pH 7-9.5

Fluonde lon exchange with activated alumina or bone char

Lead Iron coagulation, pH 6-9: alum coagulabon, pH 6-9; lime or axcess hme softening

Mercury Inorganic-fernc sulfate coagulation, pH 7-8; granular actrvated carbon
Organic-granular activated carbon

Nitrate lon exchange with amion resin

Radium Lime softening; :on exchange with cabon resin

Selenium Sa IV-fernc sulfate coagulanion, pH 6-7; won exchange with anon resin or activated alumina; reverse 0smosis
Sa IV-ion exchange with anion resin or activaled alumina; reverse osSmosis

Sitver

Fernc sulfate coagulation, pH 7-9; alum coagulaton, pH 6-8; lime or excess lime softaning

Source: Sorg (1980).

alum dosages for turbidity control range from 5 to 40
mg/L, while the dosage for arsenic removal is about
100 mg/L. Higher dosages increase costs and create
more sludge.

7.2.2.1 Coagulation

The coagulation processes that remove turbidity as
well as inorganic contaminants include adsorption
and precipitztion. Coagulation with iron or
aluminum salts also removes trace anions of
selenium, arsenic, and fluoride through

coprecipitation or sorption onto {locculated particles.

Coagulation is more effective in removing
polyvalent, as opposed to monovalent, cations and

anions. The effectiveness of coagulation also depends
on influent turbidity and/or color levels, the quality
of the flocculated particles produced, and the amount
of turbidity or color removed.

Table 7-17 presents potential removal efficiencies
using alum and ferric salts as coagulants. The
optimum pH level varies depending on the target
inorganic substance and the coagulant used. The
table provides the most suitable pH level for
removing each inorganic substance, when available.
As indicated, iron salts are more effective over a
wider range of pH levels than alum. Ferric salts are
effective at pH levels between 4.0 and 12.0, while
alum is generally effective at pH 5.5 t0 8.0.
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Table 7-12.  Advantages and Disadvantages of Inorganic

C inant R Pre

Precipitation and Coprecipitaton Used in
CoagulatoniConventional

Advantages

®  Low cost for high volume
®  Ohen mproved by high ionic strength
e Reliable process well suited to automatc control

Disadvantages
*  Sioichiometnc chemical addibons required
®  High-water-content sludge disposal
®  Pan-per-hillion efffuent contamunant levels may require
wo-stage precipilaton
*  Not readily apphed to small or intermittent flows
e  Coprecipitauon afficiency depends on initial ¢
concentration and surface area of pnmary floc
lon Exchange
Advantages

®  Dperales on demand

Relatively nsensitive 10 flow vanabons

Essenvally zero level of effiuent contarmination possible
Large variety of specific resing available

Beneficial selectivity reversal commonly occurs upon
regenaration

Oisadvantages

Patenual for chromatographic effluent peaking

Spent regenerant disposal

Vanable effluent quality with respect 1o background ions
®  Usually nol feasible at high levels of tolal dissolved solds

Achvated Alumina
Advantages

&  Operates on demand

Insansitve 1o flow and total dissolved solids background
Low effluent contaminani level possible

Highly selectve lor fluonde and arsemc

Disadvantages

&  Both acid and basa are required for regeneration
®  Medum lend 10 dissolve, producing fine particles
e  Siow adsorption kinetics

®  Spent regenerant disposal

Membranes (Revarse Osmosis and Electrodialysis)

Advantages
& All contaminant ions and most dissolved non-ons are
removed
®  Relatvely insensitve 10 flow and total dissolved solids
level

e Low effluent concentration possible
¢ Baclena and pariclas are removed

Disadvantages

High capial and operating costs

High level of pretreatment required
Membranes are prone to fouling

Raeject siream is 20 10 90% of feed flow

Source: Chtord (1986).

Adjusting the pH and using coagulant aids can
optimize inorganic compound removal. Coagulant
aids may reduce the higher doses of coagulant needed
for inorganic contaminant removal. Optimal dosages

Tabie 7-13. Treatment Technologies for Removing
Radionuciides
Reporied
Approximate
Process
Treatment  Radio- EMiciency
Technology nuclide  {percent) Comments
Conventonal  Ra <25 High pH and Mg required
treatment u 18-98 High pH (10 + ) and high
with dosages of fernc chionde
coagulabon- or alum only accomplished
filtration n lab studies with
dialomaceous earth
filtrauon
Lime Ra 75-96 Best choice for large plants
softening 43-92 Plani-scale resulls
u 80 Plant-scale results
85-90 pH 10.6-11.5
a9 High pH. mgh Mg
lon exchange Ra 95+ Best chowce far small plants;
99 canon exchangers
u 99 Bnne disposal problem
Anmion exchangers; largely
expenmental but some full-
scale plants on ling
Adsorption Ra 90 + Adsorption an any solids;
85-30 expanmantal
Rn 62-99 Sand adsorption;
expenmental
GAC adsorption
Agraton Rn 20-96 Depends on process

93+ Depends on process

Reverse Ra 87-96 Plant-scale data
08MOsIS 87-98 Based on eght plants
95+ High-volume brne solution
u 95+ for tisposal
High-volume bnne solubion
for disposal
Tabie 7-14, Radionuciide Process Treatmant Costs

Range of Costs of Removal
Process (dollars/1,000 gallons

Procass of waler)

Coagulaton/Filtrauon® 0.07 to 0.28°
Lima softening® 0.10b

Agration 0.10 10 0.75¢
lon exchanga (catonic) 0.30 10 0.80¢
len and manganese treatment 0.30 1o 1. 10¢
Lima softening (new) 0.500

lon exchange (amomc) 1.60 10 2100
Reverse 0smoss 1.60 1o 3.20¢

1.000 gallons = 3.78 m3

* Adding lo an existng facility,
b 1982 dollars.

€ 1987 dollars.

for coagulants, coagulant aids, and pH adjusters may
be derived using jar tests and pilot studies.
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Table 7-15. Costs for Removing Radon from Drinking
Water by Packed Tower Agration
(99% Removal)
Populabon Served
3,300  75,000-
100-500 10,000 100,000
Total capial cost ($1.000) 67 250 2,200
Operations and maintenance cost 1.2 15 230
($1,000 per year)
Cost (cents/1.000 gallons) 75 14 -]

1,000 gallons = 3.78 m3

Table 7-16. Costs of Radon Treatment at the Plant Scale
(200 GPD) for GAC Versus Aeration
Operating
Influent Effluent Concentranons  Capital Costs  Costs in
Concentra- (pCirL) in Daollars Dollars
tions (pCil) 1a (L] | " | n
15.000 1.350-3.300 750 430-760 900 20 60
30.000 2,700-6,600 1,500 430-760 900 20 8O
150,000 1.200 67.500 1,500 1.000 40 80
4 = GAC process.
il = Aeranon process.
Table 7-17. R | Etficiency Pc ial of Alum Varsus

Ferric Chloride

Inorg Removal Efficiency
Contaminant Alum Coagulant Iron Coagulant
Ag (pH < 8.0) 90% -

Ag (pH = 8.0} = 70%

As V - 90%

As V [gH < 90% -
7.5)

As WV (pH = - 90%
7.5)

g! foH - -

=8.0)

@ (pH 70% -
=35

Cr (i) 90% -

Crilt jpH = - 90%
10.5)

Cr Vi {using - 90%
Fe )

Hg 70% -
Pb 90% -

7.2.2.2 Lime Softening

Lime softening is a reliable and established
treatment for "hard" water and corrosion control, and
also removes some inorganic contaminants. (See

Section 7.1.3.2 for discussion of the effect of lime
softening on corrosion.) The pH is an important
design consideration for inorganic contaminant
removal using lime softening because it affects:

e Contaminant species (soluble or insoluble)
® Coagulant form
® Type of flocculated particle formed

Higher dosages of lime create higher pH levels,
which, in turn, increase precipitation of inorganic
contaminants and adsorption of both organic and
inorganic species. The harder the water, the more
effective the lime softening process is in removing
inorganic contaminants. This happens because the
softening process depends on the enmeshment of ions
within the flocculated particles or adsorption on the
surface of precipitates.

Table 7-18 presents the removal efficiency of lime for
seven inorganic contaminants. Lime softening is
effective for cadmium, lead, silver, {luoride, and
cation removal in general, [t also effectively removes
arsenic(V), barium, and chromium(III) at the specific
pH levels shown in the table. Lime-soda softening is
generally ineffective in removing nitrate,
selenium(VI), mercury(0), or chromium(IV).

Table 7-18. Removals Possible with Lime Softening

Inorgamc Contaminant pH Parcent Removal

As (V) 10.0-10.5 70
As (V) >10.8 90
As (1) >10.5 70
Cd NA 90
Cr {11y >10.5 70-90
Pb NA 80
Ag NA 70
Ba 9.5-10.8

NA = Not available.

Figure 7-2 shows a typical lime-soda softening
process. Characteristic elements of such a system
include raw water pumps, lime and soda ash addition
facilities, sedimentation, recarbonation, filtration,
disinfection, storage, and distribution. The
recarbonation step is designed to lower the pH to the
point of calcium carbonate saturation after the lime
has had its effect in the sedimentation basin.

7.2.3 Reverse Osmosis

Reverse osmosis is an expensive process that uses a
semipermeable membrane to remove contaminants
from solution. Water with different contaminant
concentration is placed on each side of the membrane.
The water is directed through the membrane by
hydrostatic pressure to the side with the lower
concentration of contaminants. Since the membrane
permits only water, and not dissolved ions, to pass
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through its pores, contaminants are left behind ina
brine solution. These membranes are available with
a variety of pore sizes and characteristics.

Electrodialysis is a process that also uses
membranes. However, in this process direct electrical
current is used to attract the ions to one side of the
treatment chamber.

The membranes adjacent to the influent stream are
charged either positively or negatively, and this
charge attracts counter-ions toward the membrane.
The membranes are designed so as to allow either
positively or negatively charged ions to pass through
the membrane, thus they move from the product
water stream through a membrane to the two reject
water streams.

The three essential elements of the systemare (1) a
source of pressurized water, (2) a direct current power
supply, and (3) a pair of selective membranes. The
average ion removal varies from 25 to 60 percent per
stage. Multistage units can increase the efficiency of
removal. Many membrane pairs are "stacked" in the
treatment vessel.

Fouling of the membranes may limit the amount of
water treated before cleaning is required. Fouling is
caused when membrane pores are clogged by salt
precipitation or by physical obstruction of suspended
particulates. Particulates, suspended in water, can be
removed in pretreatment but salts that exceed their
solubility product at the membrane surface must be
controlled chemically by pH reduction (to reduce
carbonate concentration) or chelation of metal ions
(by use of phosphate, for example). A recent
innovation has been the occasional reversal of the
charge on the membranes, a process called
electrodialysis reversal (EDR). This helps to flush the
attached ions from the membrane surface, thus
extending the time between cleanings.

Reverse osmosis is a compact system that is well
suited for treating water with high levels of inorganic
substances, organic substances, or total dissolved
solids. It has effectively treated water with total
dissolved solids as high as seawater, at 8,600 mg/L.
While reverse osmosis is a proven technology for

Sedimentation

Recarbonation  Filtranon

removing inorganic substances, it has also removed
the following effectively:

® Radium
® THM precursors including humie and fulvic acids
@ Pesticides

® Microbiological contaminants (viruses, bacteria,
and protozoa)

Reverse osmosis systems are particularly effective in
series. Water passing through multiple units can
achieve near zero effluent contaminant
concentrations.

Reverse osmosis is also suitable for small systems
with a high degree of seasonal fluctuation in water
demand. Reverse osmosis systems are relatively
insensitive to changes in flow and operate
immediately, without any minimum break-in period.
Their operational simplicity and minimal labor
requirements make them suitable for small system
applications. One disadvantage of reverse osmosis
units is high operating and capital costs. Managing
the wastewater (brine solution) is also a potential
problem.

7.2.3.1 Design Considerations

Typical reverse osmosis units include raw water
pumps, pretreatment, membranes, disinfection,
storage, and distribution elements. Figure 7-3 is a
schematic diagram of a reverse osmosis system.
These units are able to process virtually any desired
quantity or quality of water by configuring units
sequentially to reprocess waste brine from the earlier
stages of the process. The principal design
considerations for reverse osmosis units are:

Operating pressure

Membrane type and pore size

Pretreatment requirements

Product conversion rate (the ratio of the influent
recovered as waste brine water to the finished
water)



144  Upgrading Existing or Designing New Drinking Water Treatment Facilities

Generalor Set

CERE

High Service Pumps
Brine to
Percolaton

Pond

Permealars

|——
I i
Cantrai Panel
Product 10 Degasifier and Pumps ’
ang Reservoir :
- S N +
1 I
PO, Feed A
Acid Feed Filter
Mixing
Feed Tank Cleaning Sodwwm Silicale Feed
> Solution
Figure 7-3.  Sch lcof a Is system.

Operating Pressure

Typical operating pressures range from 5.3 to higher
than 24.6 kg/cm?2 (75 to higher than 350 psi). Reverse
0smosis systems rated at less than 17.6 kg/em? (250
psi) are classified as low-pressure units, while these
operating above 24.6 kg/cm2 (350 psi) are classified
as high-pressure units. High water pressure can lead
to noise, vibration, and corrosion problems, but, in
general, these systems are more effective, Recently
developaed models, however, are able to perform well
at low pressures.

Membrane Type

Two distinct membrane designs for reverse osmosis
are illustrated in Figure 7-4. The spiral-wound unit
clogs less frequently when processing influent with
high solids content. The hollow-fiber membrane,
however, has much greater surface area per unit of
space than the spiral-wound design. The hollow-fiber
unit has about 3,280 m2 of membrane surface/m3 of
membrane module (1,000 sq ft/cu ft of membrane
module), as compared to about 328 m2 (100 sq ft) for
the spiral-wound unit.

Until the 1970s, membranes were made almost
exclusively of cellulose acetate. Now membranes are
also made from aromatic polyamide and thin-filmed
polymer composites. Different membrane materials
will have distinct characteristics, such as hydraulic

resistance, pH range, temperature range, chlorine
tolerance, and biodegradation tolerance.

Pretreatment Requirements

Assessing pretreatment requirements requires
careful consideration of the following factors:

® Influent suspended solid concentration
® Ionic size of the contaminants
® Membrane type

Other influent characteristics such as contaminant
concentration, water temperature, and presence of
competing ions are also important. Some systems
with poor quality influent require extensive
pretreatment.

Pretreatment is most commonly used to prevent
fouling of the membrane during operation. Fouling is
also caused by biological growth during periods of
disuse. Typical pretreatment for reverse osmosis
includes particle removal by filtration, and
sequestering hardness ions by precipitates and pH
control to prevent clogging.

A major problem with reverse osmosis units is proper
management of the wastewater quantity and quality.
The percentage of treated water recovered from these
systems typically ranges from 50 to 90 percent of the
influent. Systems that produce reject water ranging
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as high as 90 percent of the feed water are generally
uneconomical.

Ratlo of Reject Water to Finished Water

The ratio of reject water, or "brine,” to finished water
depends on several factors primarily ionic charge and
ionic size. The higher the ionic charge and the larger
the ionic size of the contaminant, the more easily the
ion is removed and the more finished water is
recovered relative to the amount of brine. The ionic
charge for some contaminants depends on pH. The
quality of the brine depends on the influent quality
and requires site-specific assessments to develop
environmentally sound waste management.

7.2.3.2 System Performance

Reverse osmosis can remove essentially all inorganic
contaminants from water effectively. [t removes over
70 percent of the following: arsenic(III), arsenic(V),
barium, cadmium, chromium(III), chromium(VI),
fluoride, lead, mercury, nitrite, selenium(IV),
selenium(VI), and silver. Properly operated reverse
osmosis units will attain 96 percent removal rates,
while similarly operated lime-soda softening
operations will attain from 75 to 96 percent removal.
Comparative ion exchange units achieve between 81
and 97 percent removal.

7.2.3.3 System Costs

The predominant disadvantage of reverse 0smosis is
its high cost. Operating costs range from $0.79 to
$1.59/m3 ($3 to $6/1,000 gal) of treated water for a
reverse osmosis plant of less than 0.04 m3/sec (1
MGD). For plants with larger capacities and lower
operating pressures, costs may be potentially
competitive with other processes. Capital costs are
usually high, especially if there is a need for
pretreatment. [n general, capital costs range from
$264 to $528/m3 ($1 to $2/gal) of capacity.

7.2.4 lon Exchange

Ion exchange units are used to remove any ionic
substance from water, but are used predominantly to
remove hardness and nitrate from ground water.
Typical ion exchange units consist of prefiltration,
ion exchange, disinfection, storage, and distribution
elements (see Figure 7-5).

Inorganics removal is accomplished through
adsorption of contaminant ions onto a resin exchange
medium. As the name implies, one ion is substituted
for another on the charged surface of the medium,
which is a resin, usually a synthetic plastic. This
resin surface is designed as either cationic or anionic.

The exchange medium is saturated with the
exchangeable ion before treatment operations.

During ion exchange, the contaminant ions replace
the regenerant ions because they are preferred by the
exchange medium. After the exchange medium
reaches equilibrium with the contaminant ions, the
medium is regenerated with a suitable solution,
which then resaturates the medium with the
appropriate ions. Because of the required “down
time," the shortest economical regeneration cycles
are once per day. Ion exchange waste is highly
concentrated and requires careful disposal,
analogous to reverse osmosis reject streams.

The porous exchange medium is covered with tiny
holes, which clog when significant levels of
suspended solids are in the influent stream.
Consequently, filtration may be a necessary
pretreatment for ion exchange units. lon exchange
units are also sensitive to the presence of competing
ions. For example, influent with high levels of
hardness will effectively compete with other cations
for sites on the exchange medium.

The resin exchange capacity is expressed in terms of
weight per unit volume of the resin. The calculation
of the breakthrough time for an ion exchange unit
requires knowledge of the resin exchange capacity,
the influent contaminant concentration, and the
desired effluent quality.

The ion exchange process, like reverse osmosis, is
relatively insensitive to flow rate and virtually fully
operational upon process initiation. Each resin, of the
many available from suppliers, is effective in
removing specific contaminants. [n addition, ion
exchange is able to achieve very low contaminant
concentrations in finished water.

The primary disadvantage of ion exchange concerns
effluent peaking. Effluent peaking occurs when
contaminant ions compete with other ions for
exchange medium sites, resulting in unacceptable
levels (peaks) of contamination in the effluent. It is
most common with poorly adsorbed contaminants,
such as nitrate. Effluent peaking necessitates more
frequent regeneration of the exchange medium.

In addition, ion exchangers that use sodium chloride
to saturate the exchange medium may experience
problems with sodium residual in the finished water,
Sodium is used because of its low cost, but high
sodium residual is unacceptable for individuals with
salt-restricted diets. This problem may be avoided by
using other saturant materials, such as potassium
chloride.

7.2.4.1 System Performance

Ion exchange effectively removes greater than 90
percent of barium, cadmium, chromium(III), silver,
and radium using cationic resins as the exchange
medium. [n addition, it achieves greater than 90
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percent removal of nitrites, selenium, arsenic(V),
chromium(V1), and nitrate using anionic resins,
While it is effective for all of the contaminants listed

above, ion exchange is especially well suited to
remove barium, radium, nitrate, and selenium.

7.2.5 Activated Alumina

Activated alumina, a commercially available ion
exchange medium, is primarily used for fluoride
removal from ground water. The activated alumina
process is an ion exchange process that consists of the
following six basic elements: raw water pumps,
pretreatment, activated alumina contact,
disinfection, storage, and distribution. Figure 7-6
shows schematic diagrams of the four-phase
operational process.

Before processing, the activated alumina medium is
saturated with hydroxyl ions from a strong sodium
hydroxide solution. During the removal process,
activated alumina exchanges the hydroxyl ions for
fluoride anions. When the medium becomes
saturated, the activated alumina must be
regenerated with sodium hydroxide. This increases
the pH level of the water in the treatment unittoa
point where buffer solutions of 3 percent sulfuric acid
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are required for neutralization, after the water leaves
the exchange unit.

While activated alumina requires pretreatment for
suspended solids, it can tolerate high levels of total
dissolved solids. As with other ion exchange
processes, the activated alumina process is sensitive
to competing ions. It is also sensitive to pH. Optimum
removal efficiency for fluoride occurs below a pH of

8.2.

While activated alumina effectively removes several
contaminants, it requires the handling of potentially

Raw Water > <
[]
Treatment Umit
a
‘Waste
Backwash and
Upflow Rinse
Raw Watar > S
|— Caustc
]
-
Treaiment Unit
2]
Waslta
Downfiow
Regenaration
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hazardous strongly acidic and basic solutions. The
process of heating the sodium hydroxide solution to
maintain it as a liquid in cold climates is particularly
hazardous.

Activated alumina’s costs are also higher than ion
exchange costs. The loss of activated alumina to the
sodium hydroxide solution during processing can
range up to 20 percent annually. In addition, waste
management may also increase costs because of the
high contaminant and aluminum concentrations in
the waste stream, as well as the high pH.
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7.2.5.1 System Performance

Activated alumina is operational immediately
because of its relative insensitivity to flow rates. [t
effectively removes over 90 percent of arsenic(V),
fluoride, and selenium(IV); removes 70 percent of
selenium(VI); and also effectively removes iron. It is
ineffective for barium, cadmium, and radium
removal, since these contaminants occur primarily as
cations.



8. Current and Emerging Research

This chapter describes the activities of EPA's
Drinking Water Research Division (DWRD),
highlighting the division’s recent research efforts
and future directions. The impetus for the majority of
DWRD's research is to provide technical support for
the Agency as it implements the SDWA and its
amendments. At present, there are four aspects of the
regulatory process influencing current areas of
research:

1. Development of Final Surface Water and the
anticipated Ground-Water Treatment Rules,
which will require disinfection and, in the case of
surface waters, filtration of drinking water in
communities serving more than 25 persons.

2. The requirement that EPA set Maximum
Contaminant Levels (MCLs) for listed
contaminants, e.g., volatile organic compounds
(VOCs), synthetic organic compounds (SOCs),
inorganics, radionuclides, microbiological
contaminants, and turbidity according to the
timetable specified in the 1986 Amendments to
the SDWA.

3. The requirement that every 3 years EPA publish
a Drinking Water Priority List of contaminants
known or anticipated to occur in public drinking
water systems and pose a human health risk; and
subsequently regulate at least 25 of the
contaminants listed according to the schedule set
in the act. The first list of 44 contaminants was
already published and, therefore, 25 of those
contaminants listed must be regulated by
January 1990.

4. The Disinfection By-Products Rule, whose
proposal is anticipated along with the Ground-
Water Treatment Rule in 1991, will regulate
disinfection by-products that have been, and are
still being, identified.
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In pursuit of these regulatory milestones, research
has focused on identifying contaminants that will be
regulated and evaluating the removal potential of
available technologies. This research includes
identifying and characterizing disinfection by-
products associated with chlorination and the use of
ozone. Also in support of the rules, DWRD is studying
various methods of meeting mandatory disinfection
requirements; investigating factors affecting the
occurrence of lead in drinking water; and evaluating
methods of controlling corrosion, exposure of
consumers to disinfection by-products, and microbial
contamination in distribution systems.

In addition to its research activities, DWRD provides
technical assistance to State agencies, EPA regional
offices, water utilities, and professional
organizations. DWRD also supplies information and
provides consultation on the technical aspects of
drinking water treatment systems.

8.1 Current Research on Disinfection
By-Products

The SDWA and Amendments of 1986 require most
public water supplies to disinfect drinking water
before distribution (U.S. EPA, 1986a). In the past,
chlorine has been the most widely used disinfectant,
and while its effectiveness in controlling pathogens is
proven, unhealthful chemical by-products have been
identified.

Research on these by-products is a very important
area of investigation for EPA, A disinfection by-
product work group was formed to coordinate
research efforts between the EPA Office of Research
and Development (ORD) and Office of Drinking
Water (ODW). Research efforts are focused on
identifying and characterizing the by-products of
chlorine disinfection, and evaluating treatment
techniques that will control by-product generation.
Since a promising strategy for control is to use ozone
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as an alternate disinfectant, EPA is also researching
the by-products and other issues associated with
ozone disinfection.

8.1.1 Identifying and Controlling

Chiorination By-Products

DWRD has been conducting experiments, mostly in
the laboratory, to develop methods of identifying by-
products associated with the use of chlorine asa
disinfectant. In close association with the Technical
Support Division of ODW, DWRD is isolating the
various by-products that have been identified in field
studies (Stevens et al., 1987).

To date, six compounds (or in some cases groups of
compounds) have been identified:

Trihalomethanes (4 compounds)
Dihaloacetonitriles (3 compounds)
Chloroacetic acids (3 compounds)
Chloral hydrate

Chloropicrin
1,1,1-Trichloropropanone

These by-products comprise 30 to 60 percent of the
total organic halogen (TOX) in drinking water. The
levels of common chlorination by-products found in
drinking water are presented in Table 8-1 (Stevens et
al., 1987).

Tabile 8-1. Common Chlorination By-Products

el Coigiand Number of o runal Concentravon (/)
..... C ds <10 10100 >100

Tnhaiomethanes 4 X

Dihaloacetonitriies 3 X

Chioroacenc acids 3 X X X

Chigral hydrate X

Chicropicnn X

1,1,1-Tnchioro- X

propanons

Source: Slevens et al. (1987).

Methods of controlling chlorine disinfection by-
products are being studied by DWRD in an onsite
pilot plant (Stevens et al., 1989). (Figure 8-1isa
schematic of the pilot plant.) The pilot plant was
constructed with two channels: the first was
represented by the experiment control; the second
was used to test the effects of changing the point of
chlorination on the production of by-products.

Through experimentation, it was found that moving
chlorination to a point just before filtration
minimized the production of total trihalomethanes
(TTHMs) while maintaining microbiological quality.
The assimilable organic carbon of the finished water,
which is a measure of the biological quality, was also

found to be reduced. Therefore, the overall quality of
the water improved under this scenario.

Although the individual concentrations of the
disinfection by-products (DBPs) vary with pH,
temperature, and chlorine concentration, pilot
studies have shown that the removal of TTHM
precursor seems to remove the formation potential for
the other individual DBPs. This finding confirms
earlier studies and opens up the possibility of
precursor removal as an effective means of
controlling chlorinated DBP (Lykins et al., 1988a).

An alternative to chlorine is the use of chloramines
or chlorine dioxide for minimized DBP. Studies have
shown that these approaches can be effective in
maintaining microbiological integrity and
minimizing by-product formation (Singer, 1988),
This issue and the associated technologies will
become extremely important if the THM standard is
ultimately lowered.

8.1.2 Identifying Ozone By-Products

The DWRD is studying several issues related to
using ozone as an alternate disinfectant to chlorine.
The broadest issue concerns the identification of by-
products formed by ozone reacting with naturally
occurring organics in drinking water (Glaze, 1986).
The health effects of “hese by-products are being
characterized and compared to the health effects of
by-products of chlorination. Also being investigated
is the effect of ozone on the precursors of chlorine by-
products, an issue if chlorine is used as a secondary
disinfectant.

Other research related to ozone as a disinfectant
covers its ability to destroy contaminants and its
effects on the formation of bromide ion or other
brominated organics when bromide ion is present.
Some substances formed through the oxidation of
bromide ion are known to be harmful to humans.

8.2 Treatment of Organic and Inorganic
Contaminants

The SDWA amendments accelerated the schedule for
setting MCLs for contaminants in drinking water,
Contaminant limits are set according to the removal
potential of existing technologies that can be
obtained at a reasonable cost. Traditionally, EPA set
contaminant limits by studying treatment
techniques for each chemical individually. Since
there is such a large number of chemicals to be
considered for regulation, and the deadlines for
promulgating MCLs are quite stringent, EPA is
studying the effectiveness of various technologies in
removing groups of contaminants using bench- and
pilot-scale experiments. Table 8-2 lists the
technologies that have been and are being evaluated
by DWRD (Clark et al., 1988b; Feige et al., 1987).
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Drinking Water Research Division

d by the

Contaminant  Proven
{or EHective Proven
Contaminant in Field  Effective in Being Evaluated as
Classes) Tests  Pilot Tests  Promising Technologies
Volavle Carbon = Qzone oxdation, reverse
organic adsarption, 03mosig, ultravolet treatment
comounds  packed
tower and
diffused
aeraton
Synthatc Carbon - Conventional treatment with
organic adsarption powdaered activated carbon,
compounds ozone oxidation, reverse
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Radium Reverse - -
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nn
exchange
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Uranium lon Reverse -
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Source: Clark et al. (1988b); Fewge et al. (1987)

Granular Activated Carbon (GAC), ozone oxidation,
reverse osmosis, ultraviolet (UV) treatment,
ultrafiltration, packed tower aeration, and
conventional treatment are being studied as methods
of controlling organic compounds, including certain
disinfection by-products. [on exchange, reverse
0smosis, aeration, and carbon adsorption are being
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control.

tested for their ability to remove inorganic
compounds, including radionuclides. [n addition,
technologies for controlling secondary sources of
pollution from treatment processes are being
investigated. This section summarizes the relevant
research projects.

8.2.1 Granular Activated Carbon Systems

GAC is the legal feasible technology for treating
SOCs. DWRD is currently developing data on the
effectiveness of GAC for removing a variety of
organic chemicals.

One measure of effectiveness is the carbon usage rate
for each chemical. This indicator describes the ability
of each compound to be adsorbed by the carbon in the
treatment system. It also describes how quickly the
carbon bed will be exhausted (adsorption surfaces of
the carbon granules will be used) and, therefore,
dictates the size of the GAC system needed for
optimal operation. EPA is currently developing
carbon usage rate data for the 45 chemicals listed in
Table 8-3 (Clark et al., 1989a). Carbon usage rates
are established by laboratory or field experiments.

8.2.1.1 Establishing Carbon Usage Rates

A mathematical model that uses isotherm results to
simulate full-scale carbon adsorption treatment
systems is being used (Speth and Miltner, 1989).

Pilot testing is a common first step in designing a
full-scale treatment system and much data are
available correlating pilot-scale test results to actual
full-scale operating parameters. Therefore, engineers
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Tabie 8-3.  Chemicais for Which Carbon Usage Rates are
Being Developed

24-D Dalapon
Silvax Dwnoseb
Lindane Glyphosate
Methoxychior Oxamyl
Toxaphane N.N-Ethylene-thiourea
Chiordane Metribuzin
Heptachior Hexachlorobenzene
Heptachlor epoxide cis-1.3-dichioropropene
PCSi(s) o-chiorotoluene
Pentachiorophenol 1,1-Dichioroethana
Alachior 1,1-Dichloropropens
Carboluran 1,1,2,2-Tatrachloroeihane
Aldicarb EDB
Aldicarb sulfone pBece

Aldicarb sulloxide
Tan-Butyl methy! ether
Metolachior
Tewrachloroethene
1,3,5-Tnchiorobenzene
Bromobenzena
Dibromomethana
2.2-Dichloropropane
1.1,1.2-Tevachloroethang
2.4,5-Tnchlorophenoxy acebc acid
Endnn

Phthalate(s)

Adipateis)

PAH(s)

Haxachiorocy 8
Diacamba

Simazing

Atranne

Diquat

Endothall

Picloram

\,2-Dichloropropane
c15-1,2-Dichloroethylena
trans-1,2-Dichioroethylene
Chiorgbenzens
o-Dichlorobenzene
Toluene

Styrene

Ethyi benzene

o-Xylena

m-Xylena

p-Xylena

Cyanazine
1.1.2-Tnchioroethane
Isaphorone

Trfurahn

Methylene chionde
trans-1,3-Dichloropropene
p-Chiorotoluene
1.3-Dichloropropane
2.4-Dinitrotoluene
1.2.3-Tnchloropropane

conducting pilot tests have sufficient data to

confidently predict full-scale operations. There is not,

however, much information on how well computer
models will predict full-scale operations.

DWRD has evaluated microcolumn modeling
techniques, focusing on verifying the results of
available computer models. DWRD conducted
microcolumn tests and used existing models to
estimate carbon usage rates and other design
parameters for a full-scale operation. The modeled
results were then compared to isotherm model

predictions and to actual results obtained in the field.

The investigations concluded that microcolumn
predictions offered no particular advantage over

isotherm predictions (Speth and Miltner, 1989). Some
computer models also contain a component that
estimates the cost of various sized full-scale systems
(Adams et al., 1989). Several of these models are in
the process of being validated by DWRD.

8.2.1.2Fleld Tests of Granular Activated
Carbon Systems

DWRD has conducted extensive field studies on the
potential of GAC to remove organic contaminants
from surface water. It was found that carbon
adsorption is an effective means of removing both
volatile and synthetic organic compounds. Field
testing sites included Jefferson Parish, Louisiana;
Cincinnati, Ohio; Manchester, New Hampshire:
Evansville, Indiana; Miami, Florida; Huntington,
West Virginia; Beaver Falls, Pennsylvania; and
Passaic, New Jersey (Lykins et al., 1984),

More recent studies of GAC systems have focused on
organics removal from ground water at three sites:
Suffolk County, New York; San Joaquin Valley,
California; and Wausau, Wisconsin. A brief
description of these ground-water treatment studies
follows (Clark et al., 1988b).

The purpose of the Suffolk County project was to
study the removal of organic compounds, pesticides,
and nitrates under low-flow situations (simulating
residential usage). GAC in combination with an ion-
exchange system, and a reverse 0smosis system were
operated in parailel at this test site. Data on
treatment effectiveness and system costs were
collected and analyzed to assist in the design and
testing of large public water supply systems. These
results will be especially useful to operators of water
treatment systems in farming communities where
pesticides, nitrates, and other organics are a common
problem.

The field study in the San Joaquin Valley examined
point-of-use GAC units servicing small treatment
systems and private wells of homeowners and
farmers. The purpose of the project was to develop
cost-effective design and operating guidelines for
small GAC systems that are capable of removing
pesticides (including dibromochloropropane) from
drinking water supplies.

The third site, Wausau, has ground water with high
levels of contaminants from a nearby Superfund site.
Air stripping was studied as a companion technology
to GAC at this site. Modeling techniques were used to
predict full-scale design criteria, and the modeled
estimates were verified with actual cost and
performance data obtained from GAC contractors.
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8.2.2 Ozone Oxidation Systems

Ozone oxidation as a method of removing VOCs was
studied in DWRD's in-house pilot plant facilities
(Fronk, 1987a). To date, tests on 29 VOCs in distilled
and ground water revealed that ozone is effective in
removing aromatic compounds, alkenes, and certain
pesticides. It is not effective, however, in removing
alkanes.

Research showed that removal of some alkanes was
enhanced by increasing pH. Also, increasing the
dosage of ozone improves removal of alkenes and
aromatics. For most compounds, the composition of
the water (the background matrix) did not
significantly affect the removal efficiencies of ozone.
In general, it was found that, when treated with
ozone, VOCs behaved similarly in aqueous solutions
as in the gaseous or liquid phases, as the literature
concluded.

In order to further evaluate the effectiveness of using
ozone to oxidize VOCs, DWRD funded a cooperative
agreement with the Los Angeles Department of
Water and Power (LADWP) (Glaze and Kang, 1988).
The oxidation of TCE and PCE by ozone and
modification of the traditional ozone treatment with
the addition of hydrogen peroxide were studied at the
bench scale. Results from this project were very
promising and indicate that the kinetics of the
H909/03 process warrants further research.

8,2.3 Ultraviolet Treatment

Ultraviolet light in combination with ozone may also
be an effective means of controlling organic
compounds. DWRD is conducting a study with the
Los Angeles Water and Power Company to determine
whether these two technologies can successfully treat
organics in ground water (Glaze and Kang, 1988).
The goal of this treatment technique is to oxidize
undesirable chemicals into carbon dioxide and water,
thus eliminating the need to control off-gases, which
are a problem with other oxidation processes.

8.2.4 Reverse Osmosis

DWRD is conducting experiments at the bench and
pilot scale to evaluate the potential for controlling
volatile and synthetic organic compounds using
reverse osmosis. Some field tests have been conducted
as well. Preliminary results indicate that, for ground-
water treatment systems, certain membranes are
very effective in removing a wide range of organic
chemicals (Fronk, 1987b).

Reverse osmosis has been proven as an effective
treatment technology for radium. Several years ago,
EPA conducted field studies in cooperation with
Sarasota County, Florida (Sorg et al., 1980). Six
different types of reverse osmosis systems varying in

size from 3 m3/day to 0.044 m3/sec (800 GPD to 1
MGD) were operated in eight locations. Both hollow
fiber and spiral wound cellulose acetate membranes
were tested. The results of the study indicate that 82
to 96 percent of radium-226 was removed from all
systems, thus meeting the EPA MCL of 5 pCi/L.

Reverse osmosis systems have also been tested for
removing nitrate. In Suffolk County, where research
on removing organic compounds from ground water
has been ongoing, seven different commercially
available membranes were tested for nitrate removal
(Lykins and Baier, 1985). Removals obtained ranged
from 75 to 95 percent. Polyamide membranes were
efficient in reducing nitrate and SOCs.

A field study in Charlotte Harbor, Florida, tested
reverse 03mosis under conditions of high pressure
(18.6 to 25.2 kg/cm? [265 to 359 psig]) (Huxstep,
1981). Removal of nitrate and other inorganic
contaminants added to the ground-water influent
were monitored. The investigation showed thata
high pressure system could obtain better removals of
all substances monitored. For nitrate, the high-
pressure system attained an 80 percent removal as
opposed to the low-pressure system, which attained 6
to 24 percent removal.

8.2.5 Ultrafiltration

Ultrafiltration is being studied as a method of
reducing production of TTHMs in small water
treatment systems (Taylor et al,, 1987). This study
involved treating two ground-water systems that
contained large amounts of natural organic
contaminants that act as TTHM precursors. Both
produced more than 400 g/L TTHMs when treated
with conventional systems. A low-pressure
membrane system to reduce precursors to TTHMs
was tested in a pilot plant. During pilot plant tests,
the ultrafiitration system produced finished water
that easily met the TTHM MCL (100 g/L). Since the
tests were successful and the costs of the system were
considered reasonable, more extensive testing of this
technology is under way.

8.2.6 Packed Tower Aeration

Three field studies were recently completed to study
packed tower aeration (PTA) techniques, which have
proven effective in removing VOC. In Wausau,
Wisconsin, and Baldwin Park, California, research
focused on the effectiveness of PTA in removing
VOCs from ground water (Clark et al., 1989a). Off-
gas control technologies were tested at both sites as
well (Crittenden et al., 1988; Langet al., 1987). In
Wausau, it was found that air stripping was effective
in removing compounds that normally are expected
to be difficult to remove (compounds have lower
Henry's Law constants) by air stripping.
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At the third site, Brewster, New York, a pilct-scale
project evaluating air stripping techniques was
completed. Results were used to develop models that
consulting engineers could use to estimate costs and
performance of full-scale aeration systems (Wallman
and Cummins, 1986).

8.2.7 Conventlional Treatment

Although conventional treatment is not very
effective in removing organic contaminants, field
studies were conducted to test the effectiveness of
adding powdered activated carbon (PAC) to water
prior to conventional treatment (Miltner et al., 1989).
These tests were conducted in Tiffin, Ohio, where
river water containing seasonally high levels of
pesticides from area farms was a problem. The
technique was found to effectively remove SOCs.

8.2.8 lon Exchange

Ion exchange has been studied as a means of
removing nitrate and uranium. In field tests, anion
exchange has proven effective in removing nitrates.
A demonstration nitrate removal plant operated
automatically in McFarland, California, for over 3
years (Lauch and Guter, 1986, Guter, 1982). The
plant has a capacity of 0.044 m3/sec (1 MGD) and
consists of three anion exchange vessels designed to
reduce nitrate-N levels to below 10 mg/L (the current
MCL and State standard in California). In this plant,
part of the influent stream bypassed the treatment
vessels and was blended with the treated water
before leaving the plant. The blended water meets
the required limits for nitrate and, in addition, meets
EPA's Secondary Regulations (40 CFR Part 143) for
chloride (250 mg/L) and sulfate (250 mg/L).

Laboratory-, pilot-, and (small) full-scale tests have
been conducted to examine the effectiveness of anion
exchange in removing uranium (Reid et al., 1985). In
the laboratory, more than 9,000 bed volumes were
treated before breakthrough was observed ona
ground water containing 300 pug/L uranium was
passed through the anion exchange resin. In the field,
twelve 0.007-m3 (0.25-ft3) anion exchange systems
were installed at 10 sites (in New Mexico, Colorado,
and Arizona) where uranium levels in the ground
water exceeded 20 pg/L. The field results actually
showed better removals than the laboratory tests;
some systems had treated over 50,000 bed volumes of
water when they were finally shut down.

A small 0.63-L/sec (10-GPM) full-scale anion
exchange system has been shown to be very effective
in removing 95 to 98 percent of 47 to 90 pg/L of
uranium from a water supply serving a school in
Jefferson County, Colorado (Jelinek and Sorg, 1988).
The system is regenerated with salt about once every

2 to 3 months and the brine disposed at a school
district owned wastewater treatment plant.

Ion exchange systems, using both weak and strong
acid resins in the hydrogen form, have been studied
as a means of controlling radium from ground water
(Clifford et al., 1988). Both types of resins are capable
of removing radium to below the MCL of 5 pCV/L.
However, both systems require the pH of treated
water to be adjusted by either air stripping or the
combination of air stripping and caustic addition.

EPA has also sponsored tests on the removal of
radium with the DOW Chemical Company’s Radium-
Selective Complexer (RSC), a synthetic resin with a
high affinity for radium. Field tests have shown the
RSC to remove radium from more than 50,000 bed
volumes of treated water. However, because the RSC
cannot be regenerated, it must be disposed when its
capacity for radium is reached. For this reason,
studies have been conducted to examine its efficiency
for removing radium from the brine waste of a cation
exchange system. A field study in Colorado showed
the RSC to be very effective for concentrating the
radium from the brine of an ion exchange system for
over 2 years. When its capacity is reached, this
material will be disposed at a low radicactive waste
disposal site.

Recent EPA studies in [llinois have also shown that
activated alumina modified with barium sulfate has
a removal capability similar to the RSC. Plain
activated alumina also removed radium but its
capacity was about a fifth of the modified alumina.
The advantage of the plain alumina was that it could
be regenerated whereas the modified alumina could
not.

The application of preformed manganese dioxide floc
for radium removal was studied at the same field site
in [llinois and this process (adsorption)showed
promising results (Patel and Clifford, 1989). Feeding
of 1 to 2 mg/L of manganese oxide as manganese in a
contact tank before a multimedia filter showed 80 to
95 percent removal of radium (12 pCi/L) from the
ground water. Cost estimates of this process indicate
that it should be competitive with ion exchange
treatment.

8.2.9 Technologies for Removing
Radionuclides

DWRD has funded a project to study several
treatment techniques for removing radon gas from
drinking water (Kinner et al., 1987a). Packed tower
aeration, diffused bubble aeration, and GAC have
been evaluated at a field site in New Hampshire.
Both the packed tower and the diffused bubble
aeration systems were very efficient at removing
radon (90 to 99 percent). The GAC system flow rate
and influent radon concentration above design
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loadings were attributed to the lower removals by the
GAC, This same study also investigated the removal
of radon by several low cost technologies associated
with storage. The simple techniques consisted of
spraying the water into a storage tank, simple
aeration (bubble) in the bottom of the storage tank,
and the combination of these methods (Kinner et al.,
1987b). These methods showed removals ranging
from 50 percent by free fall of the water into the tank
to around 90 percent with the combination of free fall
and bubble aeration.

8.2.10 Secondary Sources of Pollution

Drinking water treatment technologies are designed
to remove pollutants from water. Once removed,
however, the pollutants can create a secondary source
problem, Research on GAC systems treating surface
water found that dioxins were formed as by-products
of the reactivation process (Lykins et al., 1988a).
Afterburners were installed and operated at 1315.6°C
(2,400°F) to eliminate these toxic gases.

Harmful compounds in air stripping of waste gases
can also be a problem. The field studies of air
stripping technologies at Baldwin Park, California,
and Wausau, Wisconsin, included testing of gas-
phase carbon adsorption techniques to remove
synthetic and volatile organic compounds from waste
gases (Langetal,, 1987, Hand et al., 1986). At
Baldwin Park a higher waste gas stack is also being
used to increase dispersion of waste gases.

8.2.11 Small Systems Technologies

Small systems account for most of the MCL violations
under the Safe Drinking Water Act. DWRD has
conducted and is continuing to conduct studies of
technology that is specifically designed to solve small
system problems. A recently completed study
demonstrated the feasibility of using point-of-entry
devices for controlling arsenic and fluoride ina
municipally sound treatment system (Rogers, in
press).

8.3 Mandatory Disinfection

The proposed Surface Water Treatment Rule will
require communities whose water supply comes from
surface water or is influenced by surface water (e.g.,
ground water that is stored in open reservoirs) and
supplies more than 25 persons to filter and disinfect
drinking water before distribution. Upon
promulgation of the final rule, all affected suppliers
must comply within 3 years. The Ground Water
Treatment Rule, anticipated in 1991, is expected to
apply similar requirements to ground-water drinking
sources.

Historically, efficacy of disinfection has been
measured by testing for the presence of coliform

bacteria. The new regulations, however, specify
requirements to control and regulate levels of
Giardia, viruses, Legionella, and heterotrophic
bacteria. In view of these requirements, research
(extramural and in-house) is being conducted on
methods to achieve adequate disinfection of the
specified microorganisms. Inactivation studies using
chlorine and chloramine have been completed on
particle-associated coliforms, and on inactivation of
three coliphages using chlorine, chlorine dioxide and
monochloramine (Berman et al., 1988; Berman and
Sullivan, 1988). Disinfection studies on inactivation
of hepatitis A virus and model viruses in water are
ongoing; as are studies on inactivation of Giardia
(Ohio State University) using chlorine, chlorine
dioxide, and chloramine; and Cryptosporidium
(University of Arizona) using chlorine and
chloramines (Sobsey et al., 1988). Results of these
investigations will provide contact time (CT) values
for the various organisms and disinfectants based on
temperature, pH, and disinfectant dosage (Hoff, 1986;
Clark et al., 1989b). An in-house project will examine
the influence of strain variations in Giardia lamblia
on disinfection inactivation.

A study is being conducted on the inactivation of
viruses and Giardia using chlorine and chloramines
in a flow-through treatment plant (John Hopkins
University).

The use of alternative disinfectants, such as ozone
applied as a preoxidant, has been shown to increase
the level of readily assimilable organic carbon (AOC)
in treated water. The trend toward the use of ozone
and alternative disinfectants to control THM
formation in the United States may result in
increased problems of bacterial regrowth, and
possible coliform MCL compliance during water
storage and distribution. Investigations are under
way to examine AOC levels in treated drinking water
and the relationship between microbial regrowth
(coliforms) and AOC, and a recently completed
project examined modifications of a procedure
developed in the Netherlands to determine AOC
levels in drinking water (Kaplan and Bott, 1989).

Control of Legionella pneumophilia in drinking water
treatment through prevention of the Legionella/free-
living amoebae association is also being examined.

8.3.1 Treatment/Distribution Microbiology

Examination of factors involved in microbial water
quality have been addressed in other completed
studies. Point-of-use or point-of-entry water
treatment may have possible applications where
central treatment is not feasible for various reasons,
Microbiological studies of point-of-entry treatment
devices, used primarily for aesthetic purposes (taste
and odor removal) have shown that the GAC
cartridge devices become bacterial generators,
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regardless of whether they contain silver asa
bacteriostatic agent (Reasoner et al., 1987a,b).

The use of phosphate corrosion control additives on
bacterial growth was examined to determine the role
of added phosphate on coliform occurrence problems
(Rosenzweig, 1987). GAC fines were showntobea
means by which particle-associated bacteria,
including coliforms, can pass from treatment into the
distribution system (McFeters et al., 1987). Particle-
associated coliforms have also been shown to be less
susceptible to disinfection than those that are not
particle-associated.

8.3.2 Bacterial Detection/Monitoring

A variety of studies, completed and ongoing, have
examined various aspects of the bacteriological
quality of drinking water. Studies of detection
methods for bacteria in potable water, and for
monitoring coliform bacteria in potable water include
the development and evaluation of a composite
sampling protocol for coliforms in treated and
distribution water, comparison of media for
recovering total coliforms, detection of Klebsiellain
water systems, the presence-absence coliform test for
monitor-drinking water quality, a radiometric
method for detection of fecal coliforms in water, and
occurrence of pigmented bacteria in treated and
distributed drinking water. An overview that
summarizes much of drinking water microbiology
research during the past decade is available
(Reasoner, 1988).

8.4 Prohibition of Lead Materials

The amendments to SDWA prohibit the use of lead in
pipes, pipe solder, or any other apparatus that comes
in contact with drinking water. On August 18, 1988,
the Office of Drinking Water published in the
Federal Register a proposed new regulation for
controlling lead and copper indrinking water (U.S,
EPA, 1988a). This document hasdrawn a
considerable response, and a lot of work and
manpower is being devoted to technical issues
surrounding this legislation. On October 31, 1988,
the Lead Contamination Control Act (LCCA) was
enacted as an amendment to SDWA (Pub. Law 92-
339). The LCCA added Section 1464, which requires
EPA to publish and distribute to the States a
guidance document and testing protocol to assist
schools in determining the source of lead
contamination in school drinking water.

The Drinking Water Research Division has funded a
major study in Long Island on the impact of lead and
other metallic solders on water quality. Ninety test
sites were selected to provide ten sites in each of nine
age groups ranging from new construction to
construction more than 20 years old. During the
study, the pH was adjusted to three levels. The

results of this study indicated that leaching of lead
into drinking water is greatly affected by pH and the
age of a home. The leaching was the highest for new
homes using low pH water. Furthermore, first draw
samples after overnight detention times had the
highest amounts of lead. A project report will
summarize the results of the study.

In-house research includes studying lead
contamination from kitchen faucets and in water
coolers. Of the 12 faucets used in this study, the tree
cast brass faucets contributed significant amounts of
lead to the drinking water. Traces of lead were
obtained from the other metallic faucets and a plastic
faucet was lead free. The results of this study were
presented at the Water Quality Technology
Conference in November 1988, and have been
accepted for publication in the July 1989, issue of the
Journal of the American Water Works Association
(Gardels and Sorg, 1989).

Twenty-two water coolers supplied by the U.S. Navy
and two from a Portland, Maine, School District were
used in the lead studies. Several coolers contributed
lead to the drinking water in amounts considerably
above the present standard. At the end of the
leaching period, the reservoirs were cut open and
several had lead-lined tanks. The results of this study
appeared in the April 10, 1989, Federal Register
entitled "Drinking Water Coolers that Are Not Lead
Free" (U.S. EPA, 1989c¢). This document and the one
entitled "Lead Contamination in School Drinking
Water Supplies" were issued pursuant to the Lead
Contamination Control Act (U.S. EPA, 1989d). Some
chemical analyses and x-ray diffraction examina-
tions of internal deposits were performed on two of
the reservoirs, The results will be presented as part of
areview of lead corrosion research at the AWWA
Annual Conference in June 1989,

Initiation of new in-house research into the effect of
orthophosphate on lead solubility under different
water qualities, determination of corrosion products
and inhibitor films in lead pipes from field sites,
integrating new data into corrosion models, and the
effect of water softening on corrosivity towards lead
and copper is planned. DWRD is also participating in
a study to gather baseline data and look at the impact
of municipal softening on water corrosivity in
Oakwood, Ohio, where there are still many lead
service lines.

8.5 Systems and Cost Modeling Studies

The DWRD has been modeling the deterioration of
water quality in distribution systems. Subsequent to
water leaving the treatment plant, conditions in the
distribution system sometimes lead to the
introduction of contaminants to the water or to the
occurrence of other types of water quality decline.
The research in this area is focused on computer
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modeling to predict and assist in alleviating
distribution system problems (Clark et al., 1988¢,d).

In addition to field and laboratory research, DWRD is
developing a computer model that will predict water
quality based on the known characteristics of the
distribution system. For example, TTHM levels can
be projected throughout the distribution system
based on the time of travel and the mixing of water
from various sources (Eilers and Clark, 1988).

Other modeling efforts include a project being
conducted in cooperation with French scientists
investigating the effects of hydraulics on the
propagation of contaminants in distribution systems.
Case studies have been conducted to develop models
that analyze distribution system characteristics and
identify factors that contribute to the potential for
water main breaks (Clark et al., 1988a). Some models
estimate costs of repairs and other system
renovations,

DWRD has conducted cost modeling for many years.
Cost data have been collected from design studies and
merged with performance data to develop cost and
performance models. These models are very useful in
estimating the behavior of full-scale systems (Adams
etal., 1989).

8.6 Future Directions

As the Safe Drinking Water Act matures, areas of
major research will be to complete activities in the
areas mentioned to this point. In addition, increasing
emphasis will be placed in the following areas:

® Useof ozone as a disinfectant and oxidant.
Particular emphasis will be placed on the
formation and control of disinfection by-products
and the maintenance of microbiological integrity
of distribution systems.

@ Effects of the use of corrosion inhibitors asa
means of controlling lead leaching from
household plumbing.

® Characterization and treatment of residuals from
drinking water unit processes.

® Development of increasingly sophisticated cost
and performance models.
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Appendix A—Experience Modifying Existing
Filtration Systems

This Appendix provides brief case histories of
modifications resulting in plant expansions (Section
A.1) and installation of different filtration systems,
including slow sand (Section A 2), package plant
(Section A.3), and diatomaceous earth (Section A.4)
filters. Experience selecting a filtration system is
provided in Section A.5.

A.1 Upgrading Existing Treatment

Facllities

A.1.1 Horizontal Flow Basin Example

This example involved a modification of existing
facilities. The plant equipment includes a
rectangular sedimentation basin and rapid sand
filters with a capacity of 0.18 m3/sec (4 MGD). The
basin is 9 meters (30 ft) wide, 40.5 meters (133 ft)
long, and averages 4.5 meters (15 ft) in depth. The
design surface overflow rate is 40.7 m3/day/m2 (1,000
GPD/sq ft). The sedimentation basin has a single
overflow weir across the outlet end, Sedimentation is
preceded by mechanical flocculation with a 40-
minute detention period. Coagulant aids are added
during periods of high turbidity and low water
temperature conditions. Influent water
characteristics include a maximum turbidity ranging
from 25 to 30 NTU and a temperature rarely below
10°C (50°F).

The plan was to expand the plant capacity from 0.18
to 0.35 m3/sec (4 to 8 MGD). Ata 0.35 m3/sec (8-
MGD) capacity, the sedimentation basin overflow
rate is 81.5 md/day/m2 (2,000 GPD/sq ft) or 0.95
L/sec/m2 (1.4 GPM/sq ft). This basin overflow rate,
coupled with the plant’s influent turbidity, are the
primary factors used to derive the appropriate
overflow rate for the tube modules. According to the
recommended overflow rates for systems with
influent temperatures generally over 10°C (50°F), an
overflow rate of 2.04 L/sec/m2 (3 GPM/sq ft) is
acceptable for the basin area covered by the tube
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settlers when preceding either dual- or mixed-media
filters.

The area of the basin covered by tube modules was
calculated using the allowable tube capacity to
achieve the desired overflow rate. The two-step
calculation is based on acceptable plant capacity and
tube rate parameters:

1. Quantity

of tubes = CApaaEyCoN
(area) allowable tube rate, GPM/sq ft
_ 8 MGD x 700 GPM/MGD
- 3 GPM/sq t
= 1,870 ft2 or 173.7 m2
2. Area = length X width
1,870 = length x 30t
length = 1,870/30 = 62.5ftor 19 m

The tube lengths were rounded off to the nearest 10 ft
to permit use of standard tube module dimensions.

The tube modules were installed in an area extending
from the outlet end of the basin to an isolation baffle
wall separating the tube modules from the area of
inlet turbulence. Three new effluent launders
extending from the exit end wall were required to
ensure uniform flow through the tube modules. The
launders were installed at 3-m (10-ft) intervals. The
tube modules were submerged 1.2 m (4 ft) because of
the 4.8-m (16-Mt) depth of the basin.
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A.1.2 Upflow Sollds Contact Ciarifier
Example

This example also involves the modification of
existing facilities. The plant has two 3.9-m2 (42-sq ft)
upflow clarifiers of 189.2 L/sec (3,000 GPM),each
with peripheral collection launders. The total surface
area of each clarifier is 163.5 m2 (1,760 sq ft). The
influent center well consumes 18.6 m2 (200 sq ft) of
settling area.

Peak flows reach 1.3 L/sec/m?2 (1.92 GPM/sq ft), which
is high enough to impede clarifier performance,
especially at colder temperatures. Influent turbidity
ranges from 30 to 70 NTU. Influent temperature
rarely falls below 10°C (50°F).

The plan is to increase the capacity of each clarifier to
252.3 L/sec (4,000 GPM). At this flow, the clarifica-
tion rate based on the available overflow rate
allowable for tube settlers would be 1,77 L/see/m2 (2.6
GPM/sq ft). This rate is within the recommended
limits for the expected influent turbidity levels and
could be achieved by totally covering the basin with
tubes. Total coverage of each basin is the simplest
solution because of the ease of supporting the tube
modules. This would result in 144.9 m?2 (1,560 sq ft) of
tubes, with radial launders added to provide equal
flow distribution. At the 1.77 L/sec/m2 (2.6-GPM/sq
ft) clarifier overflow rate, the probable effluent
turbidity would fall within 3to 7 NTU. An effluent
with this turbidity level is acceptable for filtration
with dual- or mixed-media filters.

A.1.3 Sacramento, California (Sequeira
et al., 1983)

This case involves upgrading the capacity of a
municipal plant from 2.6 to 4.4 m3/sec (60 to 101
MGD). This plant, built in 1963, uses the American
River as its water source. Originally the plant
provided for 25 minutes of flocculation followed by
115 minutes of sedimentation detention. The
expansion reduced flocculation detention to 14
minutes and sedimentation time to 65 minutes.
Filter flow rates increased from 2.0 to 3.6 L/sec/m?2
{3.0 to 5.3 GPM/sq ft) at the expanded flow.

The feasibility study found that a change in filtration
media alone from rapid sand to either dual or mixed
media, would compensate for higher turbidities
anticipated from the increased plant flow rate_ It was
concluded that the modification could be
accomplished without structural changes.

Extensive pilot tests of various filter media were
conducted fromFebruary to May, 1982, to determine
the optimal filter medium in terms of efficiency and
economics. The tests involved four types of filter

media; each pilot filter was monitored for turbidity
and headloss.

Figure A-1 shows the pilot filtration equipment
setup. Influent came either directly from the river or
after coagulation, flocculation, and sedimentation in
the plant. Pilot filter influent turbidities ranged from
31033 NTU and pilot filter rates were set at 3.4, 4.4,
and 6.8 L/sec/m2 (5, 6.5, and 10 GPM/sq ft). Alum
dosages ranged from 12 to 21 mg/L and polymer
dosages ranged from 0 to 0.3 mg/L. The City of
Sacramento allows only 0.1 NTU of turbidity in
finished water, so the pilot tests were terminated
when turbidity levels achieved that figure, Both
mixed- and dual-media filters performed well at all
filter test flow rates, but mixed-media filters were
more reliable in achieving the desired turbidity goal.

The recommendations from the pilot test data
endorsed both dual- and mixed-media filters. A
polyelectrolyte preparation and feed system were also
recommended. During qualifying tests of the new
filters, the plant produced effluent turbidities of less
than 0.1 NTU (generally between 0.06 and 0.08
NTU).

A.1.4 Erie County, New York (Westerhoff,
1971)

This case involves upgrading a 1.93 m3/sec (44 MGD)
plant to 2.63 m3/sec (60 MGD). The Erie County
Water Authority built this plant in 1961 using Lake
Erie as its water source. The steps of the plant
treatment train are:

Aeration

Chemical addition

Rapid mixing

Flocculation and sedimentation
Filtration

Chlorination

L I

The Authority decided to add six new mixed-media
filters to the existing four rapid sand filters as the
first stage of facility expansion. The decision to use
mixed-media filters for the expansion was basedon a
year-long study in which 48 parallel filters were
tested. Sand filters were tested at a flow rate of 1.36
L/sec/m?2 (2 GPM/sq ft), while mixed-media filters
were tested at rates of 1.36 to 6.79 L/sec/m2 (2 to 10
GPM/sq ft). Tests were terminated at headlosses of
2.4 m (8 ft). Test influent turbidities ranged from 2 to
4 NTU, clarifier overflows ranged from 25.5 to 38.3
m3/day/m?2 (625 to 940 GPD/sq ft), and alum dosages
ranged from 14 to 16 mg/L.

The test results indicated that:

® Sand filter effluent turbidity was 0,10 NTU or
less for greater than 80 percent of the time.
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Filgure A-1. Flow diagram of the pilot flitratlon equipment.

® Mixed-media filter effluent turbidity was 0.10
NTU or less for greater than 88 percent of the
time.

® Mixed-media filters produced consistently less
turbid finished water at flow rates of 1.36 to 6.79
L/sec/m2 (2 to 10 GPM/sq ft) than did sand filters
at flow rates of just 1.36 L/sec/m2 (2 GPM/sq ft).

® Mixed-media filters had lower microscopic counts
of particulate matter at flow rates of up to 4.1
L/sec/m? (6 GPM/sq ft) than did sand filters at
1.36 L/sec/m2 (2 GPM/sq ft).

® Mixed-media filters at flow rates of 3.4 L/sec/m2
(5 GPM/sq ft) had an average run length of 29
hours.

® Mixed-media filters at flow rates of 4.1 L/sec/m?2
(6 GPM/sq ft) had an average run length of 20
hours.

® Mixed-media filters at flow rates of from 3.4 to
4.1 L/sec/m2 (5 to 6 GPM/sq ft) used
proportionately less wash water than sand filters
at a flow rate of 1.36 L/sec/m2 (2 GPM/sq ft).

The finished water goals for this modified plant,
using mixed-media filters at a rate of 4.1 L/sec/m? (6
GPM/sq ft), include:

® Average turbidity of less than 0.1 NTU

® Maximum turbidity of less than 0.5 NTU
Average total microscopic count of less than 200
su/mL

Maximum total microscopic count of less than
300 su/mL

Less than 1 unit of color

Less than detectable odor

Less than 0.05 mg/L of aluminum

Less than 0.05 mg/L of iron

A.1.5 Corvallis, Oregon (Collins and
Shieh, 1971)

This case involved upgrading an 0.35 m3/sec (8 MGD)
plant to 0.92 m3/sec (21 MGD). This municipal plant,
which uses water from the Willamette River, was
planned in phases of four MGD subunits, with the
first phase built in 1949. The second phase was built
in 1961, but the third and fourth were never built.
Instead, the 0.35 m3/sec (8 MGD) plant was expanded
with nonstructural modifications during the early
1970s. Willamette River water has turbidity ranging
from 15 to 30 NTU, with surges to 1,000 NTU. The
original facility included flocculation and
sedimentation basins, with two rapid sand filters per
set of flocculation and sedimentation basins.

The expansion involved the replacement of the sand
media with mixed media in the filters. It also added
shallow-depth sedimentation using tube settlers and
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coagulation control techniques. Typical chemical
dosages used to treat the raw water include:

20 to 40 mg/L of alum

10 to 20 mg/L of lime

2 mg/L of chlorine

0.1 to 0.2 mg/L of polymer as coagulant aid

5 to 10 mg/L of activated carbon for taste and ador
control

L N NN

Almost all treatment plant piping was enlarged to
accept the expanded flows. Settling tubes covering 60
percent of the 325.2 m2 (3,500 sq ft) rectangular
sedimentation basins were positioned at the
discharge end of the basins. The tube modules were
supported on a simple "I" beam extended across the
basin width. New effluent weirs and launders were
also installed to ensure proper flow distribution. The
overflow rate in the settling basin with tubes was 2.8
L/sec/m?2 (4.2 GPM/sq ft) compared to 0.71 L/sec/m?2
(1.05 GPM/sq ft) prior to the tube installation.

Experience has proved that the modified plant, at
full-scale operation, consistently produced water
with less than 0.2 NTU turbidity. Also, filter run
lengths have increased from 40 to 65 hours due to the
improved turbidity removal achieved by tube
settling. The filtration rate is now 5.1 L/see/m2 (7.5
GPM/sq ft). The plant uses a pilot filter to establish
coagulant dosages and has turbidimeters on each
filter to continuously monitor effluent turbidity. The
inereased filter cycle length reduced operating costs
through backwash water savings.

The cost of this expansion in 1969 was $430,000. [n
contrast, the original expansion plan of constructing
new flocculation, sedimentation, and filter units to
0.7 m3/sec (16 MGD) capacity was estimated at
2650,000, in 1969 dollars. The nonstructural
expansion included:

® New 0.22 mJ/sec (5-MGD) reservoir

New high service pump station

A cross-town 40.6-cm (16-in) transmission pipe to

the new reservoir

e 219 L/sec (5 MGD) larger capacity than the
original expansion

In addition, the expansion resulted in improved
finished water quality.

A.1.6 Novato, California (Culp, 1976)

This case involved the expansion of a North Marin
County Water District plant from a capacity of 0.16 to
0.27 m3/sec (3.75 to 6.2 MGD) during 1973 and 1974,
without major additions to the plant.

Stafford Lake is the District's water source. The
turbidity ranges from 2 to 35 NTU, with the usual
turbidity between 10 and 20 NTU. Stafford Lake's

coliform MPN values range from 5 to 72,400 per 100
mL and its color ranges from 25 to 50 units. Although
the existing system could manage the high raw water
turbidity and coliform count, the system had a
clarification problem when the water exhibited low
turbidity and high color. Also, high plankton
populations caused taste and odor problems. The
plankton and other biological contaminants
significantly shortened filter run length.

The characteristics of the existing treatment system
included:

® Disinfection with chlorine and coagulation with
alum in a downflow hydraulic mixing chamber

® Flocculation, with additions of recirculated
sludge and lime, followed by clarification

® Additions of activated carbon immediately prior
to rapid sand filtration :

® Dechlorination through the addition of sulfur
dioxide in the filtered water clearwell

® Elevated water storage for backwashing

@ Discharge of backwash water to a recovery pond
and recycling to the plant influent for
reprocessing

® Spraying of locculated sludge on land for
disposal

The expansion required three major changes:
1. Modifying the clarifier by adding settling tubes

2. Changing the filter media from sand to mixed
media

3. [Installing a coagulant control center and
turbidity monitoring unit

These changes are discussed below.

Settling tube modules were added to the annular
outer settling compartment of the circular clarifier.
As a general rule the addition of settling tubes
permits processing two to four times as much water
with no loss in clarification effectiveness. However,
due to the presence of light alum floc, it was decided
to increase capacity to only 263 from 164 L/sec (6.0
from 3.75 MGD). This change increased the surface
overflow rate on the clarifier from 1.03 to 1.7 L/se¢/m2
(1.52t0 2.5 GPM/sq 1) and decreased the detention
time from 1.3 to 0.8 hours. The weir loading increased
from 1.47 to 2.3 L/sec/m2 (T to 11 GPM/ft).

In addition, capacities of certain plant equipment
were increased to accommodate the increased plant
flows. In addition to expanded pump capacities,
pipelines, meters, chemical feeders and valves, and
controls were modified to accommodate the increased
plant capacity. The simple hydraulic mixing chamber
was equipped with a vertical mechanical rapid mixer.
Provisions were made to add polymer to aid
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flocculation. Also, a system to store and feed sodium
hydroxide solution for pH control replaced the lime
system.

The filter bottoms were replaced along with
replacement of sand media with mixed media. The
mixed-media {ilter was supported by graded silica
gravel with an upper layer of coarse garnet gravel.
Gate valves were replaced with butterfly valves.

A coagulant control center and turbidity monitoring
equipment were installed to ensure compliance with
the California Department of Health Services
standard of 0.5 NTU

The changes resulted in achieving a 107 L/sec (2.45
MGD) increase in capacity at a cost of $337,445, in
1974 prices. The expansion took only 8 months to
complete. The plant has performed efficiently and
reliably at the maximum design capacity,
consistently achieving less than 0.15 NTU turbidity
levels and effective bacteriological removal.

A.2 Slow Sand Filter Systems

A.2.1 Idaho State (Tanner, 1988)

In a joint 1-year project in cooperation with Idaho
State, the EPA and University of Washington's
Department of Environmental Health focused on
three typical slow sand filter plants. In the course of
this study, 13 additional slow sand filter plants were
surveyed, and the following plant performance data
were collected:

Turbidity

Total and fecal coliform removal
Giardia samples

Microscopic particle evaluation
Temperature

In addition, the study collected and examined the
following operating data:

Filtration rates

Sand depth

Effective sand size

Cleaning method and frequency
Problems

From the results of the study, the researchers
concluded that:

® Slow sand filters are very effective and reliable, if
they are properly designed, operated, and
maintained,

e Slow sand filter performance is not reliably
determined through examination of turbidity and
coliform removal.

e Microscopic particulate analysis (MPA) canbe a
good indicator of slow sand filter performance.

® The easiest method of projecting slow sand
performance is to examine design and
operational specifications.

® Raw water quality can have a large impact on
slow sand performance.

e Slow sand filters can have significant operational
problems.

This study made the following recommendations in
considering the slow sand filter option:

Use pilot filters to guide design and construction,
Use experienced design professionals.

Use multiple beds for the filters.

Use properly educated operators.

Reduce filtration rates during winter.

Include proper watershed management in
operation and maintenance procedures,

The researchers also recommended the use of routine
sanitary surveys, which would include monitoring
influent water quality, operating factors, and plant
performance. Specifically, water quality should be
monitored as to water source, watershed
management and status, turbidity, and temperature.
Operating factors monitored should include filtration
rates, cleaning procedures, and bypassing. Finally,
monitoring plant performance should include the
recording of turbidity, cleaning frequencies, and
freezing frequencies.

A.2.2 New York State (Letterman and Cullen,
1985)

A recent study of seven slow sand filter plants in New
York State examined the effects of cleaning
procedures on the effluent water quality. The water
quality parameters examined included turbidity,
total particle count, standard plate count, and total
coliforms. Characteristics studied at the seven plants
included average operating flow, design filtration
rate, average operating filtration rate, filter sand
uniformity coefficient, and effective sand size (see
Table A-1).

The operational data from these plants are contained
in Table A-2. Even during the ripening periods, all
but one plant achieved effluent turbidities of less
than 0.43 NTU. The one plant that exceeded 0.43
NTU had submicron particle size turbidity, which is
ineffectively controlled with slow sand filtration. All
seven plants performed well in removing particles
greater than 2 pm. The removal rate for particles
ranging from 2 to 60 pm was from 90 to 99,8 percent.
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Tabie A-1. Characteristics of Slow Sand Fliter Installations in New York
Slow Sand Filtraton Average Operating
Average Operating Flow  Design Filtration Filtraton Rate Filter Sand
Location Rate (MGD) Rate (mgad) (mgad) Uniformity Coefficient  Effective Size (mm)

Aubum 6.0 2.83 36 24 045
Geneva 25 4.9 49 1.9 0.37
Hamilton ~-03 - 1.0 24 0.27
liton 1.5 - 4146 22 0.37
Newark 20 4.1 4.1 1.7 0.35
Ogdensburg .6 5.1 4.6 1.7 0.35
Waverty 1.2 4.1 4.1 24 0.15

1 MGD = 0.044 md/sac; 1 MGAD = 0.935 m¥/m?/day
Source: Letterman and Cullen (1985).

Total plate count removals varied widely from 0 to 50
percent.

A.2,.3 Mcindoe Falls, Vermont (Pyper, 1985)

This was a 2-year study of a municipal slow sand
filter plant with two 37.2-m2 (400-sq ft) filters, sand
depth of 106.7 cm (42 in), effective silica sand size of
0.33 mm, and a design filtration rate of 1.92
m3/m2/day (2.05 mgad).

The raw water was obtained from two shallow spring-
fed ponds with several beaver dams and lodges.
Influent water turbidity ranged from 0.4 to 4.6 NTU,
with a seasonal average of 2.1 NTU. The study
examined the removal of turbidity, bacteria,
coliforms, and Giardia cysts.

The evaluation of this slow sand filter plant revealed
the following:

@ Effluent turbidity of less than 1 NTU was
achieved 99.19 percent of the time.

@ Effluent turbidity of less than 1 NTU was
achieved 99.68 percent of the time, after the first
100 days of operation.

@ Effluent turbidity of less than 0.2 NTU was
achieved 72 percent of the time (during this time
influent turbidity was 1.45 NTU or less).

@ [nfluent total coliform count was reduced from
1,300 per 100 mL or less to 10 per 100 mL or less,
86 percent of the time.

Table A-2.  Filter Ripening Data - Summary
Raw Water Filter Turbidity Approximately 5 Hours
Type of Turbudity  Water Tem- After Filter Startup (NTU) Ewidence of Approximate Length
Operation Date of Dunng Site perature Dur- Scraped/Re- Ripening of Ripaning Penod
Locaton Visite Site Visit  Visit (NTU) ing Site Visit sanged Filter Control Filtert Panod (days)
Aubum (4] Jul 83 1.2-2.0 ~19°C 0.43 0.27 Yes 0.25
Aubum {n Jul 83 1.2-20 ~19°C .0.28 0.27 None -
Aubum (1) Jul 84 20-28 ~18°C 0.22 0.23 Nona =
Genava (%3] Jul 83 - - - - - -
Hamilton n May 84 1.0-1.5 ~12°C 0.28 None None -
liton m Jul 83 20-4.0 ~23°C 0.30 0.40 Minimal 0.5
(particle
count anly)
Newark m Aug 83 1235 -13°C 0.35 0.35 Nona -
Neawark {2) Jan 84 0.6-2.7 -4°C 0.41 0.12 Yes 2
Ogdensburg 13) Aug B3 0.3-0.6 ~15°C 012 0.10 Nana -
Ogdensburg (3) Feb 84 1.0-1.2 ~2*C 0.22 0.24 None -
Waverty 1) Jun B4 6.0-11.0 -15*C 2.3 1.6 Yes 10

# (1) Scraping operation.
(2) Resanding aperation.
(3) Scraping combined with resanding.

b Control fiter - Filter on-line at least 1 month, except Ogdensburg where the filter was on-ling 1 week,

Source: Letterman and Cullen {1985).
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e [nfluent occurrences of high total coliforms
(spikes) and plate count bacteria were removed in
water temperatures of from 5 to 10°C.

® Biological removal efficiencies were lower at
temperatures of less than 5°C, especially from 0
to 1°C; for example;

- Giardia removal efficiency was lowered to
93.7 percent in one test.

- At 1°C total coliform count removal was
reduced from 98 to 43 percent and the
standard plate count bacterial removal was
reduced from 98 to 80 percent over a 9-day
monitoring period.

® Influent standard plate counts of 500 per mL
were reduced to 10 per mL or less, 94 percent of
the time.

® [nfluent total coliform counts were reduced from
440 organisms per 100 mL to 4 per mL.

¢ Influent heterotrophic organisms were reduced
from 520 organisms per 100 mL to 15 organisms
per 100 mL, based on the standard plate count.

¢ [nfluent Giardia levels were reduced by 99.98
percent under warm water conditions.

¢ Influent Giardia levels were reduced by 99.36 to
99.91 percent in water temperatures of less than
.

A.2.4 Village of 100 Mile House, British
Columbia, Canada (Bryck et al.,
1987)

This example concerns a water supply operation that
only chlorinated their water before distributionto a
2,000 person service area. Giardia in the raw water
intake from beavers and muskrats upstream became
a concern. In 1984 the village decided to construct a
slow sand filter system to augment their chlorination
operation after Giardia occurrences in 1981, 1982,
and 1983. The new plant included the following
components:

Surface water intake

Raw and treated water pumping station
Chlorine equipment

Contact tank

Clear well

Three slow sand filter beds

The three filters used filter media derived from local
sand that was washed, dried, and sieved. The
resultant effective sand size for their filter media

ranged between 0.2 and 0.3 mm, with an average of
0.25 mm. The sand media uniformity coefficient
ranged between 3.3 and 3.8, with an average of 3.5.

Each of the filter cells are 43 m (141 ft) long, 6 m (20
ft) wide, 3.75t0 3.9 m (12.5 to 13 ft) deep, and have a
total surface area of 262 m2 (2,820 ft2), The design
filter rate is 0.11 L/sec/m2 (0.16 GPM/ft2). All three
filters are operated to the accepted maximum unit
flow of 2,422.4 m3/day (640,000 GPD) per filter for a
total of 7,255.8 m3/day (1,917,000 GPD). To protect
against freezing, the filters are covered with precast
panels. Filter walls have rigid insulation and are also
insulated with backfilled soil.

The performance results of the new plant are
presented in Figures A-2 and A-3. Influent sample
Giardia cyst counts for the period of November 1985
through November 1986 are contained in Figure A-2.
No cysts were detected in the effluent during that
period. Influent and effluent sample turbidity data
are contained in Figure A-3. Effluent turbidity
ranged from 0.15 to 3.5 NTU ,and was lower both
when influent turbidities were lower and after the
filter ripened.

Operating cycles for the filters ranged from 52 to 215
days, with the longer filter cycles occurring in the
winter and spring months. Increased loadings of
algae during late spring and summer months
contributed to shorter filter cycles during those
periods.

The construction cost of the new plant, in 1984
Canadian dollars, was $780,000. The average annual
operating costs were $20,700, including costs for
chlorination; energy requirements; media
replacement,; cleaning; and labor for daily inspection,
which consumed from 0.5 to 1.0 hours. Cleaning
required 16 person hours per filter and cost about
$225 per cleaning. The total operating cost was
estimated to be $0.25/m3 ($0.96/1,000 gal).

A3 Package Plants

A.3.1 Conventional Package Plants (Morand
and Matthew, 1983)

The EPA surveyed the effectiveness of six
conventional package plants, most of which were
built during the 1970s. The results of this survey
were published in March 1983. The plants were
chosen for study because they operated throughout
the year, used surface water as their source, and
served small populations. Profiles of the six plants
are contained in Table A-3; treatment processes are
described in Table A-4. Design capacities ranged
from 545.0 to 3,028.0 m3/day (144,000 to 800,000
GPD) and average daily flows ranged from 45.4 to
1,249.0 m3/day (12,000 to 330,000 GPD).
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The survey examined samples for turbidity, total
coliforms, and chlorine residuals through the
collection of grab samples from the influent, effluent,
and distribution systems. Influent and effluent
turbidities are shown in Table A-5. Plants C, T, and
W consistently met the 1 NTU standard, while plants
P, V,and M met the | NTU standard less than half
the time. This discrepancy in the latter plants was
due to:

Inadequate design detention time
Inadequately trained operators

Inadequate time allocated for the operation
Periods of high influent turbidities for plants V
and M

After the appropriate adjustments were made to the
equipment and operations, plants P, V, and M met
the 1 NTU standard.

A.3.2 Adsorption Clarifier Package Plants

This section contains descriptions of six facilities that
have used adsorption clarifier package plants. The
plant profiles and effluent data are from facilities in
Lake Arrowhead, California; Greenfield, lowa;
Lewisburg, Virginia; Philomath, Oregon;
Harrisburg, Pennsylvania; and Red Lodge, Montana.

Lake Arrowhead, California (Hansen, 1987)

This case history involves a pilot study where
Giardia cysts were introduced into a water supply to
test the removal effectiveness of an adsorption
clarifier. The adsorption clarification/filtration pilot
plant had a 1.26 L/sec (20-GPM) capacity. The
concentration of Giardia introduced to the raw water
was 2,100 cysts per liter. The results of the pilot test
revealed that filtration removed 100 percent of the
cysts. Plant effluent turbidity ranged from 0.05 to
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Figure A-3. Average raw and fitared water turbidity.
Table A-3.  Water Treatment Facilities Surveyed In Field Study
Manulacturer Design Flow Populanon Served!  Average Volume per Group Type of Distnbution
Site Model, Year Rate GPM (L/s) No. of Meters Day, GPM (mLid) Served Pipa Used Source
W Neptune Microfloc 200 (12.6) 1.500/552 110,000 {0.42) City PVC Surface
AQ-40, 1973 impoundment
T  Neptune Microfioc 200 (12.6) 1.000/360 78,000 (0.30) City PV, castron, Surface
AQ-40, 1973 asbestos cement  impoundment
v Neptune Microfloc 200 (12.6) ---i423 72,000 (0.27) PSD= PVC River
AQ-40, 1976
M Neptune Microfloc 560 (35.3) 11,680 330.000 (1.25) PSD PVC River
AQ-112, 1972
P Neptune Microfioc 100 (6.31) ~e-/411 82,000 (0.31) PSD PVC Surlace
Water Boy, 1972 impoundment
C  Permult 200 (12.6) Stale park 57,000 (0.22) State park  Asbaslos cement Rwear
Permal, 1971

PS50 = Publc Service Distncl
Source. Maorand and Matthew (1983).
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Table A-4.  Treatmant Process Characteristics
Rapid Mix Flocculation Sedimentation Filtranon
Detention Detenton
Prechemical Tima Time Loading Rate
Site  Addition Type (sec) Type {min) Typa  (GPM/M2) Media (GPM/h2) Notes
w C1, alum, In pipe 3 Paddle 128 Tubes 100 Mixed ] Palymer
soda ash anthracite, 18 . added before
silica sand, 9. lubes
gamel sand, 3n.
T C1, alum, In pipe 3 Paddie 12.8 Tubes 100 Mixed 5 Post-soda
soda ash, anthracite, 18 1n, ash
poly silica sand, 9,
gamat sand, 3in.
vV Ctaum, Inppe 3 Paddie 14 Tubes 100 Mixed 5 Post-sotium
soda ash, anthracite, 18 mn. hexameta-
poly silica sand, gn. phosphate
gamat sand. 3in.
M C1, alum, Chamber 30 Paddle 10 Tubes 100 Mixed 5
soda ash, anthracite, 18 in.
poty sikica sand, 9n.
gamel sand, Jin
P C1.alum. Chamber - Padale 10 Tubes 150 Mixed 5
5003 ash, not used anthracite, 18 .
carbon sibca sand, 9n.
(summer) garnet sand, 3n.
c C1, alum, In pipa - Upflow sclids contact 2 hr detenton tme  Silica Sand, 24 2 Soda ash
soda ash, nse rate - 1 GPM/M2 added belore
poly filtration

GPMM2 = 0.679 Lisec/m2; 1 inch = 2.54 cm
Source: Morand and Matthew (1983).

0.06 NTU. Clarified effluent contained cysts when
effluent turbidity ranged up to 0.3 to 0.4 NTU.

Greenfield, lowa (WEM, 1985)

This case history presents operating performance
data from a 0.044 m3/sec (1.0 MGD) plant between
July and December 1984. The plant's influent comes
from Lake Greenfield which contains turbidity, taste,
color, and iron contaminants. At the Greenfield
plant, powdered activated carbon is added to control
odor and taste problems. Table A-6 presents the
operating data for the plant. Pilot test turbidities
were similar to those from regular operational
experience, typically ranging from 0.3 to 0.5 NTU.
Alum dosages in the full-scale plant range from 7 to
20 mg/L, which are slightly lower than those
established in pilot tests.

Lewisburg, West Virginia (Lange et al., 1985)

This case involves a 0.087 m3/sec (2-MGD) plant that
has operated since December 1983. Three months of
records on turbidity removal are contained in Table
A-7. The clarifier generally achieved 90 percent
turbidity removal. While turbidity ranged as high as
50 NTU in May 1985, the plant was able to produce
effluent with turbidities of less than 0.5 NTU at all
times.

Philomath, Oregon (Lange et al., 1985)

A 0.044 m3/sec (1.0-MGD) plant utilizing an
adsorption clarification unit began operation in
February 1986. Seven months of turbidity data and
chemical feed data are contained in Table A-8.
Influent turbidity ranged from 3.02 NTU to 26.7
NTU in February 1986. The system performed
effectively with filter effluent turbidity ranging from
0.17 to 0.26 NTU. Net water production did not fall
below 88 percent during this period.

Harrisburg, Pennsylvania (Lange et al., 1985)

This example involves an existing plant that was
built in 1964 without sufficient clarifying capacity.
The original plant contained a circular upflow sludge
blanket clarifier and stored backwash gravity filters.
The system was operated in the direct filtration mode
at 2.7 L/sec/m2 (4 GPM/sq ft) because clarification
capacity was inadequate.

Three adsorption clarifier packaged units were added
to expand the plant to 0.394 m3/sec (9 MGD) with
each adsorption clarifier operating at between 6.79
and 10.19 L/sec/m2 (10 and 15 GPM/sq {t). Three
months of turbidity and chemical feed records are
found in Table A-9. Overall turbidity removal ranged
from 70 to 90 percent. The length of filter runs
doubled from 13 to 26 hours with the addition of the
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Table A-5.  Turbidity Values (NTU)

Plant C Plant W Plant T Plant V Plant M Plant P
Clearwell Clearweil Clearwell Clearwell Clearwall Clearwall
Raw Effluent Raw Effluent Raw Effluent Raw Effluent Raw EHfluant Raw Effiuant
8.5 0.3 - 0.9 10.0 1.9 4.0 1.8 - 0.2 120 0.8
6.2 0.2 5.0 03 8.0 0.2 120 28 39.0 as 44 24
12 03 42 0.4 6.0 0.4 - 9.6 40.0 26 - 7.0
16 0.1 19.0 0.8 3.2 1.1 35.0 1.5 270 24 a5 1.5
22 0.1 9.2 20 3.2 0.2 42,0 20 6.0 1.2 20 0.4
40 0.1 11.5 0.3 3.2 0.2 10.0» 2.4 38 0.1 1.2 0s
126 0.7 120 0.2 58 0.2 90.0= 8.5 73.0 11.0 15.6 9.7
5.2 0.2 11.0 0.3 10.4 32 28.0 54 362 0.1 a 2.2
2.2 0.2 29.7 0.9 34 0.7 19.0= 03 kR: ] 0.3 177
2 1.9 12.8 0.2 47.0% 1.2 6.0 0.5
13.02 0.8 70.0% 16.0
8.0a 0.3 25.00 34
6.04 0.3 >100.00 55.0
>100.00 0.5 >100.0* no
60.0% 0.5 8.5% 22
240 1.2 4.3 0.4
13.0 0.3 4.02 1.0
27 1.2 9.6% 1.9
1.2 1.0 191 1.1
33 0.5 B64.0 6.9
8.2 1.0

2Averaged values lor day.
Source: Morand and Matthew (1983).

Table A-6. Operating Data - Greenfleid, |A

Turtwdity, NTU Iron, mg/L Chemical Feed, mg/L
Maonth Raw Clanfier Filter Raw Filter Alum Polymer Chionine
Jul, 1984 Mean 59 - 0.51 0.13 0.03 15.5 0.32 7.0
Range 2.5-13.0 = 0.32-0.70 0.08-022 0.0 -_0;07 11.1-19.6 0.28-0.37 6.0-8.7
“Aug. 1984  Mean 39 126 046 08 003 122 03z 38
Range 256.0 - 0.39-0.62 0.07-0.32 0.0-0.04 8.9-23.9 0.16-0.48 2.3-56
“Sep, 1984 Mean < a4 s 038 0.4 0oz | 8s 035 78
Range 3.6-53 - 0.36-0.60 0.10-0.24 0.01-0.03 6.9-12.9 0.32-0.37 74-81
“Oct 1984 Mean ¢ 83 2 23 040 0z 002 &7 a20  s9
Range 4.0-8.2 1.8-2.9 0.26-0.56 0.14-0.29 0.01-0.03 = 0.13-0.26 3.7.74
Nov. 1984 Mean ¢ §s 23 033 020 001 v T o8 aan
Range  4.2-13.0 2.0-2.5 0.17-0.47  0.14-0.33  0.01-0.02 7.3-223 0.15-0.21 2.2:5.1
“Dec, 1984 Mean 28 1 R 2 035 XL 001 Tvez 0T 022 25
Ranga 1.8-75 1.6-20 0.27-0.48 0.02-0.17  0.00-0.03 8.3-146 0.17-0.25 21-28
adsorption clarifiers, in spite of the 20 to 30 percent of its high quality. Because the raw water turbidity is
increase in flow. so0 low, the plant is equipped with a bentonite feed

system to assist in the treatment of the plant's
typically cold, low turbidity (less than 1 NTU)

Red Lodge, Montana (Lange et al., 1985) influent. Bentonite is added to the influent before the
This case involves installing a new 0.061 m3/sec (1.4- alum and polymer feed points. The treatment goal is
MGD) plant starting up in January 1984. Prior to to produce effluent with less than 0.1 NTU turbidity

construction, the water was only chlorinated because to guard against Giardia breakthrough. As Table A-
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Table A-7. Opersting Data - Lawisburg, WV
Turbidity, NTU
Clanfier Clanfier
Manth Influent Effluent Filler Effluant
Dec, 1984 Mean 5.0 1.2 016
Range 1.8-18 0.6-25 0.10-0.20
May, 1985 Mean 9.6 1.0 0.18
Range 2.0-5.0 04-60 0.10-0.50
Jun, 1985 Mean 1.7 0.60 0,16
Range  0.70-5.0 0.1-1.1 0.10-0.50
Tabie A-8. Operating Data - Philomath, OR
(Moninly Average Values) Net
Turbidity, NTU Chemical Feed, ML produc-
Month Raw Clanfier Fiter Alum Soda Ash Polymer tions
Feb, 26.7 340 - 155 21.2 0.29 -
1986
Mar, 650 167 017 114 45 0.08 91%
1986
Apr, 627 149 0.20 - - - 90%
1986
May, 582 145 023 1.7 12 0.08 88%
1986
Jun, 425 .21 014 113 48 007 93%
1986
Jul, 343 - 022 100 57 007 93%
1986
Aug, 3.02 - 026 166 - 0.07 93%
1986

aNet producnon is the percentage of raw waler thatl was turned inta
hrushed water.

10 indicates, the plant achieved its turbidity goal for
the entire 6-month period over which data were
collected. It should be noted that the turbidity of the
clarifier effluent is sometimes higher than that of the
raw water influent due to occasional carryover of
alum-coagulated bentonite particulates.

A.4 Dlatomaceous Earth Filters

A.4.1 Colorado State University Study
(Lange et al., 1984)

The study examined Giardia inactivation in addition
to removal of turbidity, total coliform bacteria,
standard plate count bacteria, and particles. Eight
operational parameters evaluated for their influence
on removal effectiveness were:

® Seven grades of diatomaceous earth

® Hydraulic loading rates of 0.68, 1.36, and 2.72
L/sec/m2(1, 2, and 4 GPM/ft2)

® [nfluent temperatures, ranging from 5 to 19°C

® [nfluent concentrations of bacteria, ranging from
100 to 10,000 per 100 mL

® [nfluent concentrations of Giardia cysts, ranging
from 50 to 5,000 cysts per liter

Filter headloss rates

Filter run times

Alum coating of the diatomaceous earth

The results of the study indicated that Giardia
removal exceeded 99 percent for all grades of
diatomaceous earth at filter hydraulic loadings of
0.68 to 2.72 L/sec/m2 (1.0 to 4.0 GPM/sq ft), and at all
study temperatures.

In addition, the grade of diatomaceous earth affected
the removal rates of other contaminants. The
coarsest grade of material achieved removal 0f99.9
percent of the Giardia, 95 percent of the cyst-sized
particles, 20 to 35 percent of the coliform bacteria, 40
to 70 percent of the heterotrophic bacteria, and 12 to
16 percent of the turbidity. The finest grade of
diatomaceous earth achieved the removal of 99,9
percent of the bacteria and 98 percent of the
turbidity.

A.4.2 Mcindoe Falls, Vermont (Pyper, 1985)

This case involves an evaluation of the parallel
operation of a diatomaceous earth and a slow sand
filter. The diatomaceous earth filter rate ranged from
0.68 to 1.22 L/sec/m? (1.0 to 1.8 GPM/sq ft), using a
0.63 to 1.26 L/sec/m?2 (10 to 20 GPM) pressure unit.

The pressure diatomaceous earth filters dependably
removed 99.97 percent of the Giardia cysts and 86
percent of the coliforms. They also achieved 80
percent standard plate count bacteria removal in 70
percent of the samples. The average influent
contained 271 total bacteria count per 100 mL and 30
standard plate count bacteria per mL. The average
effluent contained 38 total bacteria count per 100 mL
and 6 standard plate count bacteria per mL

A.5 Selecting a Filtration System

A.5.1 Lake County, California (Conley and
Hansen, 1987)

This case study concerns the process of selecting a
centralized new treatment facility for an area that
was previously served by individual supplies. Clear
Lake, the source of raw water, experiences severe
seasonal taste and odor problems caused by blue-
green algae blooms (Microcystis and Anabaena).

Clear Lake is classified as eutrophic. The taste and
odor problems typically start in May and finish in
November with lake water taste and threshold odor
numbers (TON) ranging as high as 10 during this
period. Clear Lake's turbidity ranges from 3 to 90
NTU. Clear Lake has excellent mineral qualities, as
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Table A-3. Operating Data - Harrisburg, PA
Turbdity, NTU Chemical Feed mg/L Clanfier Rate
Month Raw Clarifiar Filter Alum Polymer GPMM2
Jul, 1985 Mean a1 1.36 017 NA NA NA
Range 5.7-15.1 0.60-3.4 0.13-0.32 - -
“TAug, 1985 Mean 86 0se  oas  m T TTose T TTTTTTTRATTTTTT
Range 4.8-14.3 0.7-1.5 0.13-0.25 81134 0.10-0.15 11.9-16.5
"Sep, 1985 Mean 93 12 o018 ¢ T A
Range 5.9-37 0549 0.09-0.34 4.9-18.7 0-0.31 11.7-14.8
GPM/ft2 = 0.679 Lsec/m?
NA = not available
Table A-10. Operating Data - Red Lodge, MT
Turbidity, NTU Chemical Feed mg/L Water Temperature
Manth Raw Clanfiar Filter Alum Palymer Bentanite °F
Jan, 1985 Mean 0.20 0.29 0.04 2.5 0.48 0.93 36
Range  0.15-0.33 0.21-0.35 0.03-005 1435 048-048 0.93.0.93 34-38
““Feo, 1985 Mean 018 028 < 005 23 “os8 oss a7
Range 0.16-0.21 0.22-0.39 0.30-0.07 14-36 048-048 0.83-093 33-38
““Mar, 1985 Mean 020 028 005 30 048 0e3 3%
Range  0.18-0.22 0.25-0.32 0.03-0.06 1.9-3.9 0.48-0.48 0.83-0.93 35-37
“TApr, 1985 Mean 11 o0s3 1 008 50 060 | 0 w
Range 02216 0.27-11 0.04-0.14 23-71 048-0.75 - 38-43
““May, 1985  Mean 21 041 007 7a 048 o o a7
Range 0.16-4.5 0.16-0.80 0.03-0.14 3.6-13.4 048-0.48 - 43.47
““Jun. 1985 Mean 35 o041 007 1 104 060 | o 7T s T
Range 1.5-6.2 0.21-0.75 0.04-0.18 7.4-128 048-0.75 - 43-49
°C = (°F - 32) x 5/9
shown in Table A-11, but the lake water requires
turbidity removal, taste control, and odor control, Tabie A-11.  Clear Lake Water Quality Analysis
Concentratons, mg/L
Several other jurisdictions in addition to Lake Mineral Consutuents High Low Median
County use Clear Lake for a water supply. Calcum 30 17 23
Consequently, there were data available from other Magnesium 21 98 15
operations using the same influent. One of these Sodum “ & 10
neighboring jurisdictions, the City of Lakeport, e - i -
installed a plant equipped with both ozone and g * =
activaled carbon, which effectively manages the odor Bicarbonate 212 96 145
and taste problems. Sulfale 35 5.1 9
Chionde 10 3.2 6
A feasibility study recommended a complete Nitate " 0.0 16
treatment system rgted at 0_088m3!sec (2 MGD) with _— s 6 i
preozonation, chemical coagulation, pH control, )
flocculation, sedimentation, filtration, and Boron 12 0 0.7
postfiltration. A suitable package plant was selected Silica 34 0.7 14
as the most cost-effective choice. Hardness 158 78 115
. . Turbudity 90 Tua 3Ty 15 TU
The selected package plant required pilot tests for STurticity Unes

establishing process feasibility and design criteria.
Four utilities were contacted with regard to their
experiences before pilot testing commenced. The
utilities reported that taste and odor had been
increasingly troublesome, and they described rising

floc problems due to air bubbles introduced by algae.
In addition, algae blooms had interfered with the
clarification process. Water quality data from
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January 1977 to November 1980 for a sampling
stationon Clear Lake is summarized in Table A-12.

The odor and taste problems had been successfully
treated by the other utilities with potassium
permanganate and powdered activated carbon.
However, the two utilities using ozone received the
fewest complaints. Also, some utilities had recently
installed postfilter granular activated carbon
contactors.

As a result of reviewing the existing data, Lake
County decided to install adsorption clarifiersas a
prefiltration step. The adsorption clarifier uses an
upflow design with a buoyant medium to assist the
clarification process.

The manufacturer was requested to perform the pilot
tests. The two primary test objectives were to:

® Measure turbidity removal capabilities

® Determine the effectiveness of adding potassium
permanganate or powdered activated carbon
prior to clarification to remove trihalomethane
(THM) precursors, taste substances, and odor
substances

If the pilot tests were successful, the utility would be
able to avoid the expensive option of using ozone
treatment to control taste and odor.

The tests were performed during September and
October of 1986 and verified by a design consultant.
There were no major algae blooms during the test
period.

The pilot test report indicated that the new plant
could remove a high percentage of turbidity.
Furthermore, low concentrations of potassium
permanganate could be used to control taste and odor
substances. In addition, the powdered activated
carbon assisted in the removal of THM precursors.
The report indicated that the adsorption clarifiers
were effective at dosages of up to 25 mg/L, with no
filter breakthroughs or short filter cycles.

Based on the pilot test results, an adsorption clarifier
package plant and chemical feed system were
recommended. The adsorption clarifier will have a
design loading of 6.79 L/sec/m2 (10 GPM/sq ft), a
filtration rate of 3.4 L/sec/m2 (5 GPM/sq ft), and a tri-
mixed filter media. The chemical feed system will use
the following chemical dosages:

1 to 2 mg/L of ozone

10 to 20 mg/L of alum

0.2 to 1.0 mg/L of potassium permanganate
1 to 10 mg/L of cationic polymer

10 to 20 mg/L of powdered activated carbon
0.1 to 0.5 mg/L of nonionic polymer

20 to 40 mg/L of sodium hydroxide
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Table A-12. Clear Lake Water Quality at DWR Sampiing Station No. 1 at Lakeport
Date  Turbidity Sp. Cond. DO Sodum  Alkahnity Chionde  Nitates Onho Po,

Sampled (NTU) (uMHOS/cm) pH {mgh)  (mgl) (CaCQ;)  (mgl)  (mgl) (mg/L)
\rirad 21 307 83 9.9 13 142 68 0.25 0.05
20317 9 308 8.1 1.8 13 144 7.0 0.14 0.00
anorr 25 308 77 9.2 12 144 6.6 012 o
AT 18 316 8.1 T 12 147 6.4 0.69 0.00
5/577 14 n 8.0 9.1 14 156 6.5 0.0 0.00
B/18/77 35 337 7.8 4.5 14 154 7.9 0.05 0.00
mamr 14 346 8.0 5.0 14 160 8.8

s 7 302 B.0 43 16 138 9.6 0.04 0.09
8277 60 364 B2 26 17 165 8.8 0.05 0.08
101477 50 385 8.1 16 17 170 10 0.01 0.03
11/4177 33 373 83 57 16 174 77 Q.14 0.02
12977 36 366 8.2 6.8 18 169 85 0.7 0.02
1/6/78 &7 193 7.3 9.7

2/1078 49 197 78 10.0

3/9/78 20 216 76 9.1

4/6/78 13 223 76 9.1

5/11/78 6 227 8.2 10.4

6/8/78 3 225 8.2 6.9

7378 3 238 8.1 8.1

8/10/78 7 258 78 5.9

9/14/78 18 27 78 7.0

10/5/78 12 275 8.4 10.6

11/9/78 22 290 75 4.3

1217178 20 294 7.7 9.5

1/5/19 21 299 7.8 10.4 13 138 a1

2nam9 18 255 7.7 10.4

nsmre 12 281 72 6.7

4/579 20 260 8.1 10.2

51079 8 259 82 9.9

6/8T9 5 284 7.8 7.0

mamg 6 29 B 7.0 12 130 6.0

8179 4 04 8.0 58

77g 13 an 8.1 5.3 13 143 6.0 0.08
104/79 17 320 86 7.0

11879 28 299 7.7 8.5

121719 19 299 75 7.4

1/11/80 28 260 8.3 10.2

2/6/80 17 245 79 10.3

3680 3 228 77 9.8

4/10/80 19 235 7.7 9.6

Sams0 3 236 8. 8.8

6/6/80 ] 246 8.1 8.5

71180 5 263 8.1 7.7 10 N.D.
8/22/80 S 268 7.9 6.7

9/18/80 12 280 B3 4.8

10/1580 9 185 8.3 7.1

11/13/80 13 256 8.4 9.1




Appendix B—Case Histories of Emerging
Disinfection Technologies

Several case histories of water supply systems that
have used disinfectants other than chlorine are
presented in this appendix. The descriptions of each
case include the modifications in disinfection/oxida-
tion techniques necessary to (1) attain the desired
degree of disinfection while minimizing the
formation of disinfection by-products; and (2) cope
with other common problems such as taste, odor,
color, and algae.

The case histories cover ozone, ultraviolet radiation,
chlorine dioxide, and chloramine. Section B.1
presents case histories involving the use of ozone asa
primary disinfectant and as a preoxidant for lowering
THM levels. Section B.2 illustrates the use of
ultraviolet radiation as a primary disinfectant for
surface water followed by chlorination. Three case
studies involving the uses of chlorine dioxide as a
preoxidant for THM control, as a primary and
secondary disinfectant, and in combination with
chloramines to lower THM production are presented
in Section B.3. Lastly, chloramine case histories are
presented in Section B.4.

B.1 Ozone Case Historles
B.1.1 Primary Disinfection with Ozone: North
Andover, Massachusetts

Under normal circumstances, total coliforms in
North Andover's raw water supply, Lake
Cochichewick, are between 50 and 500 per 100 mL
and turbidity is between 1 and 2 NTU. However, in
early 1986, 18 cases of Giardiasis were reported.
Residents were instructed to boil tap water for at
least 5 minutes before use, while public health
officials sought to locate and correct the problem.

The raw water was found to contain Giardia cysts in
samples taken in April 1986. In addition to the
concern that residential septic systems were affecting

the water supply, local officials found that the lake's
watershed had a large muskrat population.

At the time of the Giardiasis outbreak, treatment of
North Andover water included chlorination without
filtration. Two pumping stations distributed the
water through the piping system, each station
handling 0.12 to 0.13m3/sec (2.5 to 3 MGD). Over the
years, the distribution pipes have formed substantial
biofilm and scale, due to high humic concentrations
in the water.

Increased chlorination overcame the immediate
Giardia problem, but subsequent descaling of the
distribution pipes released coliform organisms to the
water. The State Department of Environmental
Quality Engineering (DEQE) had to continue the
"boil water” notice. In addition, THM levels rose to
above 200/pg/L due to the increased chlorination, and
residents began complaining about the strong
chlorine concentrations. Thus, ozone was
investigated as an alternative primary disinfectant.

Interim Solution

In October 1986, ozonation systems, rented from an
equipment supplier, began operating at both Lake
Cochichewick pumping stations. One system had a
22.7-kg/day (50-1b/day) ozone generating capacity
and the second had a 68.04-kg/day (150-1b/day)
capacity. When the efficacy of ozonation was proven,
the town purchased and installed two 68.04-kg/day
(150-1b/day) ozonation systems, one at each pumping
station. At four points in the distribution system,
chlorine was added to provide a residual disinfectant.

These two ozonation systems were installed as a stop-
gap measure to control Giardia cysts until a proposed
$10.5 million 0.53 m3/sec (12-MGD) plant was
designed and constructed. The new plant, to be on
line in 1991, will provide complete treatment,

180
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including ozonation, filtration, and postfiltration
GAC adsorption with residual chlorination.

The State Department of Environmental Quality
Engineering (DEQE) provided emergency funding of
$2.5 million for installing the interim ozonation
systems, connecting pipelines to the three
neighboring communities, relining pipes with
cement, and replacing water mains. Annual rental
fees for the two ozonation systems were
approximately $90,000. The two 68.04-kg/day (150
Ib/day) ozonation systems were purchased for
$325,000 (total). This price included the air
preparation systems, ozone generators, diffuser
contactors, and ozone destruction equipment; plus the
appropriate instrumentation, including a residual
ozone monitor for the outlet of the contact chamber.

Each of the purchased contacting chambers is 3 m (10
ft) wide, 6 m (20 ft) long, and 4.8 m (16 ft) deep. The
contactors have five baffled sections to which equal
amounts of ozone are applied. Plug flow is
maintained throughout the ozone contactors. Applied
ozone dosages are 5 mg/L and the dissolved ozone
concentration at the outlet of each contact chamber is
between 0.9 and 1.0 mg/L. For design purposes, the
average ozone concentration in each contactor was
assumed to be 0.5 mg/L. Total residence time of water
in the contactors is 10 minutes during the summer at
full pumping rate. During the winter, when pumping
rates are reduced by 50 percent, the residence time is
20 minutes.

Water temperatures of the lake vary from about 5°C
(41°F) in winter to just under 20°C (68°F) during the
summer. Therefore, the appropriate CT values for
99.9 percent inactivation of Giardia lamblia range
from 1.9 to 0.72 mg/L-min. During the summer, the
period when the shortest contact time is experienced,
at an average dissolved ozone concentration of 0.5
mg/L, a T g contact time of 5 minutes (50 percent of
the peak-flow hydraulic detention time) would attain
a CT value of 2.5 mg/L-min, which is more than
adequate. During winter (T1p = 10 min), the CT will
be 5 mg/L-min.

The Results

After approximately 90 days of ozone treatment, the
State DEQE unconditionally lifted the "boil water"
order, which had been in effect for 9 months. Both
Giardia cysts and coliform organisms were
eliminated from the North Andover water supply.

In addition to the microorganism control, several
other benefits resulted from use of ozonation. Prior to
the outbreak problem, THM values ranged from 8 to
120 pg/L. Since ozonation, measured THM levels
range from 1.1 to 2 pg/L. In addition, the color of the
treated water has improved significantly (65 to 95

percent lower) and taste and odor of the finished
water greatly improved.

Permanent Solution

The planned 0.53 m3/sec (12-MGD) treatment plant
will include ozonation, filtration, and postfiltration
GAC adsorption, followed by secondary disinfection.
Preozonation will be applied before rapid mix and
filtration. After dual media filtration, GAC
adsorption is incorporated, followed by chlorination
for secondary disinfection. In addition to providing
additional removal of contaminants, the GAC step
will allow mineralization of much of the
biodegradable organic fractions of the water.

B.1.2 Preozonation for THM Controi:
Kennewick, Washington (Cryer, 1986)

Prior to 1977, the City of Kennewick drew its water
supply from a system of five Ranney collectors located
in the Columbia River. The water was chlorinated
before distribution. When installed, this system was
capable of producing approximately 0.876 m3/sec (20
MGD); however, its output deteriorated to about
0.657 m3/sec (15 MGD) by 1977. By 1978, peak water
demand reached the capacity of the system. [t was
determined that direct utilization of the Columbia
River would be the only long-term reliable water
source.

Since the raw water would be drawn directly from the
river, additional treatment was necessary to
maintain finished water quality. A pilot plant study
was undertaken to test alternative water treatment
processing steps, This study included the use of
preozonation and conventional postfiltration GAC
adsorption, in addition to conventional and direct
filtration procedures.

Average values of the raw water quality parameters
of the Columbia River are:

TTHM - 1 pg/L
TTHM Formation Potential - 136 pg/L (7 days
chlorine contact time)

TOC - 2.4 mg/L

No. Particles - 11,650/mL

Particle Volume - 160,700 nL/L

Turbidity - 1.TNTU

In the pilot study, the preozonation and
coagulation/filtration steps each provided
approximately 30 percent reduction in TTHM
formation potential (TTHMFP) levels and 10 percent.
reduction in TOC levels. The combined processes
gave approximately 60 percent reduction in levels of
TTHMFP and 20 percent reduction in TOC levels.
The preozonation, coagulation, and filtration steps
combined were determined to be operationally
equivalent to activated carbon adsorption for the
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removal of THM precursors; the process was also
determined to be the most cost-effective method of
treating organics in the Columbia River water
supply.

Solution

A 1.314-m3/sec (30-MGD) water treatment plant was
constructed in four stages, adding 0.329m3/sec (7.5
MGD) capacity in each stage. The new plant includes
preozonation, flash mix, coagulation, flocculation,
filtration, and postchlorination. Design criteria for
the preozonation facilities are given in Table B-1.

Tabie B-1.  Design Criteria for Kennewick Water
Treatment Plant Preozonation Facllities
Design Cnlena
Item Units Imuial Uitmate
Plant Capacity
Design MGD 75 30.0
cfs 11.6 46.41
GPM 5.200 20,800
Ozone Contact
Basins
No. of basins 4 16
Datenbon tme at min 10 10
flow
Basin dimensions - L] 14 x 8 14 %8
inside
Average water depth ft 16 6
Basin volume L 1.792 1,792
gal 13,400 13,400
Total basin voluma ft3 7.168 28,672
Chemical Feed Rate  Ib/day 250 1,000
(max. dosage at
design flow)
Chemical Feaders Iniday 2 x 125 3 % 250
2 x 125
Chamical Storage 250 1.000
Capacity
Number of Ozone 2 5
Generators

1 pound = 0.4536 kilograms; 1 MGD = 0.044 m3/sec:
1 :GPM = 0,063 Lisec: 1 fool = 0.3 maters; 1 #? = 0.0283
m

At the point of application, ozone dosages averaged
1.5 mg/L and peaked at 4.0 mg/L. The contactors
provide 10 minutes of detention time. Raw water
total coliform levels are consistently less than 50 per
100 mL. Raw water turbidities range from 1.5 t0 2.0
NTU.

The new 0.329-m3/sec (7.5-MGD) direct filtration
treatment plant operates from May through October,
when system demand exceeds the capacity of the
Ranney collector system. The collector system is still
used because it operates at lower cost than the new
treatment plant. Generally, the service area
customers have been satisfied with the quality of
water provided. Judging from the limited number of

complaints, the treated river water has a higher
customer acceptance than the water from the Ranney
collector. Water quality from the collector system is
not very different from the raw water from the
Columbia River,

THM analyses indicate that the treated water from
the new plant has average TTHM concentrations of
approximately 14 pg/L, while the water from the
Ranney collector averages approximately 107 pg/L
TTHM.

Applied Ozone Dosages

Applied ozone dosage rates have ranged from 1.7 to
2.5 mg/L. Until 1983, ozone residual levels at the
contactor outlet were maintained at approximately
0.5 mg/L. In 1983, the city installed a dissolved ozone
analyzer to control the ozone dosage, which has
lowered the dissolved ozone residual concentrations
to 0.1 mg/L, thus saving ozone, and still controlling
biclogical growth in the filters and basins prior to
chlorination,

Assuming an ozone concentration of 0.1 mg/L is
present throughout the 10-minute hydraulic contact
time (T = 5 min), a CT value of 0.5 mg/L-min is
obtained. Since the treatment process includes
filtration, which provides a 2-log reduction of Giardia
cysts, only 1 additional log reduction is required to
meet the disinfection requirements of the Surface
Water Treatment Rule. The CT value attained by
ozonation (0.5 mg/L-min) is less than the 1-log
reduction requirement at 5°C (0.63 mg/L-min) but
provides at least 80 percent of the required
disinfection. In addition, the 60-minute chlorine
contact time (at pH 8.0) for secondary disinfection,
provides an additional 36 percent of the required
disinfection. Consequently, the combined disinfection
with ozone and free chlorine provides at least 116
percent of the primary disinfection required by the
Surface Water Treatment Rule.

System Operation

Operationally, the ozone generation equipment has
performed very well. The compressors have required
only preventive maintenance, The ozone generators
required the replacement of only three burned out
tubes during the first 6 years of operation. The major
maintenance problem appears to be tube fouling
caused by excessive moisture in the feed gas. This
situation was caused by two factors. First, after
several years of operation, the refrigerant air dryer
unit had developed a small leak, which reduced the
effectiveness of the air preparation system. Second,
the absorptive medium in the desiccant drier should
have been replaced when its regeneration capacity
was reduced to 40 percent of its original capacity.
Cleaning of dielectric tubes has become an annual
maintenance procedure
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The only other significant operational problem
concerned the ozone contactors. Excess foaming and
scum production can occur during spring and late
summer, primarily caused by algae destruction. This
problem was remedied by installing surface
skimmers and froth spray equipment. In addition,

the stainless steel tubes holding the ceramic diffusers
corrode after about 2 te 3 years of use, and must be
checked and occasionally replaced when the diffusers
are cleaned.

System Costs

Ozone generation efficiency has averaged
approximately 35.3 to 37.5 kWh/kg (16 to 17 kWh/lb)
of ozone produced. Based on qualitative observation,
the addition of ozone prior to flocculation and
filtration results in a 10 percent reduction in the
amount of flocculants. [n 1987, the treatment plant
was producing finished water at a cost of
approximately $3.73/1,000 m3 ($14.10/mil gal).

B.2 UV Radlatlon Case Historles

B.2.1 Ultraviolet Radiation for Primary
Disinfection: Fort Benton, Montana

The city of Fort Benton, Montana, obtains drinking
water from the Missouri River. The then current
filtration plant (20 to 30 years old) was in need of
upgrading. Rather than building a new filtration
plant, the city built a new 0.088m3/sec (2-MGD)
treatment plant in 1987, Water is drawn through
Ranney collectors installed 6 to 7.5 m (20 to 25 ft)
below the river bed, a system that allows the river
bed to naturally filter the raw water. Turbidities of
water entering the treatment plant average 0.08
NTU. No Giardia cysts have been found in the water
from the Ranney collectors.

The water is treated with UV radiation for primary
disinfection, then chlorinated for secondary
disinfection. An applied chlorine dosage of only about
1 mg/L is necessary. The entire water treatment
system is housed in a 2.97-m2 (32-sq ft) building.

The UV disinfection system consists of six irradiation
chambers, two control cabinets with alarms, chart
recorders, relays, hour-run meters, lamp and power
on-lights, six thermostats, electrical door interlocks,
mimic diagrams, and six UV intensity monitors
measuring total UV output. Each irradiation
chamber containg one 2.5-kW mercury vapor,
medium-pressure arc tube, generating UV radiation
at 253.7 nm.

The initial UV dosage is 41,000 uW sec/cm? at
maximum water flow 104 L/sec (1,650 gal/min)
through each irradiation unit. Expected arc tube life
is 4,500 operating hours, providing a minimum UV
dosage of 25,000 pW sec/cm?2. These conditions are

designed to reduce concentrations of Escherichia coli
organisms by a minimum of 5 logs (105 reduction).

The system is equipped with a telemetry control
system and fully automated backup system. Each
bank of three irradiation chambers has two units on
line at all times, with the third unit serving as
backup. [n the event that the UV intensity drops
below acceptable limits (20,000 uW sec/em?) in any of
the chambers, the automatic butterfly valve will
close, stopping flow through the chamber; at that
time, the automatic butterfly valve on the standby
unit will open, The alarm system also is activated if
UV intensity drops below acceptable limits in any of
the chambers. The UV alarm system is interfaced
with the automatic dialer and alarm system.

In 1987, total equipment costs for the six-unit UV
irradiation system with butterfly valves was $74,587.

EPA’s latest Draft Guidance Manual for compliance
with disinfection requirements (EPA, 1989a)
contains "CT Values" for inactivation of viruses by
UV radiation independent of temperature:

CT Values by UV

Log Virus Inactivation {(mW-sec/cm?2)
2.0 21
3.0 36

For the UV facility at Ft. Benton, the initial UV
dosage of 41 mW-sec/cm?2 provides well in excess of 3
logs inactivation of viruses. However, after 4,500
hours of UV tube operation, the anticipated decrease
in UV dosage (to 25 mW-sec/cm2) will provide only 2
logs of viral inactivation.

B.3 Chlorine Dioxide Case Historles

B.3.1 Predisinfection for THM Control:
Evanasville, Indiana (Lykins and Griese,
1986)

In order to comply with the November 1979
Amendments to the National Interim Primary
Drinking Water Regulations, the Evansville Water
and Sewer Utility had to reduce THM levels in
drinking water. At the time, raw water was
chlorinated, treated with alum prior to primary
settling, treated with lime to raise the pH to 8, passed
through secondary settling, fluoridated, filtered
through rapid sand, and finally postchlorinated.
These processes were conducted in two 1.31-m3/sec
(30-MGD) treatment trains. THM levels exceeded the
THM standard of 100 pg/L. Prechlorination doses
averaged 6 mg/L and distribution system residence
time averaged 3 days.



184 Upgrading Existing or Designing New Drinking Water Treatment Facilities

Pilot Plant Study

With EPA’'s assistance, research evaluating the use
of chlorine dioxide as an alternate disinfectant was
initiated in a 6.3-L/sec (100-gal/min) pilot plant. One
train of the adjacent full-scale treatment plant served
as the control for the pilot plant study.

In the first phase of the study, chlorine dioxide was
substituted for postchlorination. The water treated
with chlorine dioxide was stored 3 days to simulate
the distribution system residence time. TTHM
concentrations were much lower using chlorine
dioxide postdisinfection, 1.2 pg/L (1.9 mg/L residual)
as compared with 141 ug/L (2.5 mg/L residual) using
chlorine postdisinfection.

Predisinfection with chlorine dioxide to maintaina
residual through the pilot plant did not increase the
THM concentration and provided adequate
disinfection. The chlorine dioxide residual decreased
from 4 to 0.3 mg/L through the pilot plant.

In the second phase of the study, the pilot plant
procedures were evaluated throughout the year to
determine the extent of seasonal effects. In this
phase, predisinfection with chlorine dioxide (1.1
mg/L average applied dosage) reduced the amount of
THMs formed during postchlorination by
approximately 60 percent. The idea of postdisinfec-
ting with chlorine dioxide was abandoned because of
the difficulty in maintaining an adequate residual in
the distribution system while meeting the current
EPA recommendation for total oxidant concentra-
tions from chlorine dioxide (1 mg/L maximum). The
average chlorine residual concentration in the
clearwell was 2.1 mg/L.

Plant Modifications

Based on data obtained from the pilot plant study,
changing the primary disinfectant from chlorine to
chlorine dioxide was judged to be the most effective,
lowest cost procedure for meeting the THM standard.

A separate building was constructed to house the
chlorine dioxide generator and two 907.2-kg (1-ton)
cylinders of chlorine. The installation is capable of
generating 6.46 kg (14.24 1b) of chlorine dioxide per
hour, which can be divided in any proportion between
the two halves of the treatment plant. Gaseous
chlorine and 25 percent sodium chlorite solution are
delivered to the chlorine dioxide reactor under partial
vacuum generated by an eductor. Both reagent flows
are controlled by flow rate meters, and the system is
designed to shut down if the eductor water supply
fails or if chemical feed lines break.

Operating Experience

During the first 5 months of use, various chlorine
dioxide dosages were used to determine the optimum
dosage for maximum reductions in THMs and the
portion of the total dosage that would appear as an
oxidant residual in the finished water. A general
review of system operations was conducted at the
same time.

During this period, operators encountered only one
major problem. The concentrated disinfectant
oxidized the brass corporation cocks used to connect
the PVC chlorine dioxide feed lines to the water
influent piping. This oxidation and subsequent
leaking of chlorine dioxide solution temporarily
disrupted operations. The problem was resolved by
sliding a section of PVC pipe through new
corporation cocks into the main stream of the raw
water lines. This modification permitted the PVC
piping to serve as an inductor, while preventing
direct contact of the brass corporation cocks with
concentrated chlorine dioxide solution,

Since the implementation of the new chlorine dioxide
system, total oxidant levels from chlorine dioxide
have been maintained consistently below the 1.0
mg/L recommended by EPA. With an average applied
chlorine dioxide pretreatment dosage of 1.2 mg/L,
total oxidant concentrations in the finished water
have averaged 0.5 mg/L. These data show that
approximately 42 percent of the chlorine dioxide
dosage remains as total oxidant. [n addition, the new
system maintains TTHM levels in the distribution
system between 50 and 80 pg/L.

B.3.2 Primary and Secondary Disinfection
with Chlorine Dioxide: Hamilton, Ohio
(Augenstein, 1974; Miller et al., 1978;
U.S. EPA, 1983)

In 1956, a 0.657-m3/sec (15-MGD) lime-softening
ground water treatment plant began operating in
Hamilton, Ohio (18 wells, 60-m [200-ft] deep).
Chlorine was used as the sole disinfectant when the
plant opened. Because of customer complaints of
chlorinous tastes and odors, however, chlorine
dioxide was tested and then substituted for chlorine
in 1972 as a primary and secondary disinfectant.

Hamilton's treatment process now includes aeration,
lime addition, flash mixing, sedimentation,
recarbonation (with food-grade carbon dioxide),
filtration, fluoridation (sodium silicofluoride),
chlorine dioxide for primary and secondary
disinfection, and clearwell storage. Raw water
turbidities are below 1 NTU, and raw water total
coliforms are less than 1 per 100 mL.
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Generation of Chlorine Dioxide

Chlorine dioxide is generated by mixing 37 percent
aqueous sodium chlorite and aqueous chlorine ina
ratio of 1:1 by weight, 0.24 g of each reagent/m3 of
water to be disinfected (2 1b of each reagent/mil gal
water). This provides an applied chlorine dioxide
dosage of 0.25 mg/L. The residual leaving the
clearwell is approximately 0.15 mg/L, and is 0.10
mg/L at the extremities of the distribution system.

The generation system consists of one plant-
fabricated reactor vessel for chlorine dioxide
production, one peristaltic pump for sodium chlorite
solution, and two chlorinators (one servesasa
standby). Aqueous sedium chlorite solution (37
percent) is delivered in 90.72-kg (200-1b) drums.
Chlorine gas is delivered to the site in 68-kg (150-1b)
cylinders, and two 68 kg (150-1b) liquid chlorine
cylinders are positioned next to the chlorinators. The
weight of the cylinder contents is measured by a
scale. Switching over from one cylinder to the other is
conducted manually. PVC tubing connects the
chlorinator and chlorine dioxide reactor vessel; heavy
Tygon tubing transports the sodium chlorite solution
from the drum to a small plastic day-tank and the
reactor. After about 1 month, the Tygon tubing loses
its rigidity and must be replaced. The semi-
transparent day-tank allows visual inspection of the
sodium chlorite lev:l, thus enabling the operator to
maintain an acceptable suction head on the
peristaltic pump.

The chlorine dioxide reactor vessel is constructed of
Schedule 80 PVC piping, 45.72 ¢cm (18 in) high and
approximately 15.24 cm (6 in) in diameter. The vessel
is filled with PVC rings, 2.5 cm (1 in) in diameter.
The chamber is opaque except for the sight glass
mounted in-line on the discharge piping. A white
card is positioned behind the sight glass for better
observation of the chlorine dioxide color.

Other Benetits of the Chiorine Dioxide System

Prior to the installation of the chlorine dioxide
system, customers complained about brown iron
stains on laundry articles. The switch to chlorine
dioxide treatment loosened the brown slimes from the
mains. The distribution system was flushed, and
shortly thereafter the staining problems were
resolved. Plant personnel attributed the source of the
problem to crenothrix and leptothrix bacteria (iron
bacteria) that had been present in the extremities of
the distribution system before chlorine dioxide was
introduced.

Costs of Chlorine Dioxide

In 1977, the costs of chlorine dioxide disinfection for
Hamilton were about 3.6¢/capita/year, Total
chemical costs averaged $0.05/m3 ($0.19/1,000 gal),

chlorine dioxide accounting for only a fraction of the
total. The operating and maintenance costs were less
than $50 annually. The plant-fabricated reactor,
piping, hardware, and installation, which was
performed by plant personnel, cost roughly $400 in
1977. The peristaltic pump for sodium chlorite
solution cost less than $200. The two chlorinators,
each worth $600, were already on line at Lthe plant.

Implications of the SWTR CT Values for
Hamilton

Although the Hamilton raw water is ground water,
and therefore probably will not be subject to the
requirements of the Surface Water Treatment Rule,
it is interesting to consider the effects if such
disinfection requirements as listed in the latest EPA
Guidance Manual (U.S. EPA, 1989a) were to be
levied on this water supply system.

Chlorine dioxide is added to the Hamilton water in
applied doses of 0.25 mg/L as it enters the clearwell.
The water temperature is about 20°C (68°F) year
round, and the pH is 9.4 to 9.5. Hamilton's first
customer is located about 0.5 miles from the plant,
Thus there is very little contact time in the
distribution system.

The plant filters efficiently, and therefore only 1-log
additional inactivation of Giardia cysts and 2-logs
inactivation of viruses need to be provided by the
chlorine dioxide. The latest EPA Guidance Manual
shows that at 15°C (59°F) CT values of 5 mg/L-min
and 2.8 mg/L-min will provide the required degrees of
disinfection for Giardia cysts and viruses,
respectively.

The Hamilton clearwell holds 1,892,500 L (500,000
gal). During periods of high water use, water is
produced at the rate of 0.83 m3/sec (19 MGD). In
periods of low water use, only 0.35 m3/sec (8 MGD)
are produced. Thus the contact time in the Hamilton
clearwell ranges from 30 to 90 minutes, at the high
and low production rates, respectively. Assuming
that the average concentration of chlorine dioxide in
the clearwell is 0.2 mg/L, then the CT values
provided are 6 and 18 mg/L-min, respectively.

Thus the current disinfection conditions using
chlorine dioxide meet the CT requirements for both
Giardia cysts and viruses.

Secondary Disinfection with Chilorine Dioxide
at Hamilton

The recently promulgated Surface Water Treatment
Rule requires that a minimum secondary
disinfectant concentration of 0.20 mg/L be present as
the water enters the distribution system or that the
HPC level be less than 500 mL in the distribution
system. Since Hamilton's chlorine dioxide
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concentration entering the distribution system is
0.15 mg/L, the city will either have to increase this
residual to 0.20 mg/L or rely on HPC analyses to
comply.

B.3.3 Preoxidation with Chlorine Dioxide,
Postchlorination with Chlorine Dioxide
and Chloramine: Galveston, Texas
(Myers et al., 1986)

The Galveston County Water Authority (GCWA)
owns and operates an 18-MGD water treatment plant
in Texas City, Texas. In 1986, the plant produced
0.526 m3/sec (12 MGD) from the Brazos River. Raw
water had high color; variable turbidities (68 to 111
NTU); high organic content; high iron (2.7 to 3.8
mg/L); and seasonally high algae content, sometimes
reaching levels of 5,000 blue-green algae per mL.
Total THM formation potentials for Brazos River
water between September 198J and April 1984
ranged from 400 to 650 pg/L. Finished water THM
concentrations during the same period ranged from
180 to 350 pg/L. During periods of intermittent raw
water algae blooms and associated high organic
carbon contents, numerous taste and odor complaints
were received. These problems prompted an
investigation of alternative disinfectants.

The original treatment process included the addition
of cationic polymers for primary coagulation, lime for
pH adjustment, prechlorination for taste and odor
control, and ferric sulfate as a flocculent aid prior to
upflow reactors and clarifiers, which provided
flocculation and sedimentation. Dual media
filtration, chlorine disinfection (2.4 to 5.0 mg/L total
available chlorine residual), and fluoridation
followed.

Pilot Study

Chloramines and chloride dioxide were selected for
further study and pilot plant testing. Several
preoxidation/postdisinfection combinations involving
chlorine, chloramine, and chlorine dioxide were
studied. The studies indicated that preoxidation with
chlorine dioxide and postdisinfection with chlorine
dioxide in combination with either chlorine or-
chloramines provided effective taste and odor control,
maintained an active disinfectant residual, and
minimized THM formation (to a level of about 68
pg/L). A brief summary of the results obtained from
the combinations studied follows:

® Chlorine/chlorine - Finished water exhibited
intermittent algae-related tastes and odors; THM
levels were in excess of Federal standards;
bacterial quality was excellent.

® Chloramine/chloramine - Chlorine-to-ammonia
weight ratios of 3:1 and 7:1 were used. With the
3:1 ratio, THM levels were lowered to about 60

pg/L, but bacterial counts for coliforms indicated
an inadequate residual in the distribution
system. The experiments were repeated usinga
7:1 chlorine-to-ammonia ratio. Acceptable
bacterial quality was achieved, but numerous
taste and odor complaints were received during
this period.

Chlorine dioxide/chlorine - Chlorine dioxide was
installed in May 1984, using a generator with a
conversion efficiency (chlorite ion to chlorine
dioxide) of approximately 80 percent. After
preoxidation, the clarified water showed no
traces of THMs. No taste and odor complaints
were received, despite very high raw water algae
counts (up to 5,000 blue-green algae/mL).
However, finished water THM levels sometimes
persisted above 100 pg/L. In November 1984, a
chlorine dioxide generator with a greater than 98
percent conversion efficiency was installed. THM
levels averaged 102 pg/L, and no taste and odor
complaints were received.

Chlorine dioxide/chlorine dioxide - Chlorine
dioxide for preoxidation and postdisinfection was
tested in March 1985. The Texas Department of
Health required that a maximum chlorine
dioxide residual of 1.0 mg/L be maintained and
that finished water quality be monitored
throughout the distribution system. During the
test period, finished water THM concentrations
averaged 60 ug/L and turbidities were the lowest
of any of the alternative disinfectant scenarios.
Bacterial counts generally were excellent, but
intermittent elevated counts were noted at the
clearwell and at two locations 3.2 and 8 km (2 and
5 mi) from the plant. Additionally, bacterial
counts displayed a shift from orange to yellow-
staining gram negative (-) rods to white-staining
gram positive (+) rods, similar to slime-forming
Bacillus sp.

Chlorine dioxide/chlorine and chlorine dioxide -
The above test was repeated, adding chlorine in
conjunction with chlorine dioxide. Excellent
bacterial quality was obtained with plate counts
at or below the 500 colonies per 100 mL for all
monitoring locations. The shift in bacterial
species distribution continued as the plate counts
decreased, so that over 95 percent of all colonies
examined were either yellow gram negative rods
or white gram positive rods. THM levels of the
finished water rose to an average of 81 pg/L.

Chlorine dioxide/chloramine and chlorine dioxide
- These tests were conducted in December 1985.
THM levels of the finished water averaged 68
pe/L, and the bacterial quality remained
excellent. No coliforms were found in the
clearwell or in the distribution system and
bacterial counts had ranged from <1 to 30
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colonies per 100 mL. Of those colonies identified,
over 95 percent were white-staining, gram
positive Bacillus sp. with less than 1 percent
belonging to the orange-staining gram negative
type.

Chlorine dioxide preoxidation has proved an
excellent algicide and biocide. The effectiveness of
chlorine dioxide in removing algae in flocculation
and sedimentation has resulted in a decrease in filter
fouling and improved finished water turbidities.
Odors experienced at the flocculating clarifiers, and
taste and odor complaints were reduced.

Bacterial counts, using the membrane filter method
for coliforms, have greatly improved as well. With
the new system, all bacterial counts obtained from
samples collected at the distribution point have been
below 30 colonies per 100 mL, and all but two
samples have been below 10 colonies per 100 mL.
Samples from the distribution system are continually
below the guideline of 500 colonies per mL, and often
are below 5 colonies per 100 mL. These counts
indicate an adequate and stable residual.

B.4 Chloramine Case Histories

B.4.1 Prechlorination, Postchloramination:
Bloomington, Indiana (Singer, 1986)

Bloomington obtains raw water from a lake with
TOC levels of 4 to 6 mg/L. The water is treated with
alum coagulation, flocculation, sedimentation, and
filtration through pressure filters. Prior to
September 1984, chlorine was applied to the raw
water and just before the pressure filters. Average
chlorine dosages were 1.8 and 1.0 mg/L at each point,
respectively. According to quarterly compliance
monitoring reports, average TTHM concentrations
were exceeding the 100 pg/L limit a majority of the
time.

In September 1984, the Bloomington water utility
changed from post chlorination to postchloramina-
tion. Before the pressure filters, an average 0.54
mg/L of ammonia was applied along with 1.5 mg/L of
chlorine. The desired residual chlorine concentration
leaving the plant of 1.0 mg/L of free chlorine was
changed to 1.5 mg/L of combined chlorine. After the
change, quarterly THM levels ranged from 24 to 57

pe/L.

Table B-2 summarizes THM and TOX (total organic
halide) data for samples collected at points in the
treatment train when chlorine was used for both pre-
and posttreatment. The data show that TOX levels
increase with TTHM levels. Table B-3 summarizes
similar data after postchloramination was instituted.
These data show that although the TTHM formation
ceases after the addition of ammonia, the production
of TOX continues, but at a greatly reduced rate.

Thus, as MCLs for halogenated organic materials
other than THMs are promulgated, utilities using
postchloramination should plan to determine the
makeup of their TOX fraction.

Table B-2.  Summary of THM Data at Biocomington, Indians,
with Free Chilorination, August 16, 1984
Chionne Residual Toc Tthm Tox
Sampling Point (mg/L) (mgi)  (pgl)  (ugl)
Raw water - 4.3 1 23
Semed water 0.25 36 48 127
Filtared water 1.0 24 81 205
Dist system #1 1.8 - 110 291
Dist. system #2 0.65 - 151 363

Source: Singer (1986).

Table B-3. Summary of THM Data at Bloomington, Indians,
with Postchioramination, August 26, 1984
Chionne Residual Toc Tthm Tox
Sampling Pount (mgL) (mg/l)  (pgl)  (pgl)
Raw waler - 4.1 0 17
Sattled water Trace, free 28 53 94
Filtared water 1.2 combined 28 55 N
Dist system #1 1.0 combined - 52 115
Dist. system #2 0.9 combined - 57 116

Source: Singer (1986).

Since switching to postchloramination, the utility
has experienced no adverse effects in operations or in
finished water quality. According to distribution
system monitoring records, the microbiological
quality of the water has been maintained.

B.4.2 Prechlorine Dioxide, Prechlorination,
and Postchloramination: Philadelphia,
Pennsylvania (McKeon et al., 1986)

The Baxter Water Treatment Plant, a 12.35-m3/sec
(282-MGD) conventional treatment plant built in
1960, supplies drinking water from the Delaware
River to a population of over 800,000. Chemicals used
in treatment include chlorine, ferric chloride or
ferrous sulfate, lime, fluoride, and ammonia.
Powdered activated carbon is used on demand for
control of taste and odor, and chloride dioxide is used
for control of THMs, tastes, and odors. The chlorine
dioxide system was left over from the previous water
treatment plant on that site. In the 1950s, it was used
to oxidize phenolic compounds found in the
watershed, which have since been eliminated.

Prior to 1976, the Baxter plant practiced breakpoint
chlorination at the raw water basin and maintained
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free chlorine in the distribution system. A total of 96
hours of free chlorine contact time was typically
achieved.

In 1978, analyses of THMs showed peak
concentrations above 300 pug/L with an annual
average of 140 pg/L. In light of these results, the
Philadelphia Water Department began to reevaluate
its disinfection strategies. Factors that affected the
selection of an alternative included THM, bacterial,
taste, odor, algae, and corrosion control; residual
duration; and economics.

Process Modifications

Modifications were implemented between 1976 and
1983. Chloramination of the finished water was
introduced in 1976 to reduce free chlorine contact
times and THM levels. Ammonia was added to
convert free chlorine to monochloramine. The
monochloramine reduced contact time from 96 to 24
hours, provided a stable residual in the distribution
system, improved the organoleptic properties of the
water, and reduced the corrosion rates associated
with the use of free chlorine. Adequate disinfection
was assured by maintaining a free chlorine residual
of 2 to 3 mg/L throughout the plant treatment
process. THM formation potential within the
treatment process was reduced by 40 percent (from
231 to 174 pg/L with the 96-hour contact time) under
summer conditions.

Between 1976 and 1979, the addition of chlorine at
the raw water basin inlet was gradually phased down
from 7.19 g (60 1h) in 1975 to between 2.4 and 3.6 g
chlorine/m3 (20 to 30 Ib/mil gal) in 1979, While algae
blooms, taste, and odor problems were controlled,
THM levels were still too high (200 g/L in the
summer, and 140 pg/L annual average).

In early 1980, routine use of chlorine at the raw
water intake basin was abandoned. [n its place,
chlorine dioxide was added in dosages between 0.5
and 1.0 mg/L. Free chlorine contact times were
reduced to 5 hours. Summertime THM values were
reduced from 200 pg/L to 140 pg/L. This treatment
was sufficient to control taste and odor problems from
algae at all times except during the spring algae
bloom. For that period of time, breakpoint
chlorination of the intake water and/or 12to 24 g
powdered activated carbon/m3 (100 to 200 Ib/mil gal)
were added to eliminate vegetative tastes and odors.

In the fall of 1980, a chlorine application point was
installed in the "applied to filters" channel which
allowed for increased flexibility in the use of chlorine.
Free chlorine contact time was reduced from 5 hours
to 1. Chlorine was added at the rapid mix to barely
achieve breakpoint and provide a residual, which
dissipated within a few minutes. Chloramines were
carried across the flocculation and sedimentation

basins. Sufficient chlorine was then added at the new
application point to achieve a free chlorine residual of
1.5 to 2.0 mg/L. This residual was converted to
chloramines 1 hour later as the water left the filter
building.

This treatment regimen gave adequate control of
taste and odor, again, except during spring algae
blooms, which forced a reversion back to free chlorine
at the intake. THM levels, with only 1 hour of free
chlorine contact time, resulted in summer values
averaging 100 pg/L with an annual average of 60
ng/L.

In November 1982, a 10-minute chlorine contact time
was tested. Results indicated that satisfactory
disinfection could be achieved with only chloramines
carried through the flocculation/sedimentation
basins when the water temperature was below 15.6°C
(60°F). This strategy was initiated on a plant scale in
December 1982. Adequate disinfection was achieved,
but periodic taste and odor problems persisted,
especially after storms. Average annual THM levels
were reduced from 60 to 50 pg/L.

The 10-minute chlorine contact time trial was
terminated in December 1983, because the
disinfection scheme did not adequately address taste
and odor problems. The treatment regimen returned
to a 1-hour free chlorine contact time.

Costs

Over the 10-year period, a 70 percent reduction in
THM concentrations was realized. In 1978,
disinfection cost $1.32/1,000 m3 ($5.01/mil gal); in
1986, the cost was $1.46 ($5.52) (1977 dollars). Cost
increases were minimized because the reduced
chlorine contact times resulted in less evaporative
losses of chlorine, which netted a 20 percent decrease
in the amount of chlorine needed.

Future Considerations

The near-term goal of the Philadelphia Water
Department is to reduce the annual average THM
concentrations to below 50 pg/L, & 15 percent
reduction from 1986 levels. This can be achieved at
minimum expenditure by installing a pH adjustment
point at posttreatment. The existing treatment
scheme calls for raising the raw water pH to 8.4
during rapid mix and carrying this high pH through
the distribution system for corrosion protection.
Addition of a pH adjustment point at posttreatment
will allow a pH of 7.5 to be used through the
flocculation/sedimentation basins and filters, moving
adjustment to a 8.4 pH to just after chloramination.
Plant-scale trials of this strategy yielded a 20 percent
reduction in THM formation (to about 40 pg/L).
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If the THM MCL is reduced to below 50 pg/L, ozone
and/or GAC become the likely alternatives at the
Baxter plant. Extensive laboratory and pilot plant
evaluations have developed conceptual full-scale
plant designs incorporating these two treatment
techniques.

Estimated annual amortized capital and operating
costs for ozone at the Baxter plant are estimated to be
about $13.21/1,000 m3 ($50/mil gal). The associated
costs for GAC postfiltration (15-minute EBCT) with a
75-day regeneration frequency would be about
$56/1,000 m3 ($212/mil gal). This design
configuration (ozone plus postfiltration GAC) is
capable of producing THM concentrations of less than

10 pg/L.



Appendix C—Experience with Treatment Technologies
for Organic Contaminants

This appendix is a collection of field experiences with
organics treatment technologies. Section C.1 includes
descriptions of GAC systems in use, C.2 describes
packed tower aerators, and C.3 describes powdered
activated carbon.

C.1 Experience with Granular Activated
Carbon

C.1.1 GAC for YOC Removal: Washington,
New Jersey (Chrobak et al., 1985)

A well with a 0.04 m3/sec (0.8-MGD) capacity in this
community was contaminated with four VOCs. The
VOC levels fluctuated throughout the well's 9-hour
daily operating cycle according to the following
concentration ranges:

Tetrachloroethylene (PCE): 50 to 500 pg/L
Trichloroethylene (TCE): 1 to 10 pg/L
1,1,1-Trichloroethane: 1 to 20 pg/L
Carbon tetrachloride: 1 to 5 pg/L

The town selected a GAC system with two downflow
pressure contactors in parallel. The filters have 2,1-m
(7-ft) diameters, 3-m (10-ft) carbon depths, hydraulic
loadings of 4.8 L/sec/m2 (7.1 GPM/ft2}, and EBCTSs of
10.5 minutes. Filter backwashing is performed once a
month due to solids in the influent. Wash water is
filtered with sand media and recycled. Figure C-1
shows a schematic diagram of the plant.

Carbon usage rates for meeting the PCE standard
averaged about 10.8 g GAC/m3 (90 lb/mil gal) of
treated water. Meeting the 1,1,1-trichloroethane
standard required carbon usage ratesof 25.2 g
GAC/m3 (210 Ib/mil gal) of treated water, GAC
consumption for the two compounds before
breakthrough (any contamination of the effluent, as
opposed to efTluent concentrations over the regulated
standards) was about 12 and 32.4 g/m3 (100 and 270

Ib/mil gal) for PCE and 1,1,1-trichloroethane,
respectively.

The capital cost for the system was $508,500 in 1981
dollars, while the operating costs have been about
$15,000 annually based on 9 hours of operation per
day.

C.1.2 GAC for Contaminant Control:
Cincinnati, Ohio (DeMarco, 1983)
(Westerhotf and Miller, 1985)

This case involves a 9.6-m3/sec (220-MGD) plant that
uses Ohio River water. The proposed addition of GAC
to the original process train is shown in Figure C-2.
Figure C-3 shows TOC removal during a GAC pilot
study conducted at the plant. The chief goals of
adding GAC to this plant were to (1) reduce TOC in
the effluent to less than 1.0 mg/L, (2) maximize the
use of existing plant facilities, (3) maximize the
flexibility to accommodate future requirements, and
(4) keep costs reasonable.

The primary design elements for the addition were a
postfiltration GAC adsorption unit that used
downflow deep-bed contactors, post-GAC
chlorination, and onsite carbon regeneration using a
fluidized-bed furnace. In addition, the design was
intended to keep carbon losses to a minimum.

The addition of the GAC process resulted in the
following system capacities:

e 7.7md/sec (175 MGD) maximum daily plant flow
rate

® 54 md/sec (124 MGD) average daily average
plant flow rate

@ 15-minute EBCT- 3-m(10-ft) GAC bed depth

® 3-meter (10-foot) GAC bed depth

® 24 ,494.4 kg/day (54,000 Ib/day) average carbon
usage

180
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|~ Carbon

Wastewater Recycie —/ =

Figure C-1. GAC r

t plant sch ic Vv

e 41,731.2 kg/day (92,000 lb/day) peak carbon
usage rate

The carbon transportation system employed for
regeneration uses schedule 10 316L stainless steel
pipe and maintains water velocities of 91.4 to 152.4
cm/sec (3 to 5 fU/sec). The layout design required that
pipe bends in the transportation system have
minimum radii to allow the free flow of the carbon
and minimize abrasion. As a result, pipe bends for
7.6-cm (3-in) diameter pipe used 60.96 cm (24-in)
minimum radii, 10.16-¢m (4-in) pipe used 91.4-cm
(36-in) radii, and 20.32-cm (8-in) pipe used 121.9-cm
(48-in) radii. Figure C-4 shows the regeneration
system.

The capital cost of adding the GAC system was $57.7
million (1988 dollars). This included the GAC
contactors, regeneration equipment, intermediate
pumping equipment, outside piping, and
modifications to the existing plant. The operating
and maintenance costs are estimated to average $3 to
$4 million annually, including costs for labor, power,
natural gas, and replacement carbon. These
combined costs resulted in a 30 to 40 percent increase
in the consumers' average annual water charge from
$80 to about $110 per year.

C.1.3 EPA Heaith Advisory Example

This case involves a system serving 30,000 persons.
The plant had a capacity of 0.22 m3/sec (5.1 MGD), an
average demand of 0.13 m3/sec (3.0 MGD), and peak

Filtered Water 1o N

Distribution System

tta Street Station.

demands of 0.18 m3/sec (4.2 MGD). Table C-1
presents a profile of this 1957 system.

The influent for the system is characterized in Table
C-2. The presence of vinyl chloride required use of
PTA because GAC is ineffective for that compound.
However, GAC was also needed to remove
trichloroethylene and aldicarb.

Costs for three technological alternatives were
developed. The alternatives included GAC and PTA
individually and GAC and PTA together. PTA proved
to be almost one fourth as expensive as GAC.
However, combining the two treatments proved less
expensive than adding both treatments separately.

C.2 Experience with PTA: Scottsdale,
Arizona (Cline et al., 1985)

The only application of the PTA system described in
this appendix is located in Scottsdale, Arizona. In the
Scottsdale system, PTA was added to a system with
24 wells and the combined capacity of 1.75 m3/sec (40
MGD). Two of the wells were contaminated with TCE
at levels of 18 to 200 pg/L and 5 to 43 pg/L,
respectively.

Both PTA and GAC were considered as potential
treatment solutions; PTA was chosen for its cost
effectiveness. For this application, GAC was
estimated to cost from $0.04 to $0.10/m3 (30.17 to
$0.38/1,000 gal), while PTA was estimated to cost
only $0.02/m3 ($0.07/1,000 gal).



192 Upgrading Existing or Designing New Drinking Water Treatment Facilities

\

| Presettling | | Prasatting |
Basin Basin

River

o

Settler

Pumping
1 y Stavons
y
East SFlncculanoN
edimentaton
Chemical Basing Filters Clearwel Distnbution System
Building
W)
Proposed Pumping
Stabon
Y
Proposed GAC
Facilites
Figure C-2. Cincinnati treatment train with addition of GAC.

The PTA unit was designed to manage a 75.7 L/sec
(1,200 GPM) flow rate with 3.6 m (12 ft) of packing
material, a 50:1 air-to-water ratio, and a column
diameter of 3 m (10 ft). Figure C-5 is a schematic
diagram of this facility.

The PTA achieved over 98 percent reductions from
the initial influent levels, producing effluent levels of
TCE ranging from 0.5 to 1.2 pg/L. The system’s
capital cost was $300,000, and its operation and
maintenance costs average $25,000 annually.

C.3 Experlence with PAC

Currently only pilot-scale units operate in the United
States. There are, however, full-scale Roberts-

Haberer units operating in Africa and Europe,
including a 0.42 m3/sec (9.5-MGD) plant in
Wiesbaden, West Germany, that has operated since
1970,

In Newport News, Virginia, a Roberts-Haberer pilot
plant reduced TOC by 90 percent during initial
operations. Within a 24-hour period, TOC removal
decreased to only 20 percent. During that same
period, this unit significantly reduced THM
precursors.

In Shreveport, Louisiana, a Roberts-Haberer unit
was used as a roughing filter to reduce THM
formation potential. The unit succeeded in reducing
THM formation potential from about 265 pg/L by 7 to
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Figure C-3. Typical TOC reduction curve during pilot study.
31 pg/L with PAC dosage of 26 to 29 mg/L. This

operation, however, did not use the optimum PAC
dosage.
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Table C-1.

Profile of System used in EPA Health Advisory

Source:

o ® & 9 & @

Three wells approxmately 500 feet deep
Capacity of each well 1s 1.8 million gallons per day
Screaned between 400 to 500 leat with gravel pack
18-inch steel casing from 0 1o 400 feet
Portland cement groul from O to 200 fest
All wells are pumped to a commaon manidold that flows to

the water treatment plant

#  Soil profile: 0 to 100 feet, sandy soil: 100 to 400 teet,
sand clay mixture; 400 to 500 feal, wet sand and gravel;
500 teet, bedrock
Storage:3.5 milion gallons

Treatment:

Iron removal using chionna oxidation, alum

coagulauon, sedimentation, and rapid pressure
sand filtrabon; disinfection (chlonne), fluondation,
and corrosion control (ime and metallic

phosphates) are also practced.

Constructed: 1957
Mechanical Structural Conditon:  Excellent

1 loot = 0.3048 meters.
1. nch = 2.54 cenumeters.
\ gallon = 3.785 liters.

Table C-2.  Influent Characterization for System Used In
EPA Health Advisory
Well #1 Well #2 Well #3
Parameter Raw Trealed Raw Trealed Raw Treated

Iron (mgiL) 30 005 22 005 20 005
pH 60 78 59 78 62 78
Alkatnuty (mg/L) 40 110 14 110 12 110
Vinyl chionde 40 20 14 6 20
(Bg/l)
Trchloroetnylene s 60 10 60 100
(parl)
Aldicarb (lotal) 30 30 30 30 30 a0
(ugrt)
Total organic 30 10 21 1.0 10 10

carbon {mg/L)
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Appendix D—Experience with Treatment Technologies
for Inorganic Contaminants

This appendix describes a number of field
experiences with inorganics treatment technologies.
Section D.1 covers two cases of corrosion control;
Section D.2, the use of coagulants; Section D.3,
reverse osmosis; Section D. 4, ion exchange; and
Section D.5, activated alumina.

D.1 Corrosion Control

D.1.1 Controlling Lead: Seattle, Washington

Seattle, Washington, has instituted a successful
corrosion control program. The program hasa
component that assists residents in materials
selection, in addition to a water treatment
modification program. The city encourages the use of
plastic piping, types K and L copper piping, and
solder with less than 0.2 percent lead. [n addition, the
city requires dielectric insulators to mitigate
corrosion from joining dissimilar metals.

D.1.2 Controlling Lead with pH Adjustment:
Boston, Massachusetts

A 1975 survey found significant levels of lead in tap
water supplied to Boston residents by the
Metropolitan District Commission (MDC). The
protected watersheds of the MDC's main water
sources precluded contamination of the raw water.
Instead, the lead contamination came from a
combination of corrosive water and extensive use of
lead in service lines and plumbing. The corrosive
water was characterized as acidic and low in
hardness and alkalinity. Table D-1 presents water
quality characteristics for the MDC's raw and
finished water. Prior to discovery of the lead problem,
the finished water underwent only chlorination and
ammoniation treatments, as shown in the column for
"raw water.”

The MDC, in conjunction with U.S. EPA, developed a
water monitoring program to ascertain the optimal

Tablae D-1. :ﬂmpolltm District Commission Water Quality
ata
Shatt 4 Norumbega
(Southborough, Reservoir
MA) (Waston, MA)
Parameaters Raw Water Finished Water

Hardness (as CaCO4) 12 12
Alkalinity (as CaCO,) 8 12
Total Dissolved Solds k74 486
Calcwm 3.2 3.4
Sodium 9.5 9.7
Sulfate <15 <15
Chionde <10 <10
Specific conductance 59 78
(rmcromhos)
pH (umis) 6.7 8.5
Copper <0.02 <0.02
fron <0.10 <0.10
Zinc <0.02 <0.02
Lead <0.005 <0.005

Note: All values in mg/L unless otherwise specihied.
Source: U.S5. EPA (1984).

solution for corrosion control. The monitoring
program was also designed to measure progress in
reducing corrosion with the chosen solution. The
MDC selected two treatment alternatives.

The first treatment, plan adding zinc
orthophosphate, was implemented from June
through December 1976. While reductions in lead
contamination were attained, levels were still above
the MCL.

The second treatment plan data shown in the second
column in Table D-1, which proved more successful,
consisted of adding sedium hydroxide to adjust the
pH. During 1979, pH levels dropped below 8.0 and
then were increased to the target level of 9.0, Lead

197
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levels in the water rose and then dropped with the
resumption of the higher pH level. The pH increase
also reduced copper contamination levels, but had
little effect on iron corrosion.

The treatment consisted of applying a dosage of 14
mg/L of a 50 percent sodium hydroxide solution to
about 13.18 m3/sec (301 MGD). This dosage, in 1981,
cost $2.54/1,000 m3 ($9.64/mil gal of treated water).
Chemical costs for that year were $900,000 and
operation and maintenance costs were $161,000.

D.2 Coagulation to Control Barium:
lllinois

This case involves a conventional treatment plant in
northeastern Illinois with high barium
concentrations in its source groundwater. Barium
concentrations in the plant's influent ranged between
0.4 and 8.5 mg/L; the MCL for barium is 1 mg/L.
Contamination was found in small areas of the water
utility's watershed and the contaminated water was
drawn through Cambrian/Ordovician soils. No
barium contamination occurred in wells with sulfate
levels greater than 50 mg/L, because of the low
solubility of barium sulfate.

Plant operators conducted many jar tests to evaluate
alternative chemical additives to address the barium
contamination. Influent samples with 7.4- mg/L
levels of barium were used. The tested additives and
their operational purposes include:

Alum as a coagulant-precipitant

Ferrous sulfate as a coagulant-precipitant
Calecium hydroxide as a precipitant-pH adjuster
Sulfuric acid as a pH adjuster-precipitant
Hydrochloric acid as a pH adjuster
Sodium hydroxide as a pH adjuster
Potassium hydroxide as a pH adjuster
Calcium sulfate (gypsum) as a precipitant
Commercial gypsum as a precipitant
Sodium bisulfate as a precipitant

Anionic polymer as a flocculent-filter aid
Diatomaceous earth as a filter precoat

The laboratory jar tests determined that the most
effective additive was calcium sulfate. Optimum
dosages ranged between 75 and 175 mg/L with a pH
of 11.0. A 0.066-m3/sec (1.5 MGD) pilot plant
provided precipitation, direct filtration, and polymer
additions for a variety of barium concentrations,
which confirmed the laboratory approximation.

At full-scale operation, the plant uses dosages of 100
mg/L of gypsum and 0.25 mg/L of polymer to achieve
a 91 percent reduction in barium from 6 mg/L to 0.5
mg/L. The plant’s filter operates at 1.0 L/sec/m2 (1.5
GPM/ft2) at a pH level of 11.0.

Total capital costs were $2,366,000 (1980 dollars) to
address the barium contamination. The costs to
address the barium contamination covered 10 capital
components, including aerator, rapid mix tank,
flocculation basin, gravity filter, recarbonation
system, transfer pumps, potassium hydroxide
system, gypsum system, polymer system, and
appurtenances. Total construction costs were
$1,068,100. Annual operating and maintenance costs
were $155,900.

D.3 Reverse Osmosis: Sarasota, Florida

This case involves a study of eight existing ground-
water supplies in Sarasota County, Florida. Water
treatment plants ranged in capacity up to 3.03
m3/day to 0.044 m3/sec {from 800 to 1 MGD) and
served five mobile home/trailer parks, one school, and
two communities. The study was performed
cooperatively by U.S. EPA’s Division of Water
Supply Research and the Sarasota County Board of
Health between January and June 1977.

The influent for the eight plants was naturally
contaminated with concentrations of radium-226
ranging from 3.4 to 20.2 pCi/L due to the presence of
phosphatic limestone. In addition, many supplies had
high levels of total dissolved solids,

Design parameters for the eight treatment plants are
summarized in Table D-2. These plants added reverse
osmosis units with either hollow-fiber or spiral-
wound membrane designs from six different
manufacturers. Their pretreatment processes
included cartridge filtration, pH adjustment, and ion
sequestration, Posttreatment processes included pH
adjustment, degassification, and chlorination. Table
D-3 lists the pre- and posttreatment processes for
each plant.

All eight plants achieved compliance with the 5 pCi/L
standard for radium-226, with operating pressures
ranging from 14.1 to 29.9 kg/em?2 (200 to 425 psi).
Finished or product water consisted of 28 to 54
percent of the influent volume, and finished water
concentrations ranged from 0.14 to 2.0 pCi/L. Waste
or reject brine water contained from 7.8 to 37.8 pCi/L
of radium-226.

Table D-4 presents chemical analyses for the eight
plants. The table contains analyses of the raw water
and product water collected after at least 1 hour of
operation. Analytical data were examined at several
different points during operation to assess the effect
of operating duration on removal efficiency.
Although the eight systems attained 76 percent
efficiency upon initiation of operation, two systems
examined attained peak operational efficiency after
about 5 minutes of operation.
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Table D-2.  Design Criteria of Revarse Osmoais Equipment
Product Water
Daﬂgn Capacug Reverse Mam- R|:\|Bcwer"|I
Popula- GPD  Osmosis System  brane Pumps Operatng Pressure roveat.
System uon kLiday x 103 Manufacturer Type kw hp kPa psi  Stages Design Aciual
Vemce 15,000 3,800 1,000 Polymatncs, Holiow 4,900 500 2,800 400 2 50 54
Sania Clara, CA  fiberd
Sorranto 1,300 780 200 Parmubit, Spiral 1,470 150 2,800 425 1 75 39
Shores Paramus, NJ  woungdP
Spanish 800 265 70 Universal Ol Spiral 490 50 2,800 400 2 66 n
Lakes MHP Products (UOP), wound®
San Dwego, CA
Bay Lakes 340 150 40 Purification Hollow 290 30 2,800 400 2 55 NA
Estates Techmques, hibara
MHP Avon-by-
the-Sea, NJ
Kings Gate 800 15 30 Punficabon Hollow 380 40 2,800 400 2 70 NA
™ Techmques, libara
Avon-by-
the-Sea. NJ
Sarasola 135 19 5 Polymetncs.  Hollow 50 5 2800 400 1 50 S0
Bay MHP Santa Clara, CA  liber*
Bay Frent 39 6 1.8 Continental Hollow 7 Ja 1,400 200 1 28 28
™ Water hbera
Condioning,
El Paso, TX
Nokomis :1i0] 3 0.8 Basic Tech- Spiral 5 W2 1,400 200 1 a5 NA
school nologies, Weat  wounde
Palm Beach, FL

aDuPont, Wilmington, Delaware.

elUniversal Oil Products (UOP), San Diego, Cahlormia
cBasic Technologias, West Paim Beach, Flonda

NA = not available.

1,000 galion - 3.78 m3

1 ps = 0.0703 kg/em?

Source: Sarg (1980a).

The operating costs for these units ranged from $0.16
to $0.41/m3 ($0.60 to $1.54/1,000 gal) of treated water
(see Table D-5). These costs include chemicals,
electrical power, filter cartridge replacement, and
labor. However, these data are not complete or
comparable because they were derived from
interviews with operators and owners, and do not
necessarily use the same basis for each cost element.

D.4 lon Exchange: McFarland, California

This case involves a 0.044 m3/sec (1-MGD) plant with
four ground-water wells contaminated with nitrates
from agricultural application of fertilizers and
manure, Influent concentrations of nitrate ranged
from 6.8 to 22.1 mg/L and averaged 16 mg/L.

To address this contamination problem, ion exchange
units were selected for wellhead application because
they are effective and easy to operate. The treatment
process included:

® Anion exchange with A-101-D, Duolite resin
® Sodium chloride regeneration with slow rinse
and declassification

® Aerated lagoons and spray irrigation for brine
waste treatment

The ion exchange units used three reaction basins,
each measuring 1.8 m (6 ft) in diameter and 3 m (10
ft) in height. The standard operational height of the
reaction basin is only 0.9 m (3 ft), with operational
maximums of 1.5 m (5 ft). According to system
design, one of the basins undergoes regeneration,
while the other two operate. The plant usesa 2.5-
minute EBCT; the treated water flow rate was 15.77
L/sec (250 GPM) with surface loading rates of 6.13
L/see/m2 (9.03 GPM/12). Treated water was blended
with raw water in a 7-to-3 ratio.

The regeneration process used a 6 percent sodium
chloride brine. Regeneration involved quick rinse,
slow rinse, and resin reclassification procedures that
required 981 kg (2,162 Ib) of salt daily during periods
of continuous operation. The process produced
saturated brine at a rate of 2.27 L/sec (36 GPM) and
diluted brine at 12 L/sec (190.5 GPM). Brine was
discharged to a municipal wastewater treatment
plant, where it was diluted by the other waste
streams and then placed in aeration lagoons. This
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Table D-3. Pre- and Postireatment Reverse Osmosis Processes
Pratreatment Posttreatmant
pH Adjustment Sequestering Degassification pH Adjusiment Chionn-  Blending Raw and Rejact Water
System Chemical Agent Filters pm  or Aeraton Ct ation Treated Water  Disposal Method
Venice H2504 Nay(PQ4lg 5 Yes a Yes a Croek
Sorrento H,50,4 Na,(PO;lg 10 No Na,C04 Yes 75% Bay
Shores reverse 0Smosis
Spansh H, S0, Nay(PO4)y 25 Yas None Yes No Pong
Lakes MHP
Bay Lakes sto. Nay(PO4lg 10 Yes Nane Yas 84% Storm sewer
Estatas r8verse 0smMosis
MHP
Kings Gata HZSO. Nay(PO3)g 10 Yes None Yes No Ditch
TP
Sarasota HCi Na3(PO;lg 5 Yes None Yes Mo Subsurtace
Bay MHP drainheld
Bay Front MNone poty-stabilizer 10 Yes None Yas 55% Subsurtace
TP A-5 reversa 0smosis drainfield
Nokormis CO, Nana 5 Yes Nane Yas No Subsurtace
school drainfield

= Blended wilh lime-sottened water in approximate ratio of 2 pants ime-softened water 10 1 part reversa 0sn0sis waler.

Source: Sorg (1980a).

aerated solution was spray- irrigated onto animal
feed crops and cotton.

The treated water had nitrate levels of 2 to 5 mg/L.
The blended finished water nitrate levels ranged
from 6 to 10 mg/L with a 7 mg/L average.

The total construction costs for the ion exchange
units were $354,638 in 1983 dollars. The operating
and maintenance costs totaled $0.03/m3 (12.8
cents/1,000 gal) of treated water. Table D-6 shows the
components of both types of costs. These costs include
the annual loss of 20 percent of the resin.

D.5 Activated Alumina: Gila Bend,
Arizona

This case involves a ground-water supply with
undesirable levels of fluoride ranging from 4 to 6
mg/L, with a 5 mg/L average. The plant, with an
average capacity of 37.8 L/sec (600 GPM) and a
maximum capacity of 56.77 L/sec (900 GPM), was
equipped with the following elements to manage the
fluoride contamination:

® Activated alumina: Alcoa activated alumina,
grade F-1, -28 to + 48 mesh

® Caustic regeneration

® Acid neutralization

® Evaporation pond for regenerant waste
treatment

The treatment process produces 90 percent treated
finished water and 10 percent waste water. The

finished water averages 0.7 mg/L of fluoride, with a
maximum of 1.4 mg/L.

The alumina medium was placed in two vessels 3 m
(10 ft) in diameter and height. The alumina takes up
1.5 m (5 ft) of vessel height, and expands about 50
percent of its original height during backwash
operations. Approximately 15 ¢m (6 in) of basin
freeboard is provided. The water's superficial
residency time is 5 minutes. The maximum
operational flow rate in the basins is 4.75 L/sec/m2 (7
GPM/ft2), while the backwash rate is 7.47 L/sec/m?2
(11 GPM/ft2).

For every 13.2 to 15.1 thousand cubic meters (3.5 to 4
million gallons) of water treated, a 10-hour
regeneration cycle is required. Annual losses of
alumina due to regeneration range from 10 to 12
percent. Regeneration of the alumina medium is
accomplished with a 1 percent solution of sodium
hydroxide. The 1 percent solution flows through the
basins at a maximum rate of 1.70 L/sec/m2 (2.5
GPM/ft2), with a detention time of 24 minutes. The
regeneration process uses 757 L (200 gal) of sodium
hydroxide solution/lb fluoride removed.

The caustic water from the regeneration process
requires a 0.04 percent solution of sulfuric acid for
neutralization. The acid solution is derived by
diluting a bulk 93 percent acid solution. (The
neutralization process flow rate is 4.75 L/see/m2 (7
GPM/ft2] at most.) The goal of the neutralization
process is to produce acceptable pH levels from 6.5 to
8.5 for disposal. The backwash and neutralization
rinse water wastes are discharged to the sewer. The
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Table D-4. Chemical Analyses of Sarasota County Reverse Osmosis Systems
Spansh Lakes MHP Waler
Dafective Membranas New Membranes
B“Mha;a:\rgg o Kings Gate TP Waler (377 (378)
Paramater? Raw Product Raw Product Raw Product Raw Product Rejact
TDS 2,532 13 1,620 256 1,194 496 1.327 158 3.380
Specic conductance-pS 2,525 186 1,822 385 1401 630 1.580 255 3224
Turbidity - NTU 0.9 0.12 0.45 0.15 0.23 0.1 0.24 on 0.70
Color - color units 8 3 5 4 8 4 10 4 25
pH - pH umits 73 6.0 7.5 6.35 7.55 73 8.0 6.1 6.7
Alkalinity (as CaCO,) 114 20 144 30 164 68 176 10 24
Hardness {as CaCO,) 1,620 68 1,020 134 750 286 865 98 2,130
Calcwum 3ss 151 244 322 214 75.0 222 230 570
Magnesum 153 66 90 12.6 56.4 214 63.8 6.59 153
Chionde 105 13 85 27 71 32 66 14 135
Sullate 1,460 59 840 118 580 210 670 80 2,000
Sodium 48 8.6 51 21.3 40 19 39 7.5 91
Lithium 007 <0.01 0.02 <0.01 <0.01 <001 <0.01 <0.01 1
Silica 8.4 <10 129 28 9.2 49 127 3.2 30.6
Arsenic 0.021 <0.005 0.01 <0.005 0.008 <0.005 0.03 <0.005 0.075
Selemum 0.019 <0.005 0.014 <0.005 0.01 <0.005 0.017 <0.005 003
Fluonde 20 0.4 0.7 0.3 0.5 03 0.4 0.2 0.7
Radium-226 - 3.2 0.14 15.74 2.01 11.41 3.97 10.49 1.18 20.48
pCuL + 280 +0.07 +0.02 +0.26 +0.04 +0.15 +0.06 0.1 +0.03 +£0.02
Table D-4.  Continued
Sorrento Shores Water Venice Waler Bay Front Water
Parameter® Raw Product Reject Raw Product Reject Raw Product Aerect
TDS 3.373 404 5,330 2412 129 5,238 895 66 1,578
Specfic conductance-uS  3.900 406 5,505 2,781 216 5,040 1,215 123 1.8967
Turbsdity - NTU 1.5 0.06 0.4 0.75 0.09 0.4 0.54 0.11 0.50
Color - color units 6 3 5 5 3 6 50 k) 70
pH - pH units 7.15 5.25 5.1 7.25 5.9 545 7.45 6.75 75
Alkahnty {as CaCO, ) 114 8 5 10 20 14 294 36 540
Hardness (as CaC0,) 1.980 70 3,100 1.425 44 3,050 570 32 980
Caloum 488 16.9 780 326 9.4 700 171 9.4 292
Magnesium 171 5.7 263 144 4.5 313 28.2 1.6 475
Chionde 520 95 690 300 33 500 113 <10 150
Suitaw 1.880 42 2.800 1,200 43 2.800 240 10 480
Sodwm 258 45 366 140 254 249 59 13 100
Lithwm 0.12 <0.01 0.26 0.04 <0.01 0386 <0.01 <0.01 <0.01
Sica 76 1.9 1.1 72 <1.0 168 8.1 <1 14.8
Arsemnc 0.095 0.008 0.190 0.015 <0.005 0.025 0.008 <0.005 0.016
Selamum 0025 <0005 0.035 0.015  <0.005 0.045 <0.005 <0.005 0.018
Fluonde 22 0.8 28 22 0.8 4.0 0.4 0.1 0.5
Radmm-226 - 459 021 7.86 3.37 0.26 7.84 12.10 0.62 19.38
pCul. + 280 +£0.08 +0.02 +*0.11 +0.08 +0.02 +0.09 +0.19 +£0.03 +02

Al uts are reponted as mg/l excep! as noted.

© + 28 represents instrument counting error of Ra-226 analysis.

Source: Sorg (1980a).
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Table D-5. Reversa Osmosis Treatment System Costs

Capnal

Estmated Operating

Year Cost® Costv
Con- $/1,000 $/1.000
Syslem structed gal AL gal

Venice 1975 1,000 0.16 0.60
Sorrento Shores 1975 250 0.29 1.08
Spanish Lakes 1974 150 0.41 1.54
Bay Lakes Estates 1973 25 033 1.068
MHP
Kings Gate MPH 1974 a0 c c
Sarasola Bay MPH 1975 14 032 1.22
Bay Front TP 1976 12 0.28 1.08
Nokomis school 1976 55 [+ &

aCapial costs include reverse 0SMOSIS units and pumps, pre- and

post- treatment equipment, filters, flushing equipment, booster pumps,

and shelter.

bQperaung costs include chemicals, power (0.4/kwhr), filled cartridge

replacement and labor, Excluded were amortization costs and
membrane replacement. Blending was not taken into account

cinsufficient data.
1,000 gallons = 3.78 m3
Source: Sorg (1980a).

Table D-6. lon Exchange Cost Components for McFarland,

California ($1983)

Construction Costs Components in (exprassed in$):

lon exchanga unit vessels

Onsite Construction
Resin
Enginsering
Brine tank
Other
Total

111,741
81,154
56,610
46,388
18,700
40,045

354,638

Operation and Mantgnance Costs Components (exprassad in

cents/1,000 gallans):
Sat
Resin replacement
Power

Normal operatng and mantenance

Operating labor
Miscalleneous
Total

34
3.2
22
19
13
0.8
12.8

1,000 gallons = 3.78 m?

regenerant waste is discharged to a lined evaporation
pond which is 73 m (240 ft) by 134 m (440 ft) by 2.7 m
(9 1fv).

The construction costs for the unit totaled $285,000
in 1978 dollars, and included treatment facility, well,
1,892,500-L (500,000-gal) steel tank, evaporation
pond, booster pumps, standby generator, and
chlorination facilities. The plant's operating costs
were 7.1 to 7.4 cents/m3 (27 to 28 cents/1,000 gal) of
treated water. These costs included salaries, power,
chemicals, and media replacement.



Appendix E—Summary of Corrosion Indices

Index

Equaton

Paramaters

Meaning

Langeler
Saturauon Index
(LSI)

Aggrassive Index
(Al) {tor use with
asbestos cement)

LSI = pH - pH,

Al = pH + log [(AH)]

Total alkamty, mg/L as CaCOj4
Calcium, mg/L as CaCO,
Hardness, mg/L as CaCO,
Total dissoived salids, mg/L
Onsite pH
Onsite temperature

Total alkahmity, mgiL. as CaCO,
Hardness, mg/L. as CaCO,
Onsite pH

LSI > 0 = Waler s super-
saluraled; tends lo precipilale
CaC0,

LSI = 0 = Waler s saturated (in
equiibnum); CaCO;, scale is neither
dissolved nor deposited

LSl < 0 = \Water 15 under-

saturated; tends 1o dissolve sohd
CaCO,

Al < 10 = Very aggressive

Al = 10 -12 = Moderately
aggressive

Al > 12 = Nonaggressive

Ryznar Stabiity ARSI = 2pH, - pH Total alkalinty, mg/L as CaCO4 RSI < 6.5 = Waler is super-
Index [RSI} Calcum, mgiL as CaCO, salurated: tends 10 precipitate
Hardness, mg/L as CaCO, CaCo,
Total dissolved solds, mg/L
Onsite pH 6.5 < RSl < 7.0 = Water is
Onsile lemperature saturated (in equiibnum); CaCO,
scale s nesther dissolved nor
deposited
RSI > 7.0 = Waler 1s under-
salurated. tends 1o dissolve sohd
CaCO,
Riddick's 7% CO,, mgiL Cl = 0-5 Scale lorming
Corrosion Index Ak | €Oz + 112 |Hardness - Al Hardness, as CaCO, 6-25 Noncorrosive
n Alkahnity, mg/L as CaCO, 26-50 Moderalely corrosive
Cl ', mgL 51-75 Corrosive
e Cl o+ 20| x N. mg/L 76-100 Very corrosive
DO, mgL 101 + Extremely corrosive
Saturaton D02 (value lor
10 0o + 2 oxygen salurahon), mgil
50, Sa + 00

Drving Force Calcum, mg/L as CaCO, DFl > 1 = Walter supar-
ingex (DFI) Ca' “lppm) x CO, = (ppm) CO;" = mglL as CaCO, salurated; lends 10 precipiate
CaCO4 Kgg % 1010

Kgp = solubility product of
CaC0O,

DFI = 1 = Water satwrated (n
equilibrium); CaCOj scale 1s
neither dissolved nor depasited

DFl <= 1 = Waler under-
saturated; tends 10 dissolva
CaC0,

DO = dissolved axygen
Source: US. EPA (1984).
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Part Il

Water Treatment Technologies
for Small Communities

The information in Part 1l is from Environmental Pollu-
tion Control Alternatives: Drinking Water Treatment for
Small Communities, prepared by James E. Smith, Jr. of
the U.S. Environmental Protection Agency, Center for
Environmental Research Information, April 1990.
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Introduction

Small drinking water systems face a
difficult challenge: to provide a safe,
sufficient supply of water at a
reasonable cost. Our growing aware-
ness of the biclogical and chemical
contaminants that can affect tha safety
of drinking water has led to the need
for more frequent monitoring and
reporting and, in some cases, addition-
al or upgraded treatment by water sup-
pliers.

This document provides information
for small system owners, oparators,
managers, and local decision makers,
such as town officials, regarding drink-
ing water treatment requirements and
the treatment technologies suitable for
small systems. It is not intended o be
a comprehensive manual for water
treatment and protection of public
water supplies from sources of con-
tamination. Rather, it is designed to
give an overview of the problems a
small system may face, treatment op-
tions that are available to solve
specific problems, and resources that
can provide further information and
assistance.

Chapter 1 discusses why we neaed
drinking water treatment and gives an
overviaw of drinking water treatment
processes.

Chapter 2 provides a summary of ex-
isting and new federal drinking water
regulations and explains how these
regulations affect amall systemas.

Chapter 3 provides an overview of
how to select drinking water treatment
technologies and discusses spacial
management issues for small systems.

Chapters 4 through 7 describa tech-
nologies that can enable small sys-
tems to maeet federal drinking water
regulations covering filtration, disinfec-
tion, removal of organic and inorganic
contaminants, and corrosion control.
Thesa chapters describe established
technologies, which are commonly
used in the watar treatment industry.
They also describe several emerging
taechnologies suitable for small sys-
tams. These technologies have not
been widaly usad, but have proven
affactive on the pilot scale and are
emerging as viable {ull-scale options
for treating water supplies.

Chapter 8 lists organizations, publica-
tions, and other resources that can as-
sist small systems in their efforts to
provide safe drinking water to con-
sumers,

For the purpose of this document,
small systams are defined as systems
that serve 25 1o 1,000 people, or that
have a flow of 9,500 to 380,000 litars
{2,500 to 100,000 gallons) per day.
They include small community sys-
tams as well as nencommunity sys-
tams, such as campgrounds and
restaurants.
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1. Drinking Water Treatment: An Overview

Why Do We Need Drinking Water
Treatment?

For thousands of years, people have
treated water intended for drinking to
ramove particles of solid matter, re-
duce health risks, and improve aes-
thetic qualities such as appearancs,
odor, color, and taste. As early as
2000 B.C., medical lore of india ad-
vised, "Impure water should be puri-
fied by being boiled over a fire, or
being heatad in the sun, or by dip-
ping a heated iron into i, or it may
be purified by filtration through sand
and coarse gravel and then allowed
to cool.”

Early in the nineteenth century, scien-
tists began 1o recognize that specific
diseases could be transmitted by
water. Since that discovery, treatment
to eliminate disease-causing microor-
ganisms has dramatically reduced the
incidence of watarborne diseases
(diseases transmitted through water)
such as typhaoid, cholafa, and hepa-
titis in the United States. For example,
in 1900, 36 out of every 100,000
people died each year from typhoid
fevar; today there are almost no
cases of waterborne typhoid faver in
the United States.

Anclent medical lore of Indla ad-
vised that Impure water should be
purified by heating or filtering
through sand and coarse gravel.

Although water treatmant processes
have greatly improved the quality and
safety of drinking water in the United
States, there are still over 89,000
cases each year of watarborne
diseases caused by microorganisms—
bactaeria, viruses, protozoa, helminths,
and fungi (Figure 1-1).' Water can be-
come contaminated with these or-
ganisms through surface runoff (water

| HELMINTHS
(parasitic worms)

VIRUSES

PROTOZOA
(microscopic one-
celled animals)

BACTERIA

Figure 1-1. Disease-causing microorganisms that might be found In

water supplies.

'Source: EPA estmate. Federal Register, Juna 19, 1989 (54 FR 27522).
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Drinking Water Treatment: An Overview 209

that travals over the ground during
storms), which often contains animal
wastas; failures in septic or sewer
systems; and sewags treatment plant
affluents (outflow). Microbiclogical con-
tamination occurs most often in sur-
face water, but it can also occur in
ground water, usually due to improp-

arly placed or sealed wells. Contamina-

tion can also occur after water leaves
the treatment plant, through cross con-
naction (connection betweean sala
drinking water and a source of con-
tamination), backtlow in a water supply
line, or regrowth of microorganisms in
the distribution system,

Table 1-1 lists some of the diseases
caused by microorganisms found in
water supplies. The prolozoan Giardia
lamblia is now the most commonly
identified organism associated with
watarborne diseasa in this country.
This organism causes giardiasis,
which usually involves diarrhea,
nausea, and dehydration that can be
severe and can in some cases last for
months. Over 20,000 water-related
cases of this disease have been
reported in the last 20 years_z with
probably many more casas going un-
reported. Anothar protozoan disease,
cryptospondiosis, is caused by Cryp-
tosporidium, a cyst-forming organism
similar to Giardia. Other common
waterborne diseases include viral
hepatitis, gastroenteritis, and legionel-
losis {Legionnaires’ Diseasa).

Chemical contaminants, both natural
and synthetic, might also be present in
water supplies. Contamination
problems in ground water {used by 85
percent of small systams) ara frequent-
ly chemical in nature. Common sour-
cas of chemical contamination include
minarals dissolvad from the rocks that
farm the earth's crust; pesticides and
herbicides used in agricuiture; leaking
underground storage tanks; industrial
effluents; seepage from seplic tanks,
sewage reatment plants, and landfilis;
and any other improper disposal of
chemicals in or on the ground. In
some systems, the walar quality can

Table 1-1. Waterborne Diseases

Source of
Waterborne Causatlve Organism
Disease Organism In Water Symptom
Gastroenteritis Rotavirus Human feces Acute diarrhea
or vomiting
Salmonaella Animal or Acute diarrhea
(bacterium) human fecas and vomiling
Enteropathogenic  Human leces Acute diarrhea
E. Coli or vomiling
Typhoid Salmonella Human faces Inflamed intes-
typhosa tine, enlargad
(bactarium) splaan, high
temperatura—
sometimes fatal
Dysantery Shigelia Human laces Diarrhea — raraly
(bacterium) taral
Cholera Vibrio comma Human leces Vemiting, severa
(bacterium) diarrhea, rapid
dehydration,
mineral loss—
high mortality
Infectious hepatitis  Hepatitis A Human leces, Yellowed skin,
(virus) shelllish grown anlarged livar,
ir. ~olluted abdominal pain —
walters low mortality, lasts
up to 4 months
Amoebic dysentery  Entamoeba Human feces Mild diarrhea,
histolytica chronic dysaentery
(protozoan)
| Giardiasis Grardia lambha Animal or Diarrhea, cramps,
(protozoan) human leces nausea, and
general
weakness—not
fatal, lasts 1 week
10 30 waaks
Cryptosporidiosis Cryptospondium Animal or Diarrhea, stomach
{protozoan) human feces pain—lasts an
average ol 5 days
Source: Adapted from American Water Works As 1, Introdl to

| Water Treatment: Principles and Practices of Water Supply Opearations,

Denver, CO, 1984

promote corrosion of materials in the
distribution system, possibly introduc-
ing lead and other matarials into the
drinking water. Tha watar treatmant
process might also inlroduce
trihalomeathanas— chamicals formed

2 Sourca: Dave Ryan, "Water Treatment to Combat ltiness,” EPA Journal, Decembar 1987

when chiornine reacts with natural
organic matarials and other chemical
contaminants—into the drinking water.
(It should be noted, howevar, that
while the potential for chlorination
by-product formation cannot be
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neglected, adequate disinfection is of
paramount importance to protect the
public from microbiological contamina-
tion of drinking water.)

Drinking water can be treated for
reasons other than to reduce health
risks from microorganisms and chami-
cals. A system might treat water to im-
prove its color, odor, or taste even if it
is safe to drink. For example, some
systems removae iron and mangan-
ese, which can stain laundry and
plumbing fixtures. Some com-

munities add fluoride to drinking water
to improve dental health,

To protect the public from the health
risks of drinking water contaminants,
the U.S. Environmental Protection
Agency (EPA) has issued regulations
covering the quality and treatmant of
drinking water. These regulations are
discussed in Chaptar 2.

EPA has also issued guidance for
protecting public drinking water from
sourcas of contamination. Protecting

ground-water supplies from con-
taminants reduces the extent of treat-
ment needed ta protect public health.
The Wellhead Protection (WHP)
Program for public water supplies is
an example of a protection program.
Publications on the WHP Program are
listed in Chapter 8, Resources.

How la Drinking Water Treated?

Table 1-2 shows the types and goals
of water treatmant processas typically
used by small systems (including
preliminary treatment and main water

Table 1-2. Water Treatment Processes

Process/Step

Purpose

Preliminary Treatment Processes"

Screening

Chemical pretreatmant

Presadimentation

Microstraining

Main Treaiment Processes
Chemical feed and rapid mix
Coagulation/ileceulation
Sedimentation
Softening

Filtration

Disintection

Adsorption using granular
activated carbon (GAC)

Aeration

Corrasion control

Reverse osmosis, alactrodialysis
lon exchange

Activated alumina

Ouidation filtration

Removes large dabris (leavas, sticks, fish) that can foul or damage

plant squipment

Conditions the water for removal of algae and other aquatic nuisances

Removes gravel, sand, silt, and othar gritty material

Removes algae, aquatic plants, and small daebris

Adds chemicals (coagulants, pH adjusters, elc.) to water

Canverts nonsettleable to settleable particles

Removes settleable particles

Removes hardness-causing chemicals from water

Removes particles of solid matter which can include biclogical

contamination and turbidity

Kills disease-causing microorganisms

Removes radon and many organic chemicals such
as peslicides, solvents, and trihalomethanes.

Removes volatile organic chemicals (VOCs), radon, H2S, and other
dissolved gases; oxidizes iron and manganese

Prevents scaling and corrosion

Removas nearly all inorganic contaminants

Removes soma inorganic contaminants, including hardness-causing chemicals

Removes some inarganic contaminants

Removes some inorganic contaminants (e.g., iron, manganese, radium)

*Generally used lor treating surface water supplies,

Source: Adapted from American Water Works Association, Introduction to Water Treatment, Vol.-2, 1584,
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Chemicals trom leaking under-
ground storage tanks might
migrate to ground watar and/or
surface water.

treatment processes). This document
discusses the water traatment proces-
sas designed to protect the consumar
from waterborne disease. Chapter 3
discusses how lo salect appropriate
processes and technologies for a par-
ticular water system, and Chapters 4
through 7 discuss treatment tech-
nologies in more detail.

Filtration

Filtration is the process of ramoving
particlas of solid matter from water,
usually by passing the water through
sand or other porous materials. Filtra-
tion helps to control biclogical con-
tamination and turbidity. (Turbidity is a
measure of the cloudiness of water
caused by the presence of suspended
matter. Turbidity can shaltar harmiul
microorganisms and reduca disinfec-
tion eftactivenass.) Filtration tech-
nologies commenly used in small
systems include slow sand fillration,
diatomaceous earth filtration, and
package filtration systems. Filtration is
discussad in Chapter 4.

Disinfection

Disinfection is a chemical and/or physi-
cal process that kills disease-causing
organisms. For the past several
decades, chlorine (as a solid, liquid, or
gas) has been the disinfectant of
choica in the United States bacausa it
is effective and inexpensive and can
provide a disinfectant residual in the
distribution system. However, under
certain circumstances, chiorination

Runolf from agricuitural areas can Introduce microblological con-
taminants, pesticides, and nitrates Into drinking water sources.

might produce potentially harmtul by-
products, such as trihalomethanes.
Small systems can successfully use
ozone and ultraviolet radiation as
primary disinfectants, but chlorine or
an appropriate substitute must also be
used as a secondary disinfectant to
prevent regrowth of microorganisms in
the distribution system. Disinfection is
discussed in Chapter 5.

Treatment of Organic Contaminants

Many synthetic organic chemicals
(SOCs), manmade compounds that
contain carbon, have been detected in
watar supplies in the United States.
Soma of thess, such as the solvent
trichlorosthylene, are volatile organic
chamicals (VOCs). VOCs easily be-
coma gases and can ba inhaled in
showers or baths or whila washing
dishes. They can also be absorbed
through the skin.

Watar supplies become contaminated
by organic compounds from sources
such as improperly disposed wastas,
leaking gasoline storaga tanks, pes-
ticide use, and industrial effluants.
Technalogies that can be used effac-
tively by small systems to remove
these contaminants include activated
carbon and aaeration. Thasa tach-
nologies are discussed in Chapter 6.

Treatment of Inorganic
Contaminants

The inorganic contaminants in water
supplies consist mainiy of naturally oc-
curring elements in the ground, such
as arsanic, barium, fluoride, sullate,:
radon, radium, and selenium. In-
dustnal sources can contribute metal-
lic substances to surface watars.
Nitrata, an inorganic substance fre-
quantly found in ground-water sup-
plies, is found predominantly in
agricultural areas due 1o the applica-
tion of lertilizers. High lavels of 1otal
dissolved solids (TDS) might, in some
instances, require removal o produce
a potable supply.

Inorganic chemicals might also be
prasant in drinking water dua to cor-
rasion. Corrosion is the deterioration
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or destruction of components of the
water distribution and plumbing sys-
tems by chemical or physical action,
rasulting in the release of metal and
nonmetal substances into the water.
The metals of greatest health concern
are lead and cadmium, zinc, coppar,
and iron are also by-products of cor-
rosion. Asbaestos can be released by
corosion of asbestos-cemant pipe.
Corrosion reducas the useful life of the
water distribution and plumbing sys-
tems. It can also promote microor-
ganism growth, rasulting in dis-
agreeable tastes, odors, and slimes.

Treatment alternatives for inorganic
contaminants include removal tech-
niquas and corrosion controls.
Removal technologies — coagulation/
filtration, revarse osmosis, ion ex-
change, and activated alumina — treat
source water that is contaminated with
metals or radioactive substances
(such as radium). Aeration effectively
strips radon gas from source walers.
Corrosion controls reduce the
prasence of corrosion by-products
such as lead at the point of use (such
as the consumar's tap). Treatment
tachnologies for inorganic con-
taminants are discussed in Chapter 7.




2. New and Proposed Drinking Water Treatment
Regulations: An Overview

In 1974, Congress passed the Safe
Drinking Water Act (SDWA), setting up
a regulatory program among local,
state, and federal agencies to help en-
sure the provision of safe drinking
water in the United States.

Under the SDWA, the fedaral govern-
mant develops national drinking water
regulations to protect public health
and welfare. The states are expected
to administer and enforce thesae regula-
tions for public water systems (sys-
tems that either have 15 or more
service connections or regularly serve
an average of 25 or more people daily
for at least 60 days each year). Public
water systems must provide water
treatment, ensure proper drinking
walter quality through monitoring, and
provide public notification of con-
tamination problems.

Congress significantly expanded and
strengthened the SDWA in 1986. The
1986 amendmaents include provisions
on the following:

* Maximum Contsminant Levels.
The Safe Drinking Water Act re-
quired EPAto set numerical stan-
dards, refarred to as Maximum
Contaminant Levels (MCLs), or
treatmant technique requirements
for contaminants in public water
supplies. The 1986 amendments
astablished a strict schedule for
EPA to set MCLs or treatment re-
quirements for previously unregu-
lated contaminants.

* Monltoring. EPA must issue
regulations requiring monitoring of
all regulated and certain unregu-
lated contaminants, depending on
the number of peopla served by the
systam, the source of the water
supply, and the contaminants likely
to be found.

® Filtration. EPA must se! criteria
under which systems are obligated

1o fiter water from surface water
sources. t must also devalop pro-
ceduras for states to determine
which systems have to filter.

* Disinfection. EPA must develop
rules requiring all public water sup-
plies to disinfect their watar.

* Use of lead materials. The use of
solder or flux containing more than
0.2 percent lead, or pipes and pipe
fittings containing more than 8 per-
cant lead, is prohibited in public
water supply systems, Public
notification is required whare there
is lead in construction materials of
the public watar supply system, or
where the water is sutficiently cor-
rosive to causa leaching of lead
from the distribution system/lines.

* Wellhead protection. The 1986
SDWA amendmaents require all
states to develop Wellhead Protac-
tion Programs. These programs are
designed to protect public water
supplies from sourcas of con-
tamination,

The impact of these new regulations
on small systems will generally con-
carn some fundamental aspects of
water treatmant. Many systems will be
required to improve treaiment for
ramoval of microorganisms (through
the addition of filtration and/or disinfec-
tion processes). Most small systems
do not face contamination by organic
and inorganic chemicals at levels ex-
ceeding the MCLs, and therefore will
not need to install treatment for
removal of these chemicals.? Small
systems will ba required lo conduct
pericdic monioring, however, 1o docu-
ment whather chemical contaminants
are present in their water supplies.
Future regulations covering radioac-
live substances (particularly radon)
and disinfection by-products could
also have a significant impact.

3 G. Wade Miller, John E. Cramwell, Ill, Frederick A. Marrocca. “The Rols of the
States in Solving the Small System Dilemma,” JAWWA, August 1988, pp 31-37.
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Thae rest of this chapter axplains the
major provisions of EPA's new and
proposed drinking water regulations as
they apply to small systems. /n addi-
tion to the federal regulations dis-
cussed here, the water supplier should
check with the state agency respon-
sible for drinking water (see Chapter 8,
Resources) to lind out about state
regulations that apply to drinking water
treatment facilities.

Compliance Schedules

Most of the regulations contain com-
pliance schedules that affect large sys-
tems initially and small water systems
2 to 4 years later. This means that
small systems have additional time to
plan for their spacific compliance
requiremants.

The SDWA recognizes that mesting
drinking water standards might place a
large burden on small systems. The
law therefore provides for vanances,
allowing small systems to meet a lass
stringent standard if an organic or inor-
ganic contaminant cannot be removed
dua 10 the quality of the raw water or
other good reasons, as long as the
less stringent standard poses no un-
reasonable health risk. A small system
may also be granted a temporary ex-
emption if economic conditions
prevent the system from making
necessary corrections, provided no un-
reasonable risk 10 public health
results, No exemptions are allowed for
disinfection of surface supplies or the
coliform rule for all public water
supplies. Monitoring requirements may
also be reduced in some cases if the
public water supply has a program
under an EPA-approved state
Wallhead Protection Program.

Maximum Contaminant Levals

A Maximum Contaminant Level, or
MCL, is the highast allowable con-
centration of a contaminant in drinking
water. In developing drinking water
ragulations. EPA establishes Maxi-
mum Contaminant Level Goals

Community, Nontransient Noncommunity,

and Transient Noncommunity Systems

The drinking water regulations distinguish between community water
systems (CWS), nontransient noncommunity water systems (NNWS),
and transient noncommunity water systams (TNWS).

* A community systemis a public water system that serves at least
15 service connections used by year-round residents, or regularly
serves at least 25 year-round residents. Community systems include
mobile home courts and homeowner associations.

* A nontranslent noncommunity system regularly serves at least 25
of tha same pecple over six months of the year. Examples are
schools and factories.

* Translent noncommunily systems, such as rastaurants, gas sta-
tions, and campgrounds, serve intermittent users.

The regulations governing each of these systems are slightly different.
This is because cartain contaminants cause health problems only when
consumed on a regular basis over a long period of ime, and are there-
fore of greater concern in systems that regularly serve the same people
than in those that serve transient users.

Only the MCLs for turbidity, nitrate, and bacteria apply to transient non-
community systams. (The naew surface water treatment requirements, ax-
plained below in this chapter, will replace the currently MCL for turbidity
for TNWS). Most MCLs are set at levels designed to prevent health ef-
fects caused by long-term consumption of drinking water from a systam.
Howevar, the presence of nitrate, bacteria, and turbidity indicate the
potantial ol the water 1o causa illness even from short-term consump-
tion, so MCLS for these contaminants apply to transient noncommunity

“ EPA determines the BAT based on high

as well as othaer systems.

(MCLGs), which are the maximum
levaels of contaminants at which no

known or anticipated adversa heaith ef-

fects will occur. MCLs are set as close
1o the MCLG as is feasible. In setting
an MCL, EPAtakss into account the
technical feasibility of control systems
for the contaminant, tha analytical
detection limits, and the economic im-
pact of regulating the contaminant. An
MCL is usually expressed in mil-
ligrams per liter (mg/L), which is
equivalent to parts per million (ppm)
for water quality analysis.

al et y of

The SDWA amendments direct EPA to
establish MCLs for 83 spacific contami-
nants and to devalop a list of contami-
nants every 3 years 10 be considered
for regulation. The Agency must prom-
ulgate at least 25 MCLs from each of
these lists starting in 1991. EPA may
sel trealmant tachnology requirements
instead of MCLs when it is difficult or
expensiva for water suppliers to test
for specilic contaminants.

Whenever EPA establishas an MCL
for a particular contaminant, the
Agency must also identily the Best
Available Technology (BAT)* for

inant concentration, general geographic applicability; service

lite; compaubility with other water treatment processes; and ability to achieve compliance at a reasonable cost,
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removing that contaminant. To comply
with the MCL, public water systems
are required to use tha BAT or an alter-
native treatment technology detar-
mined by the stata to be at least as
eliective as the BAT.

MCLs for Volatile Organic
Compounds

EPA has issued final MCLs for 8
volatile organic compounds. These
ara shown in Table 2-1. Nontransient
noncommunity water systems as well
as community systems must meet
thase MCLs.

MCLs for Inorganic and Synthatic
Organic Compounds

The final MCL for fluoride has been
set at 4.0 mg/L (see Federal Register
April 2, 1986 - 41 FR 11396).5 EPA
has proposed MCLs for lead and cop-
per (Table 2-2), and for 8 other inor-
ganic compounds and 30 synthetic
organic chemicals (Table 2-3). Table
2-3 shows proposed MCLs along with
maximum allowable levels under
ragulations currantly in effect.

MCLs for the inorganic chemicals and
synthetic organic chemicals in Table
2-4 will be proposed in the near futura.

MCLs for Microblological
Contaminants

EPA has set final MCLs for total
coliforms (Table 2-5). Coliforms ara
usually present in water contaminated
with human and animal feces and are
often associated with disease out-
breaks. Although total coliforms in-
clude microorganisms that do not
usually cause disease themsalvas,
their presence in drinking watar might
mean that disease-causing organisms
are also present. All public water sys-
tams must meat the MCL for total
coliforms; monitoring requirements are
discussed balow.

Table 2-1. Volatile Organic Chemicals: Final MCLs (in mg/L)

Chemical Final MCL
Trichleroathylane 0.005
Carbon tetrachloride 0.005
Vinyl chloride 0.002
1,2-Dichloroethane 0.005
Benzene 0.005
para-Dichlorobanzene 0.075
1,1-Dichloroethylene 0.007
1,1,1-Trichloroethane 0.2

Source: Federal Registar, July 8, 1987 (52 FR 25690).

For surface water {or ground water
under the direct influence of surface
wnatal':lB EPA has set treatment require-
ments instead of MCLs for Giardia,
viruses, heterotrophic bacteria,
Legionella, and turbidity. These re-
quiremants are explained balow under
Surface Watar Treatment Require-
ments. EPA intends to issue disinfec-
tion regulations for ground water,
including regulations to control the
level of viruses, Legionelia, and
heterotrophic bacteria, at a later date.

MCLs for Radionuclide
Contaminants

New MCLs for radionuclides (radioac-
tive elements) will be proposed in the

systam)

Lead
Copper

Table 2-2. Lead and Copper: Proposed MCLs

{Measured as water leaves the treatment plant ar anters the distnbution

future. The anticipated MCL for radon,
a naturally occurring radionuclide,
might affect many small public water
supplies. Table 2-6 shows the current
MCLs for radiological contaminants.
Note that only systems serving popula-
tions greater than 100,000 peopls are
required to meat MCLs for manmade
radionuclidas.

MCLs for Disinfectants and
Disinfection By-Products

In 1979, EPA established an MCL for
total trihalomethanes—chloroform,
bromoform, bromodichloromathane,
and dibromochloromsthane—of 0.1
milligram per liter. This MCL applies
only to systems serving populations

0005 mg/L
1.3 mg/L

Source: Federal Registar, August 18, 1988 (53 FR 31571).

5 See Chapter 8, Resources, lor information about the Federal Register.

s Any water beneath the surface of the ground with (i) signiticant occurrenca of i

cts or other microorg

, algae, or large-

diamater pathogens such as Giardia lamblia, or (ii) signilicant and relatively rapid shifts in water characteristics such as turbidity,
temparature, conductivity, or pH which closely correlate to climatological or surface water conditions. Direct influence must be deter-
mined tor individual sources in accordance with critena established by the state.
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Table 2-3. Proposed MCLs for Synthetic Organic Chemicals and Inorganic Chemicals

Existing Proposed
Contaminant NPDWR* (mg/L) MCL (mg/L)
Acrylamide = TT®
Alachlor — 0.002
Aldicarb — 0.0l
Aldicarb sulfoxide — 0.01
Aldicarb sulfone - 0.04
Atrazine - 0.003
Carboluran — 0.04
Chlordane - 0.002
cis-1,2-Dichloroathylene - 0.07
Dibromochloropropana (DBCP) _ 0.0002
1.2-Dichloropropane — 0.005
o-Dichlorobenzene — 0.6
2.4-D 0.1 0.07
Ethylanedibromide (EDB) — 0.00005
Epichlorphydrin - T
Ethylbanzene - 0.7
Heptachlor — 0.0004
Heptachlor epoxide — 0.0002
Lindane 0.004 0.0002
Methoxychlor 0.1 04
Monochlorobenzene - 0.1
PCBs (as decachlorobiphenyl) — 0.005
Pentachlorophenol — 0.2
Styrena® — 0.005/0.1
Tetrachloroethylene - 0.005
Toluene — 2.0
2.45-TP (Silvex) 0.01 0.05
Toxaphene 0.005 0.005
trans-1,2-Dichloroathylene - 0.1
Xylenes (lotal) 10.0
Asbestos -— 7FILY
Barium 1.0 5.0
Cadmium 0.010 0.005
Chromium 0.05 01
Maercury 0.002 0.002
Nitrale (as nitrogen) 10.0 100
Nitrite (as nitrogen) — 1.0
Selenium 0.01 0.05

*NPDWR = National Primary Drinking Water Regulations

®TT = Treatment Technique.

“EPA proposes MCLs of 0.1 mg/L based on a group C carcinogen classification and 0,005 mg/L based on a B2
classification.

97 million fibars/liter {only libers longer than 10 m)

Source: Federal Register, May 22. 1989 (54 FR 22064),




New and Proposed Drinking Water Treatment Regulations: An Overview 217

greater than 10,000 people. EPA
plans to propose new rules for ground-
waler disinfection and for disinfection
by-products; small systems might be
included in these new requirements.
Disinfectants and disinfection by-
products that might be included in
these rules are shown in Table 2-7.

Monitoring

New monitoring requirements for
chemical contaminants under the
1986 SDWA amendments could have
a major impact on small systems.
Thesae new requirements are ex-
plained balow.

Volatile Organic Chemicals

All systems must monitor for the ragu-
lated VOCs in Table 2-1 and the un-
ragulated VOCs in Table 2-8. The
raquirad manitoring is shown in Table
2-9. Small systams serving fewer than
3,300 people must complate intial
monitoring for these VOCs by Decem-
ber 31, 1991, Nontransiant noncom-
munity systems, as well as community
systems, must meet the requirements
for VOCs.

Fluoride
Monitoring requiremaents for fluoride
are shown in Table 2-10.

Other Inorganic and Synthatic
Organic Chemicals

EPA has proposed monitoring require-
menits for 38 regulated chemicals and
111 unregulated contaminants (inor-
ganic and synthetic organic chemicals).
In addition, EPA will propose monitor-
ing requirements for chemicals in
Table 2-4,

Radionuclides

Currantly, community systems must
monitor for natural radiclogical chemi-
cals avery 4 years. EPA will be propos-
ing new monitoring requirements for
radionuclides, including radium-226,
radium-228, uranium (natural), and
radon,

Microbiological Contaminants

* Total coliforms. In June 1989,
EPA issuad naw monitoring require-

Table 2-4. Inorganic and Synthetic Organic Chemicals

to be Regulated

Arsenic® Sulfate

Mathylene chloride Hexachiorocyclopentadiene
Antimony Nickel

Endrin® Thallium

Dalapon Beryllium

Diquat Cyanide

Endothall 1,1,2-Trichloroethane
Glyphosate Vydate

Andipates Simazine
2,3,7,8-TCDD (Dioxin) PAHSs
Trichlorobenzene Atrazine

*Current MCL is 0.05 mg/L.
®Current MCL is 0.0002 mgrL.

Source: U S, Environmental Protection Agency, Fact Sheet “Drinking Water
Regulations under 1986 Amendments to SOWA." February 1989

Table 2-5. Maximum Contaminant Level for Total Collforms

r Compliance is based on presence/absence of lotal coliforms in sample, rather
than on an estimate of coliform density.

m  MCL for systems analyzing at least 40 samples/month: no more than 5 0 per-
cent ol the monthly samples may be total coliform-positive

m  MCL for systams analyzing fewer than 40 samples/month. no more than 1
sample/month may be total coliform-positive

m A public water system must demonstrate compliance with the MCL for total
colilorms each month it s required to monitor

® MCL violatons must be reported to the state no later than the end of the next
business day after the system learns of the wiolation,

Source: U.S. Env .anmenltal Protection Agency, Fact Sheet. “Drinking Water
Regulations under 1986 Amendments to SOWA " February 1989

mants for total coliforms, effective lecal coliforms. Alternatively, the
December 31, 1990. Tables 2-11 system may test for the bacterium
and 2-12, respectively, show the Escherichia coli instlead of lecal
minimum number of routineg and coliforms. The requirements for
repeal samples required. monitenng fecal coliforms and £,
coli are effective December 31,

* Fecal coliforms/Escherichia coll.
The presence of fecal coliforms in
drinking water is strong evidence of * Helerotrophic bacteria. Hetero-

1990.

recent sewage contaminalion, and Irophic bacteria can interfere with
indicates that an urgent public total coliform analysis. Efective
health problem probably exists. Decembar 31, 1990, public water
Therefore, EPA requires that public systems must follow specific proce-
waler systems analyze each dures 1o mimmize this interference

sample that is posilive for total
coliforms to determine if it conlains




218 Upgrading Existing or Designing New Drinking Water Treatment Facilities

Table 2-6. Maximum Contaminant Levels for Radlologlical Chemicals

Natural Radionuclides Manmade Radlonuclides
Combined
Radium
Gross 226 & Gross Strontium
Alpha 228 Beta Tritium 90
Community 15 pCill 5 pCi/L. 50 pCilL® 20,000 pCilL® 8 pCirL®
Syslems
Noncommunity State Stale State State State
Systems option optien option option oplion

*Picocurias per liter (pCi/L) is a measure of the concentration of a radioactive substance. A level ol 1 pCi/lL means that
approximately 2 atoms of the radionuclide per minute are disintegrating in every liter of water.
Applies only to surface water systems serving populations greater than 100,000 people.

Source: Adapted from National Rural Water Association, Water System Decision Makers: An introduction to Water System
Operation and Maintenance, Duncan, OK, 1988

Table 2-7. Disinfectants and Disinfectant By-Products

Disinfectants and Residuals

Chlonne, hypochlorous acid, and hypochlorile ion
Chlorine dioxide, chlorite, and chlorale
Chloramines and ammonia

Czone

Disinfectant By-Products

Trihalomethanes: chloroform. bromotorm, bromodichloromethane. dibromochloromethane

Haloacetonitriles: bromochloroacetonitrile, dibromochloroacetonitrile, dichlorobromoaceatonitrile, tnchloroacetonitrile
Haloacelic acids: mono-, di-, and tri-chloroacetic acids, mono- and dibromoacetic acids

Haloketones” 1.1.dichloropropanone and 1,1, 1-tri-chloropropanone

Other chioral hydrata, chloropicrin

Cyanogen chloride
Chlorophanols (2-chlorophenol, 2 4-dichlorophenol_ 2 4 6-tnichlorophenal)
N-organochloramines

MX(3-chloro-4-(dichloromethyl)-5-hydroxy-2(5H)-furanone))

Ozone by-products

Source: U.S. Environmental Protection Agency, Fact Sheet “Drinking Water Regulations under 1986 Amendmaents to
SOWA," February 1989
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Table 2-8. Monitoring for Unregulated VOCs

Required for All Systems:

Chloroform 1,2-Dichloropropane
Bromodichloromathanae 1,1,2,2-Tetrachloroethane
Chlorodibromomethane Ethylbenzens

Bromoform 1,3-Dichloropropans
trans-1,2-Dichloroathylane Styrena

Chlorobenzene Chloromethane
m-Dichlorobenzens Bromomaethane
Dichloromethane 1,2,3-Trichloropropane
cis-1,2-Dichloroethylene 1,1,1,2-Tetrachloroethane
o-Dichlorobenzene Chloroethane
Dibromomethane 1,1,2-Trichloroethane
1,1-Dichloropropane 2,2-Dichloropropane
Tetrachloroethylene o-Chlorotoluene

Toluene p-Chlorotoluene
p-Xylane Bromobenzene

o-Xylane 1.3-Dichloropropane
m-Xylane Ethylene dibromida
1.1-Dichloroethane 1.2-Dibromo-3-chloropropane
Required for Vulnerable Systems*® Only:

1,2-Dibromo-3-chloropropane (DBCP)

Ethylenedibromida (EDB)

At Each State's Discretion:

1,2,4-Trimethylbenzene 1.3,5-Trimethylbenzene
1,2,4-Trichlorobenzene p-lsopropyltoluene
1,2,3-Trichlorobenzene Isopropylbenzene
n-Propylbenzena tert-Butylbenzane
n-Butylbenzene sec-Butylbenzene
Naphthalene Fluorotrichloromethane
Hexachlorobutladiene Dichlorodifluoromethane

Bromochlaromethane

"A system’s vulnarability 1o cor ination is d by evaluating factors such as geological conditions, use patlterns
(e 9., pesticides), type ol source, location of wasla disposal facililies, historical monitoring record, and nature of the dis-
Inbution system,

Source: Adapted from U.S. Environmental Protection Agency, Fact Sheal. “Drinking Water Regulalions under 1986
Amendmaents to SOWA =~ February 1989,
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Table 2-9. Compliance Monitoring for Regulated and Unregulated Volatile Organic Chemicals

once within 4 years.

* Surface waters: four quarterly samples.

* Composite samples of up to five sources are allowed.

Initial monltoring: All community and nontransient noncommunity systems must monitor each source at least

« Ground water: four quarterly samples; state can exempt systems from subsequent monitoring if no
VOCs ara detaected in the first sample.

Repeat monitoring: varies from quarterly to once every 5 years. The fraquency is based on whether VOCs
are detectad in tha first round of monitoring and whather tha system is vulnarable to contamination.

ments to SOWA," February 1989

Source: Adapted from U S. Environmental Protection Agancy, Fact Sheet, “Drinking Water Regulations undar 1986 Amend-

* Sanitary surveys. Periodic
sanitary surveys are required for all
systems that collect fewer than five
colilorm samples par month. (A
sanitary survey is a comprahensive
review of a system’s operations, in-

cluding watershed control, the disin-

faction system, raw water quality,
and monitoring, to determine
whether operational requirements
are being met.) The schedule for
conducting sanilary surveys is
shown in Table 2-13.

Laboratory Analysis and Sampling
Requirements

To meset the monitoring requirements
for soma contaminants, small systems
will need tha services of a commarcial
laboratory. For compliance monitoring
purpases, analyses must bae par-
formed in an EPA or state-approved
laboratory, Contact the Safe Drinking
Water Hotline (see Chapter 8, Resour-
ces) lor assistance in locating a cer-
tified drinking water laboratory in your
araa. (These laboratories must suc-
cassfully analyze performance evalua-
tion samples within limits set by EPA.)

To ensure proper sampling and
analysis’

* Samples must be collected in
proper containers and preserved as
necessary. Discuss sample collec-
tion procedures for the contaminant
with the laboralory in advance.
{See Appendix A for bacteriological
sample collection procedures.)

® Sample chain of custody must be
maintained (to ensure that some-
one is always accountable for the
sample).

® Analysis must be perlormed within
specified holding times (the period
of ime between sample collection
and analysis).

* Approved analytical procedures
must be used.

* Adequate quality assurance data
must be genarated within the
laboratory.

A water system manager should ob-
tain the following information from a
laboratory he or she plans to use:

* Refaerencas of similar work

¢ Copy of applicable accreditations
or certifications

* |nformation about availability and
cost of sampla containers, preser-
vatives, and shipping containers

* Commitment or estimate of project
turnaround

* Dafinition of analytical methads,
detection limits, and cost of analysis

* Typa of quality assurance data that
will be reponted

State-approved reporting forms, if
applicable

* Fees

Table 2-10. Monitaring Requirements for Fluoride . . e

Surface waters:
Ground waters:

Minimum repeat:

1 sample each year
1 sample every 3 years

1 sample every 10 years

Source: Federal Register, April 2, 1986 (41 FR 11396).

7 From Metcalf and Eddy, A Guide to Water Supply Management in the 1990s, Wakelield, MA, November 1989,
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Table 2-11. Total Coliform Sampling Requirements According to
Population Served

Minimum Number
of Routine Samples

Population Served Per Month"
25 1o 1,000° 1
1,001 1o 2,500 2
2,501 to 3,300 3

*In lieu of the frequancy specified in this table. a noncommunity water system
using only ground water (except ground water under the direct influence of sur-
tace water) and serving 1,000 persons or lewer may monitor at a lesser fre-
guency specilied by the siate (in wriling) until a sanitary survey is conducted
and the state reviews the resulls. Thereafter, such systems must monitor in
@ach calendar quarter during which the system provides water to the public, un-
less the state determines (in wriling) that some other frequency 1s more ap-
propriate. Beginning June 29, 1994, such systams must monitar at least once
avery year

A noncommunily waler system using surface water, or ground water under the
direct influence of surtace water, regardless of the number of persons served,
must monitor at the same frequency as a like-sized community water system,
i.e., the frequency specilied in the table. A noncommunity water system using
ground water (which is not under the direct influence of surface waler) and serv-
ing more than 1,000 persons during any month must monitor at the same fre-
quency as a like-sized community waler system, i e, the lrequency specified in
the table, except that the state may reduce the monitoring frequency (in writing)
for any month the system serves 1,000 persons or tewer. However, in no case
may the state reduce the sampling frequency to less than once every year.

®Includes public water systems that have al least 15 service connections, but
serve lewer than 25 persons.

Saurce: Faderal Register, June 29, 1989 (54 FR 27545)

Table 2-12. Monitoring Requirements Following a Total Coliform-
Positive Routine Sample

Number of Routine Number of Repest Number of Routine

Samples/Manth Samples® Samples Next Month®
1/month or lewer 4 S/month
2'month 3 S/month
I/month 3 S/month

* Number of repeat samples in the same month lor each total colilorm-positive
routine sample.

] Excep! where state has invalidated the original routine sample, or where the
slate subslitutes an onsite 1 of the problem, or where the state waives
the requirement on a case-by-case basis. See 40 CFR 141.21a (b) (5) for more
dstails.

Source: Federal Register, June 29, 1989 (54 FR 27546).

Typical costs of laboralory analyses
ara shown in Table 2-14,

Contact your state drinking water
agency for addilional information
about requirements for sample collec-
tion and analysis and reporting.

Surface Water Treatment
Requiraments

EPA has set treatment requirements to
control microbiological contaminants

in public water systems using surface
water sources (and ground-water sour-
ces under the direct influence of sur-
face water). These requirements,
effective December 31, 1990, inciude
the following:

* Treatment must remove or inac-
tivale at least 99.9 percent of
Giardia lamblia cysts and 99.99 per-
cent of virusss,

* All systams must disinfect, and also
might be required 1o filter if certain
source water quality criteria and site-
spacific critana are not mat.

* The regulations set criteria for
determining if treatment, including
turbidity remowval and disinfection
requiramants, is adequate for fil-
tered systems.

* All systems must be operated by
qualified operators as determined
by the states.

Systems using surface water must
make certain rapors to the state
documanting compliance with treat-
maenl and monitoring requiremants.

Detailed guidance on surface water
treatment requirements is provided in
EPA's Guidance Manual for Com-
pliance with the Filtration and Disinfec-
ion Requirements for Public Water
Systems Using Surface Water
Sources
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Table 2-13. Sanltary Survey Frequency for Public Water Systems Collecting Fewer than Five Samples/Month*

Frequency of

Initial Survey Subsequent
System Type Completed by Surveys
Community water system June 29, 1994 Every 5 years
Noncommunity water system June 29, 1999 Every 5 years®

*Annual onsite inspection ol the system’s watershed cantrol program and reliability of disinlection praclice is also required by
40 CFR 141.71(b) lor systems using unlilterad surface water or ground water under the direct influence of surface water.

The annual onsite inspeclion, however, is not eguivalent to the sanitary survey. Thus, compliance with 40 CFR 141.71(b)
alone does not constitute compli with the y survey requirements of this coliform rule (141 .21a(d)), but a sanitary
survey during a year can substitute lor the annual onsite inspection lor that year

°For a nonc y watar system thal uses only protected and disin! d ground water, the sanilary survey may be
repealed every 10 years, instead of every 5 years.

Source: Federal Register, June 29, 1989 (54 FR 27546)

Table 2-14. Approximate Commer- -
cial Laboratory Costs Per Sample -
Analysis ($1989)
v N _ < .,

Turbidity $20 = v 3

Colitorm Bactena $20

Copper §20

Lead 520

Radwm 226/228 $120

8 VOCS (Table 2-10) 5200

Table 2-8 Conlaminants $500

Source Adapted from Meicall and
Eddy, A Guide to Water Supply
Management in the 1990s,
Wakelield, MA, November 1989

Systems using surface water ars required to lliter uniess stringent
criteria are met.




3. Solutions to Drinking Water Treatment Problems:

An Overview

This chapter presents an overview of
the technologies that a small system
should consider for meating its treat-
ment needs. In addition, it discusses
administration and other issuas that
can be important for small systems,
including financial and capital improve-
mants, cooperalive arrangements,
operator capabilities, and selection of
a consulting engineer or equipment
vandor. Appendix B presents a check-
list of factors that can affect water
treatment system parformanca. While
this list is not all-inclusive, t may halp
a water syslem oparator or manager
in determining improvements that may
be needed.

The trealment needs of a water sys-
tem are likely to differ depending on
whether the system uses a ground-
water or surface water source. Com-
mon surface water contaminanis
include turbidity, microbiological con-
taminants (Giardia, viruses, and bac-
teria), and low levels of a large
number of organic chemicals. Ground-
watar contaminants include naturally
occurring inorganic contaminants
(e.g., arsenic, fluoride, radium, radon)
and nitrate, and a number of specific
organic chemicals (a.g., trichloro-
ethylane) that sometimas occur in rela-
tively high concentrations.? Bacteria
and viruses can also contaminate rela-
tively shallow ground water (for ax-
ample, from sewage overflow or
seapage into wells and springs, or
trom surface runoff). Giardia cysts are
less likely to be found in ground water,
but they have contaminated ground-
water supplies where sewage or con-
taminated surface water entered

improgorly constructed or located
wells.” Corrosion control is a concern
for systems using both surface and
ground-water supplies.

Figure 3-1 presents an overview of
steps that a small system can follow to
determine treatmant needs. Tables 3-1
and 3-2 present the contaminants like-
ly to be found in surface water and
ground water, and the most suilable
treatment technoiogies for each.

The treatment options available to
small systems for filtration, disinfec-
tion, organic and inorganic con-
taminant removal, and corrosion
control are also listed in Table 3-3.
This table presents the major ad-
vantages and disadvantages of each
technology. Costs are shown in Table
3-4. Chapters 4 through 7 contain
more detailed infermation about each
of these technologies, including their
effactiveness in removing specific con-
taminants in water.

Questions to Consider In
Choosling Treatment Technologies

When selecting ameng the different
treatment options, the waler system
manager must consider a number of
factors: regulatory requirements, char-
acteristics of the raw watar, configura-
tion of any existing systam, cost,
oparating requirements, availability of
nontreatmant alternatives, com-
patibility of the processas currently
being used or to be used, waste
management, and fulure needs of the
sarvice area. Each of these factors is
discussed balow.

® Thomas J. Sorg, “Process Selection for Small Drinking Water Supplies,” Proceedings
of the Twenty-Third Annual Public Water Supply Enginears Confarence: New Direc-
tiens for Water Supply Design and Cperation, University of lllinois, April 21-23, 1981

¥ Gunther F Craun, "Review of the Causes of Waterborne Disease Outbreaks,”

Surveillance and I g 1 of Waterb

D Outbraaks, Health Effects

Research Laboratary. U S Environmental Protaction Agency, November 1989,

223
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Steps to Determine Treatment Needs

Collect sample of raw water (see Chapter 2, Laboratory
Analysis and Sampling Requirements)

Send sample to laboratory for analysis (microbiological, organic, and
inorganic contaminants)

'

Compare contaminants and their levels to applicable standards
(see Chapter 2, Maximum Contaminant Levels)

No Standards | ! Standards
Exceeded Exceeded

Y

Compile list of
“contaminants of concern”

Systems using surface water sour- |- (those that exceed maximum
ces must disinfect, and must filter |+ concentration allowed by
unless stringent requirements are regulations)
met; systems using ground-water

sources will have to meet future : ‘

ground-water disinfection rules

(pae Cnapter2) Identify and evaluate

treatment technologies avail-
able to control contaminants
of concern (see Tables 3-1
through 3-4 and Chapters 4
through 7)

} |
Contact vendors or consulting engineer for information about
treatment technelogy selection, costs, and design (see Appendix C)

and/or contact organizations that assist small systems
(see Chapter 8, Resources) i

8 If filtration and/or
® disinfection must §
be added or

upgraded

Figure 3-1, Steps to determine treatment needs.
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Micro-
biclogical

Fluoride

Barium  Nitrate

Radlum Radon

Table 3-1. Common Problems and Suitable Treatment Technologies: Ground Water?

Arsenic

Chiorination .

Ozonation L

Ultraviolet
radiation .

Aeration

lon exchange

Activated alumina .

Coaguiation/Filtration

Membranes
(raversa osmasis L]
and electrodialysis)

Granular activated
carbon (GAC)

Point-of-use/
Paint-of-antry systems

Might be suitable for some very small systems to removae organic or inorganic contaminanis,

Package Plants

Package plants might be available to solve specilic inorganic or erganic contamination problems

In genaral, “a" indicates the principal fy

of tha tr

technology listed Many of these technologies,

however, have secondary effects in addition to those shown here, (For example, ozone can remove some organic chemicals

as well as provide disinfection )

What Are the Requirements for
Drinking Water Supplied by the
System?

Federal and state drinking water
regulations are the most important fac-
tors to consider in developing a water
system'’s treatment goals. The supplier
may aiso choose 1o consider con-
sumaer preferances and nonmandatory
guidelines developed by regulatory
agencies and professional organiza-
tions, such as EPA's Secondary Maxi-
mum Contaminant Levels (federally
nonenforceable goals for controlling
contaminants that affect the aesthelic
qualities of drinking water), Health Ad-
visories (guidance values developed
by EPA 1o address immediate or emar-
gency concerns associated with acci-
dents, spills, or newly detected
dnnking water contamination situa-

tions), and American Water Works As-
sociation water quality goals.

Are Nontreatment Alternatives
Available?

Small water systerns might not always
have the resources 12 install a com-
plete treatment system (o solve a con-
tamination problem. In such situations,
howaver, a small system might be
able to find a new waler source. For
example, a well can be located in an
area distant from the source of
contamination,

The development of a new well,
howavar, is only part of the solution.
The area around the well must be
managed to protect it from future con-
tamination, Establishing a wallhead

protection is an appropriate nontreat-
ment alternative.

As another option, a small system can
consider cooperating with other sys-
tems, such as by buying treated water
from a larger ulility (see Multicom-
munity Cooparative Arrangamants
balow).

What Are the Characteristics of the
Raw Water?

To determine treatment needs, the sys-
tem manager must know the quality of
the source water—what biological and
chemical contaminants are in the
water and at what concentrations they
are present. Knowledga of other water
characteristics, such as pH, tempara-
ture, alkalinity, and calcium and mag-
nasium content is uselul bacause of

Selenium Organics
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Table 3-2. Common Problems and Sultable Treatment Technologles: Surface Water®

Turbldity Microblologlcal Control Corrosion Control Organles
Chiarination .
Qzonation ]
Ultraviolet radiation L]
Package plants® L]
Slow sand filtration °
Diatomaceous
earth filtration .
Ultrafiltration
(membrane filtration)® .
Cartnidge litration® °
Aaration .
Granular activated carbon (GAC) .
pH control []
Corrasion inhibitors .
Point-ol-use/
Point-of-entry systems® L] L]

well as provide disintection )

‘Emerging technology

*In general, "8 indicates the principal lunction of the treatmant technology listed Many of these technologies, however,
have secondary effects in addition to those shown here (For example, ozone can remava some organic chemicals as

"While package plants are most widely used to remove turbicdhty, color, and microbiological contaminants, package piants
are also avalavble thal can remove organic and/or inorganic contaminanits.

‘Might be suitable for some very small syslems thal cannot install central reatment. Point-ol-use/Point-of-enlry sysiems
use a variely of Ireatment processes. including reverse osmosis, ion exchange, and activated carbon,

their impact on aesthetics and the ef-
liciency ol treatment processes.

What Is the Configuration of the
Existing System?

The configuration of the existing sys-
lem can be an important consideration
in selecting a treatment option. For ex-
ample, f a supplier is considenng add-
ing a new treatment technology, he or
she must know f the existing system
is campatible with or adaptable to the

new technology. In addition. an exist-
ing system’s ability to blend treated
water with raw waler can be imporant.
A system might be able to economize
with an expensive technology by treat-
ing only part of the total flow, and stil
mael regulatory requiremeants that limit
the concentration of a contaminant in
finished water.

The method of water distribution and
1ts composition (e.g., asbeslos-cement

pipe, copper, polyvinyl chloride, gal-
vanized, lead) can also be an impor-
1ant factor in selecting a treatment
option. For example, corrosion would
not be a great concern in systems
using polyvinyl chloride (PVC) pipes.
The length of the distribution system
and how quickly water moves through
it can atfect requirements for secon-
dary disinfaction (to prevent regrowth
of microorganisms in the distribution
system),




Solutions to Drinking Water Treatment Problems: An Overview 227

What Are the Costs of the
Treatment Options?

The total costs of treatment include one-
time capital cosls and annual operating
and maintenance costs. Each treatment
technology has a different mix of capi-
tal and operating and maintenance
costs. Technologias with high capital
costs often have lower operating and
maintenance costs (and those with lower
capilal costs often have higher operating
and maintenance costs). Thus, small sys-
tems that cannot afford appropriate capi-
tal equipment can become saddled with
higher operaling and maintenance costs.

What Ars the Treatment
Technology's Operating
Requirements?

The most important operational con-
sideration is the consistency of the raw
water. Tha less consistant the raw water
quality, the greater the need for monilor-
ing, and the greater the operating com-
plexity of most systems. Thus, a less
consistent influent requires a higher
level of operator training and attention,
and might require greater instrumenta-
lion, controls, and automation.

Other important operating considera-
tions include:

* Energy requirements

* Chemical availability, consumption
rate, and slorage

* |nstrumentation and automation
* Pravaentive maintenance

* Noise

* Aesthetics

* Backup/redundant systems

¢ Hequiremants for a startup phase
before full removal capacity is
achieved

* Cleaning and backwashing require-
ments

* Distribution system
* Statfing needs
* Opaerator training requirements

¢ Procass monitoring requirements

How Compatible Are tha Processes
Used?

To achieve overall treatment goals, all
the treatment processes must be com-
patible. For example, a lower pH is
desirable for efficiant chlorine disinfac-
tion; howaever, lowar pH increases cor-
rosion in the wataer distribution system.
Therefore, a system might maintain a
lower pH but use a corrosion inhibitor
(described in Chapter 7) to minimize
corrosion (or the system might elevate
the pH before distribution). All the ele-
ments of treatment should ba chosen
so that they interact as efficienlly and
effectively as possible.

In addition, using one treatment tech-
nology 1o meet mare than cne
regulatory requirement reduces costs
and operating complaxity. For ex-
ample, a system might use reverse o0s-
mosis (described in Chapler 7) when
both erganic and inorganic con-
taminants are present in raw water.
Qzone (described in Chapter 5) can
ramove organic chamicals as wall as
provide primary disinfection. Packed
tower aaration (described in Chapler
6) can remove both volatile organic
chemicals and radon in ground water.
It also ramoves carbon dioxide, thara-
by raising the pH to a more desirable
lavel for corrosion control. (Aeration,
howevar, can increase dissolved
oxygen levels, which can contribute to
corrosion.)

What Waste Management Issues
Are Involved?

Wasle management can be a significant
issue lor water treaiment systems. Most
trealmeant processes concenlrate con-
taminants into a residual slream (bnna
or sludge) thal requires proper manage-
mant. For example, ramoval of radon
wih granular activated carbon can
produce a low-leval radioactive waste.
Water trealment systems musl follow
fedaral and slata regulations covering
the management of wastes. In soma
cases, this can significantly increase dis-
posal costs for the trealment system,

What Are the Future Needs of the
Service Area?

The future of the service and supply area
is another important factor in selecting a
treatment technology. The supplier can
evaluate future demands using popula-
tion and economic forecasts of the ser-
vica area. Present and potential water
supplies should also be examined to
determine their vulnerability to natural
and manmade contamination.

Special Issues for Small Systems

Financial’/Capital Improvement
Financing water system improvemants
can be an obstacla for a small system.
User charges must be high enough 1o
cover the actual costs of water treat-
mant, analytical work, and distribution.
Because costs are spread over fewer
people, rate increases have a greater
impact on the individual customer than
those for large systems.

Most small systems are also at a dis-
advantage when they attemplt to raise
funds in the local and national capital
markats, sinca thair credit base,
markel recognition, and financing ex-
partise are usually limited. They might
be able to obtain financial assistance
through state and federal loan and
grant programs. Many states currantly
have drinking water financial assis-
tance programs. Some slates assist
small systems in gaining access to
capital through low-interest loans from
state revolving 'oan funds, state bond
pools, and state-funded bond in-
surance.

Sources of federal grants and loans
for small systems include the Farmers
Homa Administration (FmHA) and a
proposed federal grants program that
blends federal grant money with state
bond monay 1o provide low-intarast
loans to small water systems.

Other financing options for small sys-
tems include federal revenua sharing
and revenue bonds (for municipal sys-
tems), loans through the United States
Small Business Administration (SBA),
and use of tax exemp! industrial
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Table 3-3. Overview of Water Treatment Technologles®

Technologlcal
Options to Meet
Treatment Regulatory Stage of
Requirements Requirements Acceptabllity Commaents
Filtration of surface Slow sand filtration Established Operationally simple; low
water supplies to operaling cost; requires
control turbidity relatively low turbidity source
and microbial water
contamination
Package plant filtration Established Compact; variety ol process
combinations available
Ultrafiltration
(Membrane filtration) Emerging Experimantal, expansive
Cai.ridge liltration Emaearging Experimental, expensive
Disinfection Chlerine Established Mos! widely used method;

concerns aboul health etfects
of by-products

Qzone Established Very effective but requires a
secondary disinfectant, usually
some lorm of chlorine

Ultraviolet radiation Established Simple, no established harmiul
by-products, bul requires
secondary disinfectant,
usually some lorm of chlorine

Organic contamination Granular activated carbon Best Availabie Highly effective; potential waste
control Technology (BAT) disposal issues; expensive
Packed column aeration Best Available Highly eflective for volatle com-
Technology (BAT) pounds; potential air emissions
Issues
Dillused aeration Established Variable removal elfecliveness
Multiple tray aeration Established Variable removal eftectiveness
Higee aeration Experimenial Compact, high energy reguire-
menls; polential air emissions
issues
Mechanical aeration Expenimental Moslly for wastewater treatment;

high energy requirements,
gasy 10 operate

Catenary grid Experimental Performance dala scarce,
potental air emissions issues

(continued on next page)

revenue bonds by a privale contractor watar supply authority. Multicommunity Centralizing functions. A group of

supplying service muni lity. i ngem im- :
pplying service 1o a municipality, cooparalive arrangements can im small systems working together
prove cos! effectivensss, upgrade " 4
. ) B e i can centralize functions such as
(] = »
Multicommunity Cooperative Yenlar quallty,.andresull in morg il purchasing, maintenance,
Arrangementls (Regionalization) cient operalion and managemaenl.
) laboratory services, engineering
In some cases. a small comemunity - services, and billing, Savaral small
can share resources with other small A wide range of cooparalive ap- s stams’lo ether m‘ ht be able 1
communities or a larger community proaches is available to tha small sys- i e 9 ?

X : ; - afford resources, such as highi
through a cooperative or a regional tem, including: "gnly
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Table 3-3. Overview of Water Treatment Technologies® (continued)

Technologlecal
Optlons to Meet

Treatment
Requirements

Regulatory
Requirements

Stage of
Acceptabllity

Comments

Inorganic contam-
ination control

Membranes
{ Revarse osmosis

Established

and electrodialysis)

lon exchange

Activated alumina

Coagulation/Filtration

Aeration

Granular Activated Carbon

Corrosion
controls

Caorrosion inhibitors

pH control

Established

Established

Established

Established

Established

Establishad

Established
and emearging

Highly effective; expensive;
potential waste disposal issuss

Highly effective; expensive;
potential waste disposal issues

Highly effective; expansive;
potential waste disposal issues

May be ditficult for very
small systems

Prefaerred technology for radon
removal

Highly elfective for radon
removal, potential waste
disposal issues

Potential 1o conllict with othar
treatments

Variable effectivenass
depending on type of inhibitor

“Avanety of package plants are available that can perform one or several Ireatment lunctions {i.e., filtration, organic con-

taminant conltrol, atc.)

Source: U.S Enwvironmental Protection Agancy, Office of Drinking Water and Center tor Environmental Research Information,
Technologies lor Upgrading Existing or Designing New Drinking Watar Treatment Faciliies, March 1990, EPA 625/4-89-023.

skilled personnel, on a part-time
basis.

Physically interconnecting exist-
Ing systems. Two or more small
syslems can be connected, ora
small system can join a larger sys-
tem, to achieve the economies of
scale available to large systems.
This approach might not be
feasible in soma situations,
however, such as in locations
where supplies are isolated lrom
each other by long distancaes or
rugged terrain. It is also important
to weigh potential disadvantages
such as loss of local autonomy,
complexities of ensuring equity in
each community, and loss of cost

effectiveness when distribution
lines become too long.

Creating a satellite utility. A satel-
lite utility taps into the resources of
an existing larger facility without
being physically connected to, or
owned by, the larger facility.
Resources provided by the larger
utility can include technical, opera-
tional, or managenal assistance;
wholesale treated water; or opera-
tion and maintenance responsibility.

Creating water districts. Water
districts are formed by county offi-
cials and provide for the public
ownership ot the wtilities. The
utilities in a district combine resour-

ces and/or physically connect sys-
tams, so that one or two facilities
supply water for the entire district.
By forming a water district, privately
owned systems becoma eligible for
public grants and loans.

* Creating county or state utlilties.
A county or state government can
create a board 1o construct, main-
1ain, and operate a watar supply
within its district, Construction
and/or upgrading of facilities may
be tinanced through bonds or
property assessments.

Operator Capabliities

The level of understanding and techni-
cal ability of small syslems operators
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Table 3-4. Estimated Costs of Drinking Water Treatment Technologies for a 100,000 GPD Piant® ($1989)

Caplital Total Cost® Per

Technology Cost Annual O&M 1,000 Gallons
Package Plant Fillratlon
Coagulation/Filtration with tube setllers $176,000 $11,000 $1.73
Pressure depth clarifier/Prassura filter $206,000 $10,400 £1.90
Prassure depth clarifier/ $246,000 $16,300 $2.47
Pressure filter with GAC adsorber
Other Filtratlon
Diatomaceous earth vacuum lilter $103,000 $11,100 $1.27
Diatomaceous earth prassure lilter $106.000 $10.600 $1.26
Slow sand filter covered $580,000 $7.700 $4.15
Slow sand lilter, uncovered $335,000 $7.100 $2.55
Inorganic Cantaminant Control
High pressure reverse osmosis $275.000 $41,300 $4.03
Low pressura reverse osmosis $275.000 $29,800 $3.40
Cation exchange $151.000 $8.500 $1.44
Anion exchange $115.000 $10,300 $1.46
Aclivated alumina $104,000 $14.600 $1.47
Organic Contaminant Control
GAC in pressure $175.000 $14.400 $1.92
vassal { 6-mo carbon replacement)

$9.800 $1.67

(12-mo carbon replacement)

Packed tower aerator $45.100 $ 2.900 $0.45

{continued on next page)

is crucial to the success of the Safe
Drinking Water Act (SDWA). The
oparator's basic knowledga, skills, and
training might include the following '°:

¢ Knowledge of all aspacts of the dis- Skill to maintain drinking water
tribution systam (including main- quality (including water treatment
tenance) where necessary, plus state and

federally required sampling

¢ Knowledge of tha source water routinas)

* Sufficient training to protect public supply (including pump oparation)
health

'% Erom National Rural Water Association, Water System Decision Makers: An Introduction to Water System Operation and Main-
tenance, Duncan, CK, 1988.
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Table 3-4. Estimated Cosis of Drinking Water Treatment Technologies for a 100,000 GPD Piant® (continued)

Capltal Total Cost® Per
Technology Cost Annual O&M 1,000 Gallons
Disinfection
Gas feed chlorination $ 10,465 $ 3,520 $0.26
Hypochlorite solution $ 4,080 $ 5,558 $0.33
Pellet feed chlorinators $ 1670 $4010 $0.23
Uitraviolet light® (57,600 GPD) $ 25,980 $ 2,080 $0.49
Ozonation-high pressure® $ 39,270 $5074 $0.53

Gallons x 3.785 = liters.

Sources: G.S. Logsdon, T.J. Sorg, and R.M. Clark, Cost and Capability of Technologies for Small Systems, Drinking Water
Research Dwision, Risk Reduction Engineering Laboratory, EPA, Cincinnati, OH, May 1989,

R.C. Gumerman et al., Estimation of Small System Waler Treatmant Costs, Final Report, Culp/Wesner/Culp, Santa Ana,
CA, November 1984,

U.S. Environmental Protection Agency. Office of Drinking Water, Microorganism Removal for Small Walar Systems,
Washington, DC, June 1983 EPA 570/8-83-012.

*Construction cosls generally include manulactured equipment, concrete, steel, labor, pipes and valves, electrical equipment
and instrumentation, housing, site evacualion, some other site work, general contractor’s overhead and profit, enginearing
cosls, linancial and administrative costs, and interest costs during construction. Construclion cosls do not include land
coslts, legal fess, interface piping, roads, and certain other site wark. O&M cos!s generally include annual energy, labor, and
chemical costs. Conslruction costs can vary depending on specilic data characteristics. O&M cosls can vary, up lo plus or
minus 100 percent for some lechnologies, depending on such variables as feed water charactenstics, llow rale, and chemi-
cal dosage requirements,

®Costs include capital cosls annualized at 10 percent interest over 20 years plus annual O&M costs. Average llow assumed
at 50 percent of design flow

Costs lor ultraviolet and ozane disinfection reflect those lor primary disinfection only. A secondary disinfectant is necessary

to maintain a residual in the distribution system. The costs ol secondary disinfection are not included in the table.

* Knowledge of sources of con-
tamination and methods used to
manage these sources.

Knowledge and understanding of
energy sources

Understanding of emeargency proce-
duras

Knowledge of state and tederal
regulations

* Recordkeeping skills

A willingness 1o participate in con-
linuing education programs

Without a proparly trained operator,
system operation and water quality will
sutfer. The small system might have
difficulty attracting skilled staff ba-

cause of economic constraints. In addi-
tion, many small syslam operalors
have multiple duties, such as maintain-
ing the grounds or parforming othar re-
lated public works duties, and might
not have the opponunity to specialize
and davelop expartise in drinking

waler treatment.

Opaerator capability can also limit the
technology options available to a
small system: a technology that works
wall in a large city might require more
oparator training than the smal! sys-
lern can obtain.

Small systams might be able to obtain
qualified plant operators by contract-
ing the services of personnel from a
larger neighbaoring utility, governmaent
agency, service company, or consult-

ing firm. Small systems can also use
the National Rural Water Association
lor technical assistance (see Chapter
8, Resources).

A “circuit rider” approach, in which ser-
vice is provided 1o several systems
that cannot individually afford a trained
operator, can also be usaed. The circuit
rider attends to a number of treatment
systems, and his or her salary is
shared among them. The circuit rider
can directly operate the plants or
provide technical assistance to in-
dividual plant operators through on-
the-job training and supervision.

Anothar source of training is the treat-
ment equipment manufacturer. When
treatment equipmant is purchased,
vendors should supply startup assis-
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tance and training, as well as detailed office to determine whether POU/POE
operation and maintenance manuals. devices are appropriate.

Additional training resources for small
systems are listed in Chapter 8.

Salecting a Consulting Engineer/
Equipment Vendor

In some cases, a small community
might need to use the services of a
consulting enginear or equipment ven-
dor to dasign a treatment system.
Consultants should have provan ax-
penanca in solving problems for small
systems. Appendix B provides some
guidelines for selecting a consultant.

Using a Point-of-Use/Point-of-Entry
(POU/POE) System

A number of point-of-use (POU) and
point-of-entry (POE) systems are avail-
able from a large number of manufac-
turars. Types of systems include those
using reverse osmosis, activated
alumina, and ion exchange. In certain
situations, POU/POE devices can ba a
cost-affective solution when a very
small community cannot afford central
treatment for a contaminant, such as
an organic chemical or fluoride. For ax-
ample, with state approval, sevaral
small communities (25 to 200 pecpla)
in Arizona installed home systams
using activated alumina to remove
fluoride. A manufacturing/engineering
company on contract with one com-
munity provides and maintains all the
systems."!

In addition 10 home devices, some
very small systams (such as trailer
parks) might be able 1o install a treat-
ment system at the point of entry and
blend resulting treatad waters with
watar not treated with the POE device.

A public water supplier must monitor
and ensure the quality of water treat-
ment, whether it provides central treat-
ment or decentralized trealment
through POU/POE devices. The sup-
plier should check with the state drink-
ing water agency or regional EPA

' Thomas Sorg, “Process Selection lor Small Orinking Water Supplies,” Proceedings of the Twen! y-Third Annual Public Water

Y

Supply Engineers’ Conference: New Diractions for Supply Design and Operation, University of lllinois, April 21-23, 1981




4. Filtration Technologies for Small Systems

Filtration is the process of removing
suspended solids from water as the
water passes through a porous bed of
materials. Natural fittration removes
most suspended matter from ground
water as the water passes through
porous layers of soil into aquifers
(water-baaring layaers under the
ground). Surface waters, howavar, are
subject to runoff and other sources of
contamination, so these waters must
be fiterad by a constructed treatmant
system,

The solids removed during filtration in-
clude soil and other particulate matter
from the raw water, oxidized metals,
and micraorganisms. Filtration can ba
used to remove many microorgan-
isms, some of which might be resis-
tant to disinfection. Filtration also
prevents suspended material
(measured as lurbidity) from interfer-
ing with later treatment processes,
including disinfection. Filtration com-
bined with disinfection provides a
“double barrier* against waterborne
disease caused by microorganisms.

Tha filtration process usually works by
a combination of physical and chemi-
cal processes. Mechanical straining
removes some particles by trapping

them between the grains of the filter
medium (such as sand). A more impor-
tant process is adhesion, by which
suspended particles stick to the sur-
face of filter grains or previously
daposited material. Figure 4-1
illustrates these two removal
mechanisms. Biological procaesses ara
also important in slow sand filters.
Thesa filtars form a filter skin contain-
ing microorganisms that trap and
break down algae, bacteria, and other
organic mattar bafore the water
reaches the filter medium iself.

Procaesses Preceding Filtration

Even when trealing low turbidity water,
filtration is precedad by some form of
pretreatment. Several processas may
precedae filtration (Figure 4-2):

¢ Chemical feed and rapid mix.
Chemicals may be added o the
walter 1o improve the treatment
processes that occur later. Thesa
chemicals may include pH ad-
justers and coagulants. (Coag-
ulants ara chemicals, such as
alum, that neutralize positive or
negative charges on small par-
ticles, allowing tham 1o stick
togsther and form larger, more easi-
ly removed panticles.) Avaristy of

| A, Mechanical
AAW WATER

| Large particles hecome lodged and cannatl
| cantinue gownward through Ihe media

B. Adsorplion
AAW WATER

Partcles stck 1o 1he meaia and cannol
conlinue downward Ithrough the med:a

Figure 4-1. Flltration primarily depends on physical and chemical
mechanisms to remove particles from water. (Reprinted from Introduction
to Water Treatment, Vol. 2, by permission. Copyright 1984, American Water

Works Association.)
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Figure 4-2. Several processas can precede filtration to Improve treatmant processes that occur later.

devices, such as bafiles, hydraulic
jumps, static mixers, impellers, and
in-line jat sprays can be used to
mix the water and distribute the
chemicals evenly.

* Flocculation. In this process,
which follows rapid mixing, the
chemically treated water is sent inlo
a basin whara the suspended par-
ticles can collide and form heavier
particles called floc. Gentle agita-
tion and appropriate detention
timas (tha langth of time watar
ramains in the basin) facilitate this
process.

* Sadimentatlon. Following floccula-
tion, a sedimantation step may be
used. During sedimentation, the
velocity of the water is decreased
so that the suspended material (in-
cluding flocculated particles) can
settle out of the water stream by
gravity, Once settlad, the particles
combine to form a sludge that is
later removed from the clarified su-
pernatant water.

Filtration processas can include only
ona of thase pretreatment procedures
or all of them.,

Choosing a Filtratlon Technology

Conventional filtration, which includes
coagulation with the addition of chemi-
cals, rapid mixing, flocculation and
sedimentation, and granular media
filtration, is the most versatile system
for treating raw water that is variable in
quality. However, a conventional filtra-
tion plant is usually neither appropriate
nor sconomically feasible for very
small systems. Package plants are
one available cost-effective altarnative
when automatic chemical feed control
systems simplily operation.

Cther filtration technologies that can
be more suitable for small systems are
slow sand filtration and diatomaceous
earth filtration. Membrane filtration and
cartridge filtration are two emerging
technologias that are surtable for smail
systems. Table 4-1 presents the ad-
vantages and disadvantages of these
technologies. Table 4-2 shows the

removal capacities (percantages that
are effectively removed) of Giardia
cysts and viruses for these four tech-
nologies. Filtration tachnologies for
small systems are described in more
detail below.

Slow Sand Fiitration

Slow sand filtration, first used in tha
United States in 1872, is the oldest
type of municipal water filtration. A
slow sand filter consists ol a layer of
fine sand supported by a layer of
graded gravel. Slow sand filtration
doas not require extansive active con-
trol by an operator. This can be impor-
tant for a small system in which an
operator has several responsibilities.

Slow sand filters require a very low ap-
plication or filtration rate (.022 cubic
meters per hour per square centimeter
[0.015 to 0.15 gallons per minute per
square foot of bed area], depending
on the gradation of the filter media and
the quality of the raw water). The
removal action includes a biological
process in addition to physical and
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Table 4-1. Advantages and Disadvantages of Filtration Technologles

Fiitration Technology

Advantages

Disadvantages

Slow sand

Diatomaceous earth

Membrane

Carindge

Operational simplicity and reliability
Low cost

Ability to achieve greatar than 999
percant Giardia cyst removal

Compact size

Simplicity of operation

Excellent cyst and turbidity removal

Extremely compact

Automated

Easy to operate and maintain

Not suitable for water with high turbidity

Maintenance needs of filter surfaces

Most suitable for raw water with low
bactenal counts and low turbidity
(less than 10 NTU)

Requires coagulant and filter aids
for effective virus removal

Potential difficulty in maintaining
complete and uniform thickness ol
diatomaceous earth on filter septum

Little information available 1o
establish dasign critena or
operaling parameters

Most suitable for raw waler with
less than 1 NTU, usually must be
precaded by high levels of

pretreatment

Easily clogged with colloids and
algae

Short filter runs

c s about membrane failure

Compiex repairs of automalted
controls

High percent ol water lost in

backfushing

Litte information available to
establish design critena and
operating parameters

Can be quickly clogged by algae and
colloids

Requires low turbidity influent

Can require relatvely large
operating budget
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Table 4-2. Removal Capacities of Four Fiiter Options

Achlevable
Glardia Cyst Achlevable
Levals Virus
Flitration Options (percent Removal) Levels
Slow sand 99.99 599999
Diatomaceous sarth 99.99" 99.95°
Membrane 100 Very low
Cartridge >89 Little data available

*Aided by coagulation.
“With filter aid.

Source: U.S. Environmental Protection Agency, Office of Drinking Water and Center for Environmental Research Information,
Technologias for Upgrading Existing or Designing New Drinking Water Treatment Facilities, March 1990, EPA 625/4-89-023.

chemical ones. A sticky mat of
suspanded biological matter, called a
“schmutzdecke,” forms on the sand
surface, where particles are trapped
and organic matter is biologically
degraded. Water applied lo slow sand
filters is usually not prechlorinated,
since the chlorine destroys the
organisms in the schmutzdecke that
help remove microbiclogical, organic,
and other contaminants. (Sometimes
waltar is prechlorinated and then
dechlorinated belore slow sand
filtration.)

Water with high turbidity can quickly
cleg the fine sand in thesa filters.
Water is generally applied to slow
sand filters without any pratraatmant
when it has turbidity levels lower than
10 NTU {nephelometric lurbidity units).
The upper turbidity limit for slow sand
fitars is betwean 20 and 50 NTU.
When slow sand filters are used with
surface waters having widely varying
turbidity lavels, they can be preceded
by infiltration galleries or roughing fil-
tars, such as upllow gravel filters, 10
reduce turbidity.

) [__E':,___ —

RAW
WATER
IMLET

[
TO DRAIN —

FILTERBOX -

o
FILTERED —-

m Er SCUM QUTLET
TO ORAIN

| Y VENTILATION

FILTERED

WATER

WATER SUPPLY
FOR BACKFILLING

FILTER BOTTOM

DUTLET
X

TO ORAIN

TO DRAIK

Figure 4-3. Slow sand filter. (Source: Intarnational Refarence Centre for
Community Watar Supply and Sanitation, Technology of Small Water Supply
Systems in Developing Countries, WHO Collaborating Centre, The Hagus,

The Netherlands, 1982.)

Because of the absence of coagulation,
slow sand filtration 1s limited to certain
types of raw water quality. Slow sand fil-
tars do not provida vary good removal of
organic chemicals, dissolved inorganic
substances such as heavy metals, and
trihalomathane precursors (chemical
compounds, formed when natural or-
ganic substances dissolve in water, that
might form THMs when mixed with
chlorine). Also, waters with very fine
clays are not easily treated using sand
fiers. High algae blooms will result in
short filter runs.

A slow sand filter must be cleaned
when the fine sand becomes clogged
(as measured by the head loss). The
length of time between cleanings can
range from several weeks to a year,
depending on the raw water quality.
Cleaning is parformed by scraping off
the top layer of the lilter bad, A "ripen-
ing pariod” of 1 to 2 days is required
for scraped sand fo produce a function-
ing biological filter. The filtered water
quality is poor during this time, and the
fitered water must ba wastad. Ex-
tended cleaning pariods require redun-
dant or standby systems. In some
small slow sand filtars, geotextile filter
material is placed in layers over the
surfaca. A layer of lilter cloth can be
removed periodically so that the upper
sand layer requires less fraquant re-
placemant.
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In climates subject to below-freezing
temparatures, slow sand systems
usually must be housed. Unhoused fil-
ters in harsh climates develop an ice
layer that prevents cleaning. Thus,
uncoverad slow sand filters will
oparate effectively only if turbidity
levels of the influent (water flowing in)
are low enough for the lilter to operate
through the winter months without
cleaning. In warm climates, a cover
over the slow sand filter may be
needed to reduca algae growth within
tha filter. Figure 4-3 shows a typical
slow sand system.

In addition to maintenance, slow sand
filters require:

* Daily inspection
* Control valve adjustment

® Daily turbidity monitoring

Slow sand filters can achieve 91 to
99.99 percent removal of viruses and
greater than 99.9 percent removal of
Giardia cysts.

Package slow sand filters, constructed
from lightweight materials and
transportad lor local installation, have
been used successfully in small rural
communities in developing
countries.'? These might be ap-
propriata whera community size is
less than 1,000 peaople and conven-
tional construction of a slow sand ilter
would be too slow or inconvanient.

Diatomaceous Earth Filtration

Diatomaceous earth (DE) filtration,
widely used for filtaring swimming pool
walters, has also been used success-
fully to remove turbidity and Giardia
cysts from drinking water. Advantages
of DE filters include compact size,
simplicity of operation, and excellent
turbidity removal. They are most
suited for water systems with low tur-
bidity (less than 10 NTU) and low bac-
terial counts.
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Figure 4-4. Typical pressure diatomaceous earth filtration system.

DE filters (Figure 4-4) use a very thin
layer of diatomaceous earth as a lilter
material (3.2 10 6.4 mm [1/8 to 1/4 in.])
which is coated on a porous septum or
filtar alamant. An appropriate grade of
diatomaceous earth should be used.
(Grades vary from fine to coarse, with
fina grades removing smaller particle
sizes but producing shorter filter runs).
The septum is placed in a pressure
vassal or operated under a vacuum in
an open vessel. Additional diatoma-
ceous earth (“body feed) is also
added to the influent water during the
filtration process to prolong the filter
run. Higher body feed doses ara
needed for higher concentrations of
suspanded solids in the raw water.
When the filter becomes plugged, it is
backwashed and agitated so that the
diatomaceous earth falls off the sep-
tum and is flushed from the filter tank.

Operation and maintenance of
diatomaceous earth filters require:

* Preparing slurries of filter body feed
and precoal dialomaceous earth.

* Adjusting body feed dosages for ef-
fective turbidity removal.

* Pariodic backwashing, every 110 4
days, depending on raw water
quality.

¢ Disposing of spent filter cake.

® Pariodically inspecting the filter sep-
tum for cleanliness and damage.

* Verifying the effluent quality.

* Maintaining pumps, mixars,
feeders, valves, and piping needed
for precoat and body feed opera-
tions.

DE filters can effectively remove
Giardia cys!s, aigae, and asbeslos,
and the fine grades of diatomaceous
earth can removae bacteria. These fil-
lers require, howaver, that the water
be pretreated with coagulating chemi-
cals and special filter aids 1o effective-
ly remove viruses.

Plain diatomaceous earth treatment
(without the use of a coagulant) does
not provide goed removal of very fine
particles. DE filters also are not
capable of ramoving dissolved sub-
stances, including color-causing
materials. Excessive suspended mal-
ter and algae in the raw water can
cause short filter runs.

2 B4, Uoyd, M. Pardan, D. Wheeler, Rural Walar Treatmant Package Plant: Final Report for the U.K. Ovarseas Davelopment
Administration, July 1586 DelAgua, P.O. Box 92, Guildlord, GU2STQ, England.
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Figure 4-5. A package flitration system in Meredith, New Hampshire.

Package Plants

Package plants (Figure 4-5) are treat-
ment units that are assembled in a fac-
tory, skid mounted, and transpared to
the treatment site or that are trans-
ported as compenent units to the site
and then assembled. They are most
widely used to treat surface water
supplies for ramaoval of turbidity, color,
and coliform organisms with filtration
processas, but package plants that
can removae inorganic and/or organic
contaminants are also available, Pack-
age plants are often used to treat
small community water supplies, as
well as supplies in recreational areas,
state parks, construction sites, ski
areas, military installations, and other
areas not served by municipal supplies.

Package plants can vary widaly in
their design criaria and operating and
maintenance reguirements. The most
important factor to consider in select-
ing a package plant is the natura of
the influent, including characteristics
such as temperature, lurbidity, and
color lavels. Pilot tests (tests that
evaluatae treatment processes and
operations on a small scale 1o obtain
performanca cntaria) might be neces-
sary before a final sysiem can be
selacted. The package lreatment

aquipment manufacturer can often per-
form these tests.

Package plants can be (and usually
are) designed to minimize the amount
of day-to-day attention required 1o
oparate the equipment. Their opera-
tion and maintananca are simplified by
automated devices such as efflusnt tur-
bidimatars connectad to chemical faed
controls and other operating para-
melers, such as backwashing. Chemi-
cal feed controls are espacially
important for plants without full-tima
operators or with variable influent char-
acteristics. Even with these automated
devices, howevar, the operator neads
to be properly trained and well ac-
guainted with tha process and control
systam.

Figure 4-6 depicts a package plant.
The three basic types of package
waler treatment systems are:

* Conventlonal package plants.
Thesa contain the conventional
procasses of coagulation, floccula-
tion, sadimentation, and filtration,

* Tube-type clarlfler package
plants. These use tube settlers to
reduce settling detention time (the
average length of lime water
ramains in the tank or chamber).

= Adsorption clarifler package
plants. These use a contact “bed"
with plastic bead media {an adsorp-
tion clarifier) to replace the floccula-
tion and sedimentation basin,
thereby combining thesa two staps
into one. A mixed media filter (a fil-
ter with a coarse-to-fine gradation
of fitter media or saveral typas of fil-
ter media) completes the traatment.

Package plants can sffectively remove
turbidity and bacteria from surface
water of fairly consistant quality,
provided that they are run by com-
patent operatars and are properly
maintained. Package plants also can
be designed to removae dissolved sub-
stances from the raw water, including
color-causing substances and
trihalomethana precursors. However,
when the turbidily of the raw water
varies a great deal, these plants re-
quire a high level of operational skill
and operator attention.

Membranae Filtration (Ultrafiltration)

Membranae filtration, also known as
ultrafiltration, uses hollow fiber
membranes to remove solids from
water. It can be an attractive option far
small systams because of its small
size and automated oparation, and it
doss not require coagulation as a
pretreatmant step.

Many membrane systems are
designed as skid-mounted units.
Figure 4-7 shows an example of this
type of membrana system.

Membrane filtration systems can
ramova bacteria, Giardia, and some
viruses. They are most suitable for
polishing water that has already been
treated by other methods, or for drink-
ing water supplies with turbidity of less
than 1 NTU, Fouling of the fibars is the
major problem praventing widespraad
application of this technology.

Traditional membrana filtters work by
feeding water 10 the inside of the fiber
membrans, with the filtrata (fiterad
water) emerging on the outside of the
membrane. State-of-the-art membrane




Filtration Technologies for Small Systems 239

anaL FLOw TYRE ————
vARIABLE SPEED

FLOCCULATORS Twd A
STAGE LACM TRAMN \

Tusi TTLERS
’V(E Yﬁltlt SII&;R
EACH TRAW ———

BRao TR I

SLUDGE DRAW OFF TO
WASTE CACH TRAIN —,

SETTLED 50005 TROUGHS
wiTH COLLECTORS anO
MANIFOLDS ———

ROTARY SURFACE
AGITATOR CACH FuTfRm - - —

| MO CORAODING FILTER —
UHDEADAAIN SYSTEW

SERVICE ACCESS PLATFORAM
WiTw WAMORAIL AMD &  KICHPLATC
/ TYPICAL STANDARD

LAUNDER WiTH ADJUSTABLE
/ WEIRS EACH TRAM

WASHWATER COLLECTION TROUGH
wiTH ADJUSTABLE wEIRS
CACH TRAIN

SURFACE AGITATOR INLEY
COMMECTION EACH TRAAIN

WASHWATER OUTLET TO WASTE
EACH TRAIN

————— FILTERED WATER OQUTLET AND

BACKwWASH wATEA IMLET

e FLTER MEDIA
EACH TRAIN

Figure 4-6. Package plant system for surface water treatment. (Courtesy of Smith and Loveless, Inc.)

fiters pass influent to either the inside
or outside of the membrane. The hal-
low fiber membranes are contained in
a pressure vessel or cartridge. The
contaminants collect on the end of the
hollow fiber and are discharged to
waste by a reversal of water flow.
Ultrafiltration membranes exclude par-
ticles larger than 0.2 microns.

The membrana filter system must be
cleaned to clear the hollow fibers. This
is done by backilushing and chemical
cleaning or by air pressure. Some
manufacturers have developad self-
cleaning systems to extend the time
betwesn chemical cleanings.

Ona major concern about membrane
fiters is the potential for membrane
failure. The failure of a membrane
should trigger an operational shut-
down or an alarm to the operator.

A diagram of a sample membrane sys-
tem is shown in Figure 4-8.

Cartridge Flltration

Cartridge filters consist of ceramic or
polypropylenae fiter alements that are
packed into pressurized housings.

They use a physical process for
filtration—straining the water through
porous media. Cartridge filtration sys-
tems require raw water with low

Cartridge filters are easy to operate
and maintain, making them suitable
for small systems with low turbidity in-
fluent, Skilled parsonnel are not

turbidity. needed; parsonnal are neaded only
for daily operation and general main-
tanance (cleaning and cartridge ra-
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Flgure 4-7. Typlcal skid-mounted membrane {litration assambly.
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placement). Ceramic filters may be
cleaned and used for repeated filter
cycles. Polypropylena cartridges be-
come fouled relatively quickly and
must be replaced with new units. Al-
though these filler systems are opera-
tionally simple, they are not automated
and can require relatively large operat-

ing budgets.

Cartridge liltration systems somelimas
use "roughing tilters” as pretreatmant
to remove large solids. Prechlorination
is recommendad lo prevent tha growth
of microorganisms on the fiiters.
(However, this should be avoided if the
raw water contains organic substan-
ces that can contribute to formation of
trihalomethanes.) Except for a disinfec-
tant, no other chamicals need to ba
added.

Little information is availabla concern-
ing the effectiveness of carndge filters
for virus removal,

Innovative Filtration Technologies

Several other simple low-cost filtration
methods might be appropriate for
soma small systems. For example, a
system davalopad by 3M Company
using disposabla lilter bags made of
polypropylene fibers (Figure 4-8) can
remove Giardia cysts from drinking
waler supplies. Small systems in
several states have successlully used
these filters with disintection for treat-
ment of water from surface sources.
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oves particles ranging from 1
to 4 microns. (Courtesy of 3M Filtration Products)




5. Disinfection

Disinfection is the treatment process
used to destroy disease-causing or-
ganisms in a water supply. Pnmary
disinfection refars to the part of the
treatment process that provides the
necessary inactivation of Giardia
cysts, bactaria, and viruses in source
water. Secondary disinfection refers to
maintenance of a disinfectant residual
which prevents the regrowth of
microorganisms in the water distribu-
tion system, Systems must disinfect
surface water according to the require-
maents of the Surface Water Treat-
ment Rule (see Chapter 2).

Chilorination (the addition of chlorine)
is the most common method of disin-
fecting drinking water. Other disinfec-
tants that small systems might want to
consider are ozone and ultraviolet
(UV) radiation. Table 5-1 summarizes
the advantages and disadvantages of
these three disinfectants. The
preferred application point for each dis-
infectant is shown in Table 5-2.

Chiorination

When chlormation is performed proper-
ly, it is a sale, effective, and practical
way lo destroy disease-causing or-
ganisms. It also provides a stable
residual (disinfectant remaining in the
water) to prevent regrowih in the dis-
tribution system. However, under cer-
tain conditions, chlorine can combine
with remaining organic matarials in the
wataer to produce potantially harmful
by-products such as trihalomathanes.
(See Disinfection By-Products and
Strategies for Thair Control balow.)

Complex chemical reactions occur
when chlorine is added to water, but
these reactions are not always ob-
vious. For example, a chlorine taste or
odor in finished water is sometimes
tha result of too little chlorine rather
than too much. it is important for
oparators 1o understand basic chlorina-
tion chemistry and the factors affecting
chlorination efficiency. These lopics
are covered thoroughly in many water

supply textbooks. (See Chapter 8,
Resources.)

Disinfection Terminology

Whaen chiornine is fed into water, it
reacts with any substances that exert
a “chicrine demand.” Chiorine
demand is a measure of the amount of
chlorine that will combine with im-
purities and therefore will not be avail-
able to act as a disinfectant. Impurities
that increase chlorine demand include
natural organic materials, sulfides, fer-
rous iron, and nitrites.

Chlorine can also combine with am-
monia or other nitrogen compounds 1o
form chlorine compounds that have
some disinfactant properties. Thase
compounds are called combined avail-
able chlorine residual. (“Available”
means available 1o act as a disinfec-
tant.)

The uncombined chlorine that remains
in the water after any combined
residual is formed is called free avail-
able chlorine residual. Free chlorine is
a much more effactive disinfectant
than combined chlorine.

Free chlorine is not available for disin-
faction unless the chlorine demand of
the raw water is satisfied. When
chlorine dosage exceeds the “break-
point™—the point al which chiorine
demand is satisfied—additional
chiorine will result in a free available
chlorine residual. The chlorine dosage
needed 1o produce a Iree residual
varies with the quality of tha water
source.

Factors Affacting Chlorination
Efficlency

Five factors are important to success-
ful chlerination: concentration of lree
chlorine, contact time, lemperature,
pH, and turbidity levels.

The effectiveness of chlorination is

directly related to the concentration of
free available chlorine and the contact
time. Contact time is the langth of time

241
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Table 5-1. Advantages and Disadvantages of Three Disinfectants

Disinfectant

Advantages

Disadvantages

Chlorine

Ozone

Ultraviclat
radiation

Very effective; has a proven history
of protection against waterbome
diseasa. Widely used. Variaty of
possible application points.
Inexpensive, Apprognate as both
primary and secondary disinfectant.
Operators can easily test for chlorine

residual throughout the water system.

Very eftective. Minimal harmtul
by-products identified to data.

Very effective for viruses and
bacteria. Readily available.

No known harmful residuals.
Simple operation and maintenance
for high quality waters.

Potential for harmiul
by-products under
certain conditions

Realatvely high cost. More complex
operations because it must ba
generated on site
Requires a

dary disinf

Inappropniate for surface water
Requires s secondary disinfectant,

L

EPA 62554-39-023

Sourl:s Adapled from U.S, Environmental Protection Agency, Office of Drinking Water and Center for Environmental Research
for Upgrading Existing or Designing New Drinking Water Treatment Facilites, March 1990.

the organisms ara in physical contact
with tha chlorine. If the chlorine con-
cantration is decreased, than the con-
tact time mus!t be increased.

The lower the pH, the more effective
the disintection. The pH aiso affects
corrosivity and lormation of disintec-
tion by-products. The effects of pH
should be considered along with disin-
fection effectiveness.

The higher the temperature, the faster
the disinfection rate. The treatment
system operalor usually cannot control
the temperaturae, but then must in-
crease the contact time or dose at
lower temparaturas.

Chlarine {or any disinfectant) is effec-
tive only if it comes into contact with
the organisms o be killed. High tur-
bidity levels can prevent good contact
and protect the organisms. Turbidity
should be reduced where necessary
through coagulation, sedimentation

and filtration, or other treatment
mathods.

Chilorination Chemicals

Chlorine is availabls as a liquid
[sodium hypochlorite), a solid (calcium
hypochlorite), or a gas. Small systems
most commonly use sodium
hypochlorite or calcium hypochlorite,
because they are simpler o use and
have less extensive safety require-
ments than gaseous chlorine. The
choice of a chlorination system—ig-
uid, solid, or gas—depends on a num-
ber of site-spacilic factors, including:

* Availability and cost of the chlorine
sourca chemical

¢ Capital cost of the chlorination sys-
tem

® Operation and maintenance costs
of the equipment

* Location of the facility

* Availability of elactricity at the treat-
mant site

* QOperator skills

* Safety considerations

Disinfection with Sodium
Hypochlorite Solution

Sodium hypochlorite (chlorine in liquid
form) is available through chemical
and swimming pool equipmant sup-
pliers, usually in concentrations of S 1o
15 percent chlorine. It is easier 10
handla than gaseous chlorine or cal-
cium hypochlorita, Sedium
hypochilorite is very corrosive,
however, and should be handled and
stored with care and kept away from
equipment that can be damaged by
corrosion.

A basic liquid chlorination system or
hypochlorinator (Figure 5-1) includes
two metering pumps (one serving as a
standby), a solution tank, a diffuser (to
inject the solution into water), and
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Table 5-2. Desired Points of Disinfectant Application®

Ultraviolet radiation

Disinfectant Point of Application

Chiorine Towards the end of the water treatment process so that water is as clarified
(erganic free) as possible, thereby minimizing THM formation and providing
secondary disinfection.

Ozone Prior to the rapid mixing step in all treatment procasses. In addition,

sufficent bme for biodeg
of wds is

dation of the oxidation products of the ozonation
wded prior to secondary disinfection.

Towards the end of the waler reatment process to minimize the presence of other
contaminants that interfera with this disinfectant and to minimize operating
problems.

*In general, disinfectant dosages will be lessened by placing the point of application towards the end of the water treatment
process because of the lower leveis of contaminants there to interfere with efficent disinfection. However, water plants with
short datention tmes in clear wells and with nearby first customers might be required 1o move their point of disinfection
upstream to aftain the appropnate CT value (see page 44) under the Surface Water Treatment Rule.

Source: U.S. Environmental Protection Agency, Office of Drinking Water and Center for Environmental Research Information,
Technologies for Upgrading Existing or Designing New Dnnking Water Treatment Facilities, March 1990. EPA 625/4-89-023.

tubing. Hypochlorinators, used with
chiorine in either liquid or solid form,
ara discussed in more detail under

(2-, 5-, 8-, and 35-pound) cans and
360-kg (800-pound) drums.

is hygroscopic (readily absorbs mois-
ture) and reacts slowly with moisture
in the air to form chlorine gas. Thare-

When packaged, cakium hypochlorite
is vary stabla, so that a year's supply
can be bought at ana time. Howaver, it

Hypochlorination Equipmaent balow.

Sodium hypochlorite solutions lose

fore, shipping containers must be
emptied completaly or carefully
resealed.

their disinfecting power during
storage, and should be stored in a
cool, dry, dark area. No more than a
1-month supply should be purchased
at one time, to prevent loss of avail-
able chlorine.

Sodium hypochlorite solution is more
costly per pound of available chlorine
than chiorine gas. It also does not con-
tain the high concentration of chlorine
available from chlorine gas. However,
the handling and storage costs are
lowaer than for chlonne in 1s gaseous
form,

Disinfection with Solld Calcium
Hypochlorite

Caleium hypochlorite is a white solid
that can be purchased in granular,
powdered, or tablet form. It contains
65 percant available chlorine and is
aasily dissolvad in watar, The chami-
cal is available in 1-, 2-, 4-, and 16-kg
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COMNECTION T0
MAKE-UP
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Figure 5-1. Simple liquid chlorination disinfection system for ground-water
supplies. Source water |s pumpad to a sarvice raservoir into which a
chlorine solutlon is dosed. (Source: International Reference Cantre for Com-
munity Water Supply and Sanitation, Technology of Small Water Supply Systems
in Developing Countries, WHO Collaborating Centre, The Hague, The Nether-
lands, 1981.)
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Calcium hypochlorite is dissolved in
water in a mixing tank. The resulting
solution is stored in and fed from a
stock solution vessel made of
corrosion-rasistant materials, such as
plastic, caramic, glass, or rubber-lined
steal,

The equipmant used 1o mix the solu-
tion and inject 1 into the water is the
same as that for liquid chlorine. Solu-
tions of 1 or 2 percent available
chlorine can be delivared by a )
diaphragm-type, chemical faed/meter-
ing pump.

Calcium hypochiorite is a corrosive
material with a strong odor, and re-
quires proper handling. t must be kept
away from organic materials such as
wood, cloth, and petroleum products.
Reactions betwaen calcium hypo-
chlorite and organic maiaerial can
generate enough heat to cause a fire
or axplosion.

Hypochlorination Equipment *

Hypochlorinators, used with chiorine in
sither liquid or solid form, pump or in-
ject a chlonne solution into the water.
Whaen they are properly maintained,
hypochlorinalors provide a reliable
mathad for applying chlorine to disin-
fact water.

Types of hypochlorinators include posi-

tive displacement feeders, aspiralor
feeds, suction feedars, and tablet
hypochlorinators.

Positive displacament feeders. A
common lype of positive displacement
hypochlorinator uses a piston or
diaphragm pump to inject the solution.

This type of equipment, which is adjus-

table during operalion, can be
designed 1o give raliable and accurate
fead rates. When aleciricity is avail-
able, the stopping and starting of tha
hypochlorinator can be synchronized
with the pumping unit. A hypo-
chiorinator of this kind can be used
with any watar system: howaver, it is

aspecially desirable in systems where
water pressure s low and fluctuating.

Asplrator feeders. The aspirator
feedar operates on a simple hydraulic
principls that uses the vacuum created
when watar flows either through a ven-
turi tube or perpendicular to a nozzle.
The vacuum created draws the
chiorine solution from a container into
the chiorinator unit where it is mixed
with water passing through the unit,
and the solution is then injected into the
water system. In most cases, the water
inlet line to the chlorinator is connected
to recaive water from the discharge side

of the water pump, with the chlorine solu-

tion being injected back into the suction
side of the same pump. The chlorinator
operates only when the pump is operat-
ing. Solution flow rate is regulated by
means of a control valve, though pres-
sura variations may cause changes in
tha laed rate.

Suction feeders. One type of suction
feeder consists of a single line that
runs from the chlorine solution con-
tainer through the chlorinator unit and
connects 10 the suction side of the
pump. The chlenne solution is pulled
from the container through suction
created by the operaling water pump.

Another type of suction feeder operates
on the siphon panciple, with the chiorine
solution being introduced directly into a
wall. This type also consists of a single
line, but the line terminates in the well

below the water surface instead of the in-

fluent side of the water pump. When the
pump is oparaling, the chlorinator is ac-
tivated so that a valve is opened and lhe
chlorine solution is passed into the wall,

In each of these units, the solution
llow rate is regulated by means of a
control valve and the chlorinators
operate only when the pump is operat-
ing. The pump circuit should be con-
nected 10 a liguid level control so that
the waler supply pump operation is in-

terrupted when the chlonne solution is
exhausted.

Tablet hypochlorinators. The tablet
hypochlorinating unit consists of a spe-
cial pot feeder containing calcium
hypochlorite tablets. Accurately con-
trolled by means of a flow meter, small
|ets of feed waler are injected into the
lower portion of the tablet bed. The
slow dissolution of the tablets provides
a continuous source of fresh hypo-
chlorite solution. The hypochlorinating
unit controls the chlorine solution. This
type of chlorinator is often used when
elactricity is not available, but requires
adeauala maintenance for efficient
operation. It can operate where the
water pressure is low.

Disinfection with Chlorine Gas

Chlorine is a toxic, yellow-green gas at
standard temperatures and prassures.
It is supplied as a liquid in high-
strength, high-pressure steel cylin-
ders, and immedialely vaporizes when
released. Small water syslams can
purchase the quantities they need
from chemical or swimming pool sup-
pliers.

Gas chiorinators used in small sys-
lems are often cylinder-mounted or
wall-mounted systems. Figure 5-2
shows a gas chlorinator. Daily opera-
tion of a gas chlorinator consists of
regulating the feed rate, starting and
stopping the chiorinator, and changing
the chlorine cylinders.

Chlorine gas. if accidentally releasad
into the air, irritates the eyes, nasal
membranes, and respiratory tract. It 1s
lethal at concentrations as low as 0.1
percent air by volume. Therefore,
systems using chlorine gas must have
savaral major piaces of safety
equipmant:

* Chlorine gas deteclors 10 provide
early warning of leaks

* Self-contained breathing apparatus
tor the operator

" From U.S, Environmental Protection Agency, Office of Drinking Water, Manual of Individual Water Supply Systems, October 1982,

EPA-570/9-82/004.
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* A power ventilation system lor
rooms in which chlorine is housed

¢ Emargency repair kils

Chlerination Menitoring

Whanever chlorine is used for disinfec-
tion, the chlorine residual should be
monitored at least daily. Samples
should be taken at various locations
throughout the water distribution sys-
tem. including the farthest points of
the system. Most small systems use a
quick and simple test called the DPD
colorimetric test, available as a kit
from companies specializing in water-
testing equipment and matenals
(Figure 5-3). Table 5-3 lists some com-
panies that supply chlorine residual
test kits. Appendix D describes how 1o
take a sample for chlorine residual
analysis.

Ozonation

Ozone (O3} is widely used as a
prnimary disinfectant in olher parts of

the world, but is relatively new 1o the
United States as a drinking water disin-
fectant, Atoxic gas formed when air
containing oxygen flows batwsaen two
alectrodes, ozone is a powerful disin-

tactant, requiring shorter contact time
than chlorine for disinfection.

Ozone gas is unstable and must be
generated on site. In addition, it has a

o

Two-stage ozone system. (Courtesy of Carus Chemical Company)
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Flgure 5-2. Typlical deep wall gas chlorination systam. (Counesy of Fischer & Portar, Inc.)
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Table 5-3. Some Suppliers of Chlorine Residual Test Kits

Capital Controls Co. Box 211, Colmar, PA 18195

(215) 822-2901

(800) 523-2553

Fischer and Porter Co., County Line Rd., Warminster, PA 18974

(215) 674-6000

(800) 421-3411

Hach Co., Box 389, Loveland, CO 80537

(303) 669-3050

(800) 227-4224

‘ Hydro Instruments, Inc., Box 615, Quakertown, PA

| (215)538-1367

Wallace & Tiernan, 25 Main St., Bellaville, NJ 07109

‘ (201) 759-8000

Figure 5-3. Test kit analyzas free and total chlorine. (Countesy of Hach

Company)

low solubility in water, so efficient con-
tact with the water is essantial.

A secondary disinfectant, usually
chlorine, is required because ozone
does not maintain an adequale
residual in water.

Pure oxygen or ambient (freely circulat-

ing) air can be used in ozone produc-
fian. Pure oxygen delivers higher
concentrations of ozone, Packaged
ozone generalor systems using

oxygen 0 produce the ozone are avail-
able for small systems.

Air feed systems used for ozonation
are classilied by low, medium, or high
operaling pressure. (High pressure
systems typically are used in small-to
medium-sized applications.) These
syslems vary in their maintenance re-
quiremants, capital costs, and operat-
ing costs. The air feed systems are
necessary to dry the air (lower its dew
point) to increase the amount ol ozone

produced and 1o pravent fouling and
corrosion of equipment.

Qzone used for water treatment is
usually gensrated using a corona dis-
charge cell consisting of two
elecirodes separated by a discharge
gap and a dielectric plate (Figure 5-4).
The dried air (or pure oxygen) flows
between the electrodes and is con-
vertad to ozone. Several types of
ozone generators are commercially
available: horizontal tube, vartical
tube, and plate generaters. These
systems ara available with varying
operating frequencies and voltages.
An ozone contactor is used to dissolve
the ozone in watar, Ozone can be
generated under positive or negative
pressure, depending on tha neads of
the contactor to be used.

As with chlorine, the ozone demand of
the water must be satisfied before an
ozone residual is available for disinfec-
tion, This can be accomplished by
using two ozone contacting chambers
(Figura 5-5). The ozone delivered to
tha first chamber satisfies the ozone
demand of the watar, and the second
chamber maintains the disinfecting
rasidual,

Because ozone is toxic, the ozone in
exhaust gases from the comactor
must be recycled or removed and
destroyad before venting. Figura 5-6
depicts a complete treatmant system
that includes ozone disintection.

The capital costs of ozonation sys-
tems are relatively high and operation
and maintenance are relatively com-
plex. Elactricity is a major par of
operaling costs, representing 26 to 43
percent of total operating and main-
tenance costs lor small plants. Opera-
tion and maintenanca for ozanation
systems include penodic repair and
replacement of squipment parts, pari-
odic generator cleaning, annual main-
lenance of tha contacting chambaers,
maintenance of the air preparation
system, and day-lo-day operation of
the generating equipment (averaging
112 hour per day).
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Monitoring the Ozonatlon System
Opaeration

Proper monitors should be supplied
with the ozonation system, including:

* Gas pressure and lemperature
monitors in the air preparation
system

* Continuous monitors to determine
moisture content of the dried gas
fad to the ozone genarator

* Ganerator coolant monitors

* Flow rate, tempaerature, and pras-
sure monitors, and ozone con-
cantration manitor for the gas
discharged from the ozone gener-

ator to determine the ozone produc-

tion rate

* Powaer input monitor for the ozone
genaerator

* (Ozone residual monitor

The ozone residual should be
measured at a minimum of two points
in the contactor(s). Ozone residual
monitoring can be performed using a
manual chemical analyzer (by a
trained laboratory technician) or an in-
line instrumant that continuously
samples the water.

Ultraviolet Radlatlon (UV)

Ultraviolet radiation effectively kills
bactenia and viruses. As with ozone, a
secondary disinfectant must be used
in addition to ultraviolst radiation to
pravent regrowth of microorganisms in
the water distribution system. UV
radiation can be attractive as a
primary disinfectant for a small system
bacause:

* 1t is readily available.

* |t produces no known toxic
residuals.

* Required contact times are shor.
* The equipment is easy to aperate

and maintain,

Ultraviolet radiation, howavar, does
not inactivate Giardia cysts, and can-
not be used 1o treat water containing
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Figura 5-5. Two-compartment ozone contactor with porous diffusers.

those organisms. Therefore, it is
recommended only for ground water
not directly influenced by surface
water, in which there is no risk of
Giardia cyst contamination. (Future
ground-water disinfaction rules will es-
tablish whethar and how UV may be
used.) UV radiation is unsuitable for
water with high levels of suspended
salids, turbidity, color, or soluble or-

ganic matter. These materials can
react with or absorb the UV radiation,
reducing the disinfection performance.

UV radiation is generated by a special
lamp (Figure 5-7). When ultraviolat
radiation penetratas the cell wall of an
organism, it destroys the cell's genetic
material and the cell dies.




248 Upgrading Existing or Designing New Drinking Water Treatment Facilities

The effectiveness of UV radiation disin-
fection depends on the energy dose
absorbed by the organism, measured
as the product of the lamp's intensity
(the rate at which photons are
delivered 1o the target) and the time of
exposure. if the energy dosage is not
high encugh, the organism’s genatic
material might only be damaged in-
stead of destroyed. To provide a safaty
factor, the dosage should be higher
than needed to meet disinfaction re-
quirements, For example, if disinfec-
tion criteria require a 99.99 parcant
raduction of virusas, the UV system
should be designed to provide a
99.999 percent reduction.

Substances in the raw water exert a
UV demand similar to chlorine
demand. The UV demand of the water
affects the exposure ime and intensity
of the radiation needed for proper
disinfaction.

The most imponant operating factor
for ultraviolet radiation disinfection is
the cleanliness of surfaces through
which the radiation must travel.
Surface fouling can resuft in inade-
quate performance, so a strict main-
tanance schedule should be followed.
Another important operating factor is
the timely replacement of the UV
lamps, because they lose thair output
imensity and this loss is not readily ap-
parent. A sansor should be usad at all
times 1o ensure the daesired dose.

Obtaining Effective Disinfaction:
CT Values

To ansure proper disinfection, the disin-
fectant must ba in contact with the tar-
get organisms for a sufficient amount
of time. CT values describe the
degree of disintection that can be ob-
tained as a product of the disinfectant
residual concentration, C, (in mg/L)

and the contact time, T (in minutes).
EPA's Guidance Manual for Com-
pliance with the Filtration and Disinfec-
tion Requirements for Public Water
Systems Using Surface Water Sour-
ces provides CT values for achieving
varigus levels of inactivation of Giardia
and viruses. Appendix E prasents CT
values for chlorine and ozone at
several water temperatures and waler
pH lavels for inactivating Giardia and
viruses, and Appendix F provides an
example of a CT calculation for a
small system.

Disinfection By-Products and
Strategies for Their Control

Adding a disinfectant to water might
rasult in the production of harmful by-
products.

Chlorine, for example, can mix with
the natural organic compounds in
water to form trihalomethanes (THMs).
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One THM—chlorotorm—is a
suspected carcinogen. Other common
trihalomethanas are similar to
chioroform and may cause cancer.

The formation of chionnation by-
products depends on several factors,
including:

* Temperature and pH of the water
* Chionne dosage

= Concentration and types of organic
materials in the watar

* Contact time for free chiorine

Several strategies for minimizing harm-
tul chlorination by-products can be
used by small systems:

* Reducing the concentration of or-
ganic materials before adding
chlorine. Commaon water clarifica-
lion techniques, such as coagula-
tion, sedimentation, and liltration,
can effectively remove many or-
ganic matenals. Activated carbon
(described in Chapter 6) might be
needed 10 remave orgamc
materials at higher concentrations
or those not ramoved by other
technigues.

¢ Reevaluating the amount of
chlorine used. The same degree
of disinfaction might be possible
with lower chlorine dosages.

¢ Changing the point in treatment
where chlorine is added.
chlorine is presently added before
treatment (chemical feed, coagula-
tion, sedimentation, and filtration),
it can instead be added after filtra-
tion, or just before filtration and
after chemical treatmant.

* Using alternative disinfection
methods. A system with a high con-
centration of chlorination by-
products in the treated water might
consider alternative disinfection
methods. However, ozonation and
ultraviolet radiation, the alternative
methods most practical for small
systems, cannot be used as disin-
fectants by themsalves. Both re-
quire a secondary disinfectant
(usually chiorine) to maintain a
residual in the distribution syslem.

Ozonation might aiso result in the for-
matian of some harmtul by-products.
Czene can produce toxic by-products
from a few synthelic organic com-
pounds, such as the pesticide hep-
tachlor. If ozone is added to waler
containing bromide ions, it can form
brominated organic compounds such
as bromine-containing lrihalo-
methanes. Also, studies have shown
thal the addition ol ozone followed by
chlonne or chloramines can result in
higher levals of cartain by-products
than when these disinfectants are

used alone. For thesa reasons, it is im-
portant to know what compounds are
in the raw water before choosing
ozone as a disinfectant. Researchers
are continuing 1o study ozonation by-
products and thair potential health
affects.

Ultraviolet radiation might produce
some by-products from organic com-
pounds, but by-products of UV radia-
tion have not yet been identified.




Some small drinking water systems
face contamination of raw water by
natural or synthetic organic substan-
ces. Sources of these substances
include leaking underground
gasoline/storage tanks, runoff of
herbicides or pesticides, or improperly
disposaed of chemical wastes. Natural
organic materials might also be
present in water.

Thae technologies most suitable for or-
ganic contaminant removal in small
systems are granular activated carbon
(GAC) and aeration. Several emarg-
ing technologies using aeration may
also be suitable for small systems.

Table 6-1 presants oparational condi-
tions for the erganics treatmant tech-
nologies most suitable for small
systems. Table 6-2 presents removal
effectiveness data for organic con-
taminants by granular activated car-
bon, packed column aeration, and

6. Treating Organic Contaminants in Drinking Water

diffused aeration. Information about
organics removal effectiveness is not
yet available for the other technologies
described in this chapter.

Granular Activated Carbon (GAC)

Granular activated carbon (GAC)
removes many arganic contaminants
from water supplies. Congress has
designated GAC as the Best Availabie
Technology {BAT) for synthetic organic
chemical removal.

Activated carbon is carbon that has
been exposed to very high tempara-
ture, creating a vast network of inter-
nal pores (Figure 6-1). It removes
contaminants through adsorption, a
procass in which dissolved con-
taminants adhere to the porous sur-
tace of the carbon particles. Bscause
activated carbon is very porous, it has
a large internal surface area; 1 gram
of activated carbon has a surface area
equivalent 1o a football field. One

Table 6-1. Operational Conditions for Organic Treatments

Level of

Operational Level of

Skin Maintenance Energy
Technology Required Required Requirements
Granular actvated Medium Low Low
carbon (GAC)
Packed column Low Low Varies
aaration (PCA)
Ditfused aeration Low Low Varies
Multiple tray Low Low Low
aaration
Mechanical asration Low Low Low
Catenary gnd Low Low High
Higee asraton Low Medium High
Source: U.S, Environmental Protection Agency, Office of Drinking Water and
Center for E tal R h Information. Technologies for Uipgrading
Existing or Designing New Dninking Water Tr Facilipas, March 1990,
EPA 625/4-89-023.
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Table 6-2. Treatment Technology Removal Effectiveness Reported for Organic Contaminants {Percent)®

Granular Activated Packed Column  Diffused

Contaminant Carbon (GAC) Aaration (PCA) Aeration
Acrylamide NA 1-29 NA
Alachlor 0-49 70-100 NA
Aldicarb NA 0-29 NA
Benzene 70-100 70-100 NA
Carbofuran 70-100 0-29 11-20
Carbon tetrachlonde 70-100 70-100 NA
Chilordane 70-100 0-29 NA
Chiorcbenzena 70-100 70-100 NA
24-D 70-100 70-100 NA
1,2-Dichioroathane 70-100 70-100 42-77
1.2-Dichloropropane 70-100 70-100 12-79
Dibromochloropropane 70-100 30-69 NA
Dichlorobenzena 70-100 NA NA
o-Dichlorobenzene 70-100 70-100 14-72
p-Dichlorobenzene 70-100 70-100 NA
1,1-Dichloroathylena 70-100 70-100 97
cis-1,2-Dichloroathylene 70-100 70-100 32-85
trans-1,2-Dichloroethylane 70-100 70-100 37-96
Epichlorohydnin NA 0-29 NA
Ethylbanzene 70-100 70-100 24-89
Ethylene dibromide 70-100 70-100 NA
Heptachlor 70-100 70-100 NA
Heptachior epoxide NA NA NA
High molecular weight w NA NA

hydrocarbons (gasoline,

dyes, amines, humics)
Lindana 70-100 0-29 NA
Mathoxychlor 70-100 NA NA
Monechlorobenzene NA NA 14-85
Natural organic matenal P NA NA
PCBs 70-100 70-100 NA
Phenol and chlorophenols w NA NA
Pentachiorophenol 70-100 0 NA
Styrena NA NA NA
Tetrachloroathylena 70-100 NA 73-85
Trnchloroethylana 70-100 70-100 53-95
Tricholoroethane 70-100 NA NA
1,1,1-Trchloroethane 70-100 70-100 58-90
Toluane 70-100 70-100 22-89
245TP 70-100 NA NA
Toxaphene 70-100 70-100 NA
Vinyl chioride 70-100 70-100 NA
Xylanes 70-100 70-100 18-89
*Addrtional reatment information 1s available in EPA Office of Drinking Water Health Advisories lor specific contaminants.
W = well removed. P = poorly removed. NA = not available.
Note: Little or no specific parformance data were available for:
1. Multiple Tray Aeration 3. Higee Aeraton
2. Catenary Aeration 4. Mechanical Aeration
Source: U.S. Environmental Prolection Agency, Office of Drinking Water and Center for Environmental Research
Information, Technologies for Upgraoing Existing or Designing New Drinking Water Treatment Facilities, March 1990,
EPA 625/4-29-023.
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pound of activated carbon can adsorb

over 1/2 pound of carbon tetrachlonde.

GAC has an affinity for high molecular
weight compounds. It is not effactive
in removing vinyl chloride, a highly
volatile substance, from water, Table
6-3 lists organics that are readily ot
poorly adsorbed by aclivated carbon

GAC can be usad as a replacement
for existing media (such as sand) in a
convenlional Liter or it can be used in
a separate conlactor (a venical steel
pressure vessel used to hold the ac-
tivaled carbon bed).

GAC contactors require monitoring to
ansure thal they work effectively. A
GAC monitoring system should
include;

* Laboratory analysis of treated
waler 10 ensura that the system is
remowving organic contaminants

* Monitoring of headloss (the amount
ol anergy usad by water in moving
from one point 1o ancther) through
the conlaclors 1o ensure that back-
flushing (reversing the llow 1o
remove lrapped malenal) is per-
fanned at appropnate limes

* Bactena monilonng of the
contactor's effluent {since bacteria
can grow rapidly within the ac-
tivated carbon bed)

* Turbidity monitoring of the
contactor's effluent {lo determine
suspended matenal i1s passing
through GAC bed)

Alter a period of a few months or a
few years, depending on the con-
centration of contaminants, the sur-
face of the pores in the GAC can no
longer adsorb contaminants, The
carbon must then be replaced.

Several operational and maintenance
factors affect the parformance of GAC.
Contaminants in the waler can occupy
GAC adsorplion sites, whelher they
are largeted for removal or not. Also,
adsorbed conlaminants can be
replaced by other contaminants with

Figure 6-1. Representation of
Internal carbon structure. {Reprinted
from Introduction to Water Treatment,
Vol. 2, by permission. Copyright 1984,
American Water Works Association,)

which GAC has a greater affinity
Therelore, the presence of other con-
taminants might interfere with the
removal of the contaminants of
concern.

A significant drop in the contaminant
lavel in influent water will cause a
GAC filter 1o desorb, or slough off, ad-
sorbed contaminanis, because GAC is
an equilibrium process. As a rasult,
raw water with frequently changing
contaminant levels can result in
treated water of unpredictable quality.

Bactenal growth on the carbon is
another potantial problem. Excessive
bactenal growth may cause clogging
and higher bacterial counts in the
treated water. This means that bac-
terial levels in the trealed water must
be closely monitored and the final dis-
infection process must be carefully
conlrolled.

GAC is available in diferant grades of
effectiveness. Low-cost carbon re-
quires a lowaer initial capital outlay, but
mus! be replaced more often, resulting
in higher operaling costs.

Table 6-3. Readlly and Poorly Adsorbed Organics

Readily Adsorbed Organics

* Phenol and chlorophenols

Poorly Adsorbed Organics

*  Alcohols

* Sugars and starches

*  Low molecular weight aliphatcs

*  Aromanc solvents (benzene, loluene, nirobenzenes)
* Chlonnated aromatics (PCBs, chlorobenzenes, chloronaphthalene)

Polynuclear aromatcs (acenapthene, benzopyrenes)
*  Pestodes and hertiaides (DOT, aldrin, chlordane, heptachior)

* Chionnated ahphatcs (carbon tetrachloride, chloroalky! athers)
High molecular weight hydrocarbons (dyes, gasoline, amines, humics)

*  Low molecular weight ketones, acids, and aldehydes

*  Very high molecular wesght or colloidal organics

Center for Envir I A

Source U S, Environmental Protection Agency, Office of Drinking Water and
h Infor

EPA 625/4-89-023

. Technolegias for Upgrading

Euwisting or Designing New Dninking Water Trealment Facilities, March 19580
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Aeration

Aeration, also known as air stripping,
mixes air with water lo volalilize
contaminants (turn them to vapor).
The volatilized contaminants are sither
released directly 1o the atmosphere or
ara lrealed and then released. Aera-
tion is used to remove volatile organic
chamicals and can also remove radon
(see Chapter 7).

A small systam might be abla to usa a
simple aerator constructad from rela-
tivaly common materials instead of a

specially designed aerator system,
Examples of simple aerators includa:

m A system that cascades the
water or passes it through a
slotted  container

m A system thal runs water over a
corrugated surface

= An airlift pump that introduces
oxygen as water is drawn from
a well

Other aeration systems that might be
suitable for small systems include

packed column aeration, diffused
aeration, and multiple tray aeration.
Emaerging technologies that use aera-
tion for organics removal include
mechanical aeration, catenary grid,
and Higee aeration.

Packed Column Aeration

Packed column aeration (PCA) or
packed tower aeration (PTA) is a
waterfall agration process which drops
walter over a medium within a tower to
mix the water with air. The medium is
designed to break the water into tiny
droplets, and maximize its contact with
tiny air bubbles for removal of the con-
taminant. Air is also blown in from un-
darneath the medium to enhance this
process. Figure 6-2 shows a PCA
system.

Systems using PCA may need
pretreatment lo remove iron, solids,
and biolegical growth to prevent clog-
ging of the packing material. Posttreat-
ment (such as the use of a corrosion
inhibitor) may also be needed to
reduce corrosive properties in water
due to increased dissolved oxygen
from the aeration process.

Packad columns usually operate auto-
maltically, and need enly daily visits to
ensure that the equipment is running
satisfactorily. Maintenance require-
ments include servicing pump and
blower motors and replacing air filters
on the blower, if necessary.

PCA exhaust gas may require lreat-
mant to mest air amissions regula-
tions, which can significantly
increase the costs of this technology.

Diffused Aeration

In a diffused aeration system, a dif-
fuser bubbles air through a contact
chamber for aeration (Figure 6-3).
The main advantage of diffused aera-
tion systems is that they can be
created from existing structures, such
as storage tanks. However, they are
less effective than packed column
aeration, and usually are used only in
systems with adaptable existing
structures,
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Muitiple Tray Aeration

Multiple tray aeration directs water
through a series of trays made of
slats, perforations, or wire mesh
(Figure 6-4). A blower introduces air
from underneath the trays.

Multiple tray aeration units have less
surface area than do PCA units. This
type of aaration is not as effective as
PCA, and can exparienca clogging
from iron and manganesae, biological
growth, and corrosion problems.
Multiple tray aeration units are readily
available from package plant manufac-
lurers.

Emerging Technologles for
Organics Removal

Mechanical A.e ration

Mechanical aeration uses mechanical
stirnng mechanisms to mix air with the
water (Figure 8-5). These systems
can effectively remove volatile organic
chemicals (VOCs).

Mechanical aeration units need large
amounts of space bacause they
demand long detention times for effec-
tive treatmenl. As a resull, they often
require open-air designs, which can
freeze in cold climates. These units
also can have high enargy require-
ments. Howavar, mechanical aeration
systems are easy to operate, and are
less susceptible to clogging from
biological growth than PCA systems.

Catenary Grid

Cataenary grid syslems are a vanation
of the packed column aeration
procass. The catenary grid directs
waler through a series of wire screens
mounted within the column, The
screens mix the ar and water in the
‘same way as packing materials in
PCA systems. Figure 6-6 shows a
catenary grid unit.

These systems can effectively remove
volatile organic chemicals. There is lit-
tle information available about the ef-
fectiveness of catenary grid systams
for other organic compounds, but they
probably would not remove these com-

pounds effectively. They have higher
anergy requirements than PCA sys-
tems, but their more compact design
lowers their capital cost relative to
PCA.

Higee Aeration

Higee aeration is another variation of
the PCA process. These systems
pump water into the center of a spin-
ning disc of packing material, where
the water mixes with air (Figure 6-7).

Higea units require less packing
matarial than PCA units to achieve the
same removal efficiancies. Because
of their compact size, thay can be
used in limited spaces and heights.
Current Higee systams are best suited
for temporary applications of less than
1 year with capacities up to 380 litars
(100 galions) per minuta,
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7. Control and Removal of

Water systeams control or remave inof-
ganic contaminants using two differant
strategies:

1. Preventing Inorganic contamina-
tlon of finished water. Corrosion
contrals prevent or minimize the
prasence of corrosion products
{such as lead and copper) at the
consumer's lap.

. Removing inorganic
contaminants from raw water.
Removal technologies treat source
water that is contaminated with me-
tals or radioactive substances
(radionuclides).

Inorganic contaminants presently
regulated under the Safe Drinking
Water Act (SDWA) include lead,
radium, nitrate, arsenic, selenium,
barium, fluoride, cadmium, chromium,
mercury, and silver.

This chapter describes several tech-
nologies for inorganic contaminant
removal (reverse osmosis, ion ex-
change, activated alumina, aeration,
and granular activated carbon). Con-
ventional treatment {coagulation/
filtration) can also remove inorganic
contaminants and is discussed in this
chapter.

Corrosion

Corrosion is the deterioration of a sub-
stance by chemical action. Lead, cad-
mium, zinc, copper, and iron might be
found in water whan metals in watar
distribution systems corrode. Drinking
water contaminated with cerain me-
tals (such as lead and cadmium) can
harm human health.

Corrosion also reduces the useful lite
of watar distribution systems, and can
promote microorganism growth, rasult-
ing in disagreeable tastes, odors,
slimes, and further corrosion. Olten a
customar complaint is the first indica-
tion of a corrosion problam, and at this
stage corrosion may be extensive.

Inorganic Contaminants

Table 7-1 shows typical customer com-
plaints and their causes.

Controlling Lead Lavels in
Drinking Water

Because it is widespread and highly
toxic, lead is the corrosion product of
greatast concern. Table 7-2 shows the
risk factors that can indicate potential-
ly high lead levels at the lap. Lead
levals in drinking water are managed
indiractly through corrosion controls.
Lead is not typically found in source
water, but rather at the consumer's tap
as a result of the corrosion of the
plumbing or distribution system. The
1986 amendments to the Sate Drink-
ing Water Act ban the use of lead
solders, fluxes, and pipes in the instal-
lation ar repair of any public water sys-
tem or in any plumbing system
providing water for human consump-
tion. In the past, solder used in plumb-
ing has been 50 percent tin and 50
percent lead. Using lead-free solders,
such as silver-tin and antimony-tin
soldars is a key factor in lead cor-
rosion control. Replacemant of lead
pipes can also be an effective strategy
for reducing lead in drinking water.

The current Maximum Contaminant
Level (MCL) for lead applies to water
delivered by the supplier. New lead
regulations might include an MCL for
water at the consumer’s tap.

if 1ests tor corrosion by-products find
unaccaptably high levels of lead, im-
mediate steps should be taken to mini-
mize consumers' exposura until a
long-term corrosion control plan is im-
plemented. Some short-term
measures the consumar can take
include:

Running the water for about 1
minute before each use

Using home treatment processes in
extrame cases

Using bottled waler

256
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Table 7-1. Typical Customer Water Quality Complaints That Might Be Due to Corrosion

Customer Complaint Possibie Cause

Red water or reddish-brown staining Caorrosion of iron pipes or presence of natural iron in raw water
‘ of fixtures and laundry

‘ Bluish stains on fixtures Corrosion of copper lines
Black water Sulfide corrosion of copper or iron lines or precipitations of natural
‘ manganese
Foul taste and/or odors By-products from microbial activity
Loss of pressure Excassive scaling, tubercle buildup from pitting corrosion, leak in system

from pitting or ather type of corrasion

Lack of hot waler Buildup of mineral deposits in hot water systam (can be reduced by setting
‘ thermostats 1o under 60°C [140°F])
Short service life of household Rapid daterioration ol pipes from

‘ plumbing pitting or other types of comosion

Source: U.S. Environmental Protection Agency, Office of Dnnking Water, Corrosion Manual for Internal Corrosion of Water Dis-
Inbution Systems, Apnl 1984, EPA 570/9-84-001

Table 7-2. Hisk Factors Indicating Potentlally High Lead Levels at the Tap

* Components of the waler distribution system or structure’s plumbing are made of lead, or lead-containing
matenal such as brass, and/or the structure’'s plumbing has solder containing lead

And one or mare of the following apply
* The structure 1s less than 5 years old

* The tap waler is soft and/or acidic.

*  The waler stays in the plumbing for & or more hours.

* The structure’s eiectnical system is grounded to tha piumbing system

Source: Adapted Irom U.S. Environmental Protection Agency, Office of Drinking Water and Center for Environmental Research
Intormation, Tachnologies for Upgrading Existing or Designing New Drinking Water Treaiment Faciities. March 1980 EPA

625/4-89-023
Techniques for Controlling homaowner's plumbing can be related Modifying water quality. Table 7-3
Corrosion to conditions in the home (such as shows some of the characteristics of
Solutions o corrosion problems in- pipes that are too small or the use of water that affect its corrosivity. Al
clude modifying the water quality dissimilar metals in joining pipes and water is corrosive 1o some degree, but
(especially pH and alkalintly), and add-  valves) rather than to the quality of water that is acidic (less than 7.0 pH)
ing corrosion inhibitors to form protec- water from the distribution system. is likaly 1o corrode matal more quickly,

tive coatings over metal. It should also
be noted that corrosion in a
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Table 7-3. Chemical Factors Influencing Corroslon and Corrosion Control

Total dissolved solids
(TDS)

Hardness (Ca and Mg)

Chicride, sulfate

Hydrogen sullide

Silicate, phosphates

Natural color, organic matter

Iron, zinc, of manganese

Factor Effect

pH Low pH may increase cormosion rate; high pH may protect pipes
and decrease comosion rales

Alkalinity May help lorm protective calcium carbonate (CaCO3) coaling,
helps control pH changes, reduces corrosion

Dissolved oxygen (0O) Increases rate of many cofrosion reactions

Chlonne residual Increases metallic cormosion

High TDS increases conductivity and corrosion rale

Ca may precipilate as CaCCs and thus provide protection

and reduce corrosion rates

High levels increase corrosion of iron, copper, and galvanized steel

Increases corrosion rates
May lorm protective hims

May decrease corrosion

May react with compounds on intenor of asbestos-cement pipe

to lorm protective coaling

‘ Source: U S. Environmental Protection Agency, Office of Drinking Water. Corrosion Manual for Internal Corrosion of Water Dis-

nbution Systems, April 1984, EPA 570/9-84-001

Adjusting pH and alkalinity 1s the most
common corrasion control method, be-
cause it is simpla and inexpensive.
(pH is a measure of the concentration
of hydrogen ions present in water:
alkalinity is a measure of water's
ability lo neutralize acids.) Generally,
an increase in pH and alkalinity can
decrease corrosion ratas and halp
form a protective layer of scale on cor-
rodible pipe matenial. Chemicals com:
menly used for pH and alkalinity
adjustment are lime, caustic soda,
soda ash, and sodium bicarbonate. Ad-
justing pH to control corrosion,
howaver, might conflict with ideal pH
conditions for disinfection and control
of disinfection by-products. Drinking
water suppliers should carefully
choose the treatment methods so that

both disinfection and corrosion control
are effective.

Avoiding high dissolved oxygen levels
decreases waler's corrosive activity.
Removing oxygen from water 1s not
practical because of cost. However,
lreatment systems might be able to
minimize the dissolved cxygen levals
by minimizing airfwatar contacl.

Corrosion inhibitors. Corrosion in-
hibitors reduce corrosion by forming
protective coalings on pipes. The most
commaon corrasion inhibilors are inor-
ganic phosphates, sodium silicates,
and mixtures ol phosphates and sili-
cates. These chemicals have proven
successtul in reducing corrosion in
many systems.

Treatment Technologies for
Removing Inorganic Contaminants

Inorganic contamination of raw water
supplies can come from a wide variety
of sources. Naturally occurring inor-
ganics, such as fluonde, arsenic,
selenium, and radium, ara commonly
found in ground-water sources. Syn-
thetic contaminants are usually found
in surface water supplies. Nitrates and
nitrites are a problem in agricultural
areas and areas withou! sanitary
sewer systems, and have been lound
at relatvely high levels in both surface
water and ground water.

No single treatment 1s perfectly suited
for all inorganic contaminants. Table
7-4 shows the removal effectiveness
of six inorganic trealment processes
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Table 7-4. Most Probable Applications of Water Treatment Processes for Inorganic Contaminant Removal

Inorganic Contaminant
Treatment Capability
Effectivenessa
Treatment Principal Application for Most Probable Application
Process Water Treatmant High  Moderate Low for Inorganic Removal
Conventional Clarification of surface waters Cd As il Ba Removal of Cd, Cr, As, Ag, or
coagulation Cr i Se IV F Pb from surface walers
Crvi Hg (O) Noa
AsV Hg (1) Ra
Ag Se Vi
Pb
Cation exchange Removal of hardness Ba As Remaoval ol Ba or Ra lrom
from ground water Ra Se ground water
Cd NO3
Pb F
Crill Cr Vi
Anion exchange Removal of nirate from NOa Ba Removal of NOjg from
ground water Cr Vi Ra ground water
Se Cd
Pb
Crlll
Aztvated alumina Removal of Huoride trom F Ba Removal of F. As, or Se from
ground water As Ra ground waler
Sa Cd
Granular acuvated Removal ol 1aste, odors, Hagll) Cd Ag Removal ol Hg from surface or
carbon and organics Hg(O) Ba ground water
Ra
Crin
F.
NO3
Revarse osmosis and Desaiting of sea water As V NO3 Removal of ail inorganics
electrodialysis or brackish ground water Ba As il from ground water
Cr
2]
Cd
Se
Ag
F
Ra
Hg
*High—greater than 80 percent. moderate—20 lo 80 percent, low—Iless than 20 percent
Ag = Silver Hg Mercury
As = Arsenic NO3 = Nitrate
Ba = Barium Pb = Lead
Cd = Cadmium Ra = Radwm
Cr = Chromium Sa = Selenum
F = Fluonde
Source Adapted from Thomas J Sorg and Gary S. Logsdon, "Treatiment Technology to Meet the Intenm Primary
Dnnking Water Regulations lor Inorganics. Part 5.7 Journal of the Amarican Water Works Associaion, July 1980.
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and their most probabla application for
inorganic removal. Processas suitable
for small systems include:

* Coagulationfiltration

* Mambranes (reverse osmosis and
slectrodialysis)

* lcn exchange

= Activated alumina

Table 7-5 presents advantages and
disadvantages of these processas.
Coagulation/iltration is genaraily too
operationally complex for very small
systems (sarving 500 people or
fewar). Reverse osmosis, ion ex-
change, and activated alumina are
simpler operations and may be better
alternatives for these systems, unless
the contaminant of concern cannot be
removed by these procasses, or un-
less the costs or maintenanca require-
ments are prohibitive. Each of these
processas is described below. Aera-
tion and granular activated carbon,
commonly used o remove radon from
water supplies, are also discussed
below.

Coagulation/Filtration

Coagulation (dascribed in Chaptar 4)
is traditionally used to control turbidity,
hardness, laste, and odors, but is also
affactive in removing some inorganic
contaminants.

Coagulation using aluminum or iron
salts is effective in removing most
matal ions or collodally dispersed
compounds (finely divided substances
that do not settle out of water for a
very long pariod of time). It is ineffec-
tive in removing nitrate, nitrite, radium,
and banum. Table 7-6 presents poten-
tial removal efficiancies using
alummum and iron salts as coag-
ulanis. Coagulation to ramove inor-
ganics 1s more expansive than
coagulation to remove turbidity be-
cause higher dosages of coagulant
are needad.

Table 7-5. Advantages and Disadvantages of Inorganic

Contaminant Removal Processes

Coagulatlon/Filtration
Advantages

*  Low cost for high volume
* Rehable process well suited to automatic control

Disadvantages

* Not readily applied to small or intermittent flows

* High-water-conlent sludge disposal

*  Very low contaminant levels may require two-stage pracipitation
* Requires highly trained operators

Membranes (Reverse Osmosis and Electrodialysls)
Advantages

* Removes nearly all contaminant ions and most dissolved non-ions
* Relauvely insensitive to low and total dissolved solids level

* Low effluent concentration possible

* In reverse osmosis, bacteria and particles are also removed

*  Automation allows for lass operator attention

Disadvantages

* High capital and operating costs
* High level ol prelreatment required in some casas
* Membranes are prone 10 louling (RO). Electrodes require replace-
ment (ED).
lon Exchange
Advantages

Relatively insensitive to How vanatons
* Essenbally zero level of efflugnt contamination possible
* lLarge variety of specilic resins available

Disadvantages

* Potental for unacceptable levels (peaks) of contamination in effluent
*  Waste requires carelul disposal

*  Usually not leasible at high levels of total dissolved solids

* Pretreatment required for most surface waters

Activated Alumina
Advantages
* Insensitive lo llow and total dissolved solids background

*  Low effluent inant level p b
* Highly selective for fluonde and arsenic

Disadvantages

Strong acid and base are required lor regeneration
*  Medium tends lo dissolve, producing fine particles
* Adsorption is slow

*  Waste requires careful disposal

Sourca: U.S. Envwronmental Protection Agency. Office of Drinking Water and
Center for Environmental Research Information, Technologies for Upgrading
Existing or Designing New Drinking Water Treatment Facifities, March 1990
EPA 625/4-89-023.
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Table 7-6. Removal Efficiency Potential ol Alum Versus Ferric

Chioride

Removal Efficlency

Inorganic Alum

Contaminant

Coagulant

fron
Coagulant

Ag (pH < 8.0) 90%
Ag (pH = 8.0) -

AsV

70%

AsV(pH < 7.5)
As V (pH =7.5)
Cd (pH 28.0) ¢

Cd (pH 2 8.5) 0%
Cr (i 50%
Crill (pH = 10.5) -
Cr VI (using Fe I1)

Hg 70%

Pb 0%

Silver
Arsenic
Cadmium
Chromium
Mercury
Lead

Ag =
As =
Cd =
Cr =
Hg =
Pb =

March 1990. EPA 625/4-89-023

Source: U.S. Environmental Protection Agency, Otfice of Drinking Water
and Center for Environmental Research Infarmation, Technologias for
Upgrading Existing or Designing New Drinking Water Treatment Facilities,

Reverse Osmosis and
Electrodialysis

Reversa osmosis removes con-
taminants from water using a semipar-
meable membrane that permits only
water, and not dissolved ions (such as
sedium and chlonde), to pass through
its pores (Figure 7-1). Contaminated
water is subjectad to a high pressure
that torces pure waler through the
membrane, leaving contaminants be-
hind in a brine solution, Membranes
are available with a vanety ol pore
sizas and characlenslics,

Reverse osmosis can effactively
ramova nearly all inarganic con-
taminants from water. i removes over
70 percent of arsenic(lll), arsenic({lV),
barium, cadmium, chromium(ill),
chromium(VI), flucride, lead, mercury,
nitrite, selenium(IV), salenium({VI1), and
silver. Properly operated units will at-
tain 96 parcent removal rates.
Reverse osmosis can also effactively
remove radium, natural organic sub-
stances, pasticides, and microbiologi-
cal contaminanis.

Reverse osmosis systems are com-
pact, simple to operate, and have mini-
mal labor requirements, making them
suitable for small systems. They are
also suitable for systems with a high
degree of seasonal fluctuation in water
demand.

One disadvantage of raeverse osmosis
is its high capital and oparating costs.
For systems of less than 3.8 million
liters per day (1 million gallons per day
[MGD)), operating costs range from $3
to $6 per 3,800 litars (thousand gal-
lons) of treated water, Capital costs
ranga from $1 to $2 per 3.8 liters (gal-
lon) of capacity, depending on the
level of pretreatment required. Manag-
ing the wastewater (brine solution) is
also a potential problem for systems
uUsing reverse 0SMOosis.

Electrodialysis is a process that also
uses membranes. In this process,
howaver, diract electrical current is
usaed to altract ions to one side of the
treatment chamber, Electrodialysis sys-
tems include a source of pressurized
water, a direct current power supply,
and a pair of selective membranes.
Muiltistage units, in which membrane
pairs are "stacked” in tha treatment
vassal, can increase the removal ef-
ficiency. Electrodialysis is very elfec-
tiva in removing fluoride and nitrate,
and can also remove banum, cad-
mium, and selenium,

lon Exchange

lon exchange units (Figure 7-2) can be
used 1o remove any ionic (chargad)
substance from water, but are usually
used to remove hardness and nilrate
from ground water, Inorganic substan-
ces are removed by adsorplion onto
an exchange medium, usually a syn-
thetic resin. One ion is exchanged for
another on the surface of tha madium,
which is regenerated wilth the ex-
changeable ion befora treatment
oparations. lon exchange waste is
highly concentrated and requires
carelul disposal.

The ion exchange process, like
reverse osmosis, can be usad with
lluctuating flow rates. Pretreatment
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with filtration might be needed if the in-
fluent has a high level of suspended
saolids. lon exchange units are also
sensitive to the presence of compaeting
ions. For example, influent with high
levals of hardnass will compata with
other cations (positive ions) for space
on the exchange medium, and the ex-
change medium must be regenerated
more frequently.

lon exchangers often use sodium
chlaride to regenerate the exchange
madium because of tha chemical's low
cost. Howevar, this might result in a
high sodium residual in the finished
water. High sodium residual might be
unacceptable for individuals with salt-
restricted diets. This problem can be
avoided by using other regenarant
matarials, such as potassium chloride.

lon exchange effectively removes
mare than 30 parcent of barium, cad-
mium, chromium (1), silver, radium,
nitrites, selenium, arsenic (V),
chromium (VI), and nitrate. lon ex-
change is usually the best choice

for small systems 1o remove
radionuclides.

Activated Alumina

Activated alumina systems are il-
lustratad in Figure 7-3. Activated
alumina is a commercially available
ion exchange medium, primarily used
to remove fluoride from ground water.
The activated alumina medium is
regenerated using a strong sodium
hydroxide solution. Because this in-
creasaes the pH level of the water, sul-
furic acid must be added to the water
after it leaves the exchange unit.

Activated alumina removes over 90
percent of arsenic (V), fluoride, and
selenium (IV), and 70 percent of
salenium (VI). it also effectively
removes iron. it is not effective in
re@moving barium, cadmium, and
radium.

While activated alumina effectively
removes several contaminants, it can
be hazardous because of the strongly
acidic and basic solutions used.
Another disadvantage of activated
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Maine. This process is applied in a
box-shaped, low profile vassel made
of high density polyethylens. It is
dasigned to remova volalile organic
chemicals as well as radon, Packed
tower aeration also is commonly used

T —

ed tower required for radon removal
genaerally is much less than for or-
ganics removal.

Granular activated carbon (GAC) can
also effectively remove radon from
Hai waler. There are, howevar, concarns
rreom mnese about worker safely and disposal of
carbon that is contaminated with
radon.'®

Aeration and GAC are discussed in
greater detail in Chapler 8, Trealing
Organic Contaminants in Drinking
Water,

wWanle

DOwWKFLOW
MECENEAATION

Flgure 7-3. Activated alumina systems: Operating mode flow schematlcs.

alumina is the long contact time ra-
quired (5 minutes, compared to 2 10 3
minutes for ion exchange). Finally, ac-
tivated alumina’s costs are higher than
those for ion exchange. Waste
management might also increase
cosls because of high concentrations
of aluminum and other contaminants
in the wasta stream, as well as high
pH.

Technologles for Radon Removal:
Aeration and Granular Actlvated
Carbon

Several low-cost/low-technology aera-
tion techniques can effectively lower
the concentration of radon in drinking

water. (Radon is a naturally occurring
radioactive gas that contaminates
ground water in some gaographical
areas.) These lechnigues include
open air storage with no mixing, a flow-
through reservoir system with influent
control devices, and a flow-through
reservoir with bubble aeration. Initial
sludias found that minimal aseralion
apphed during 30 hours of storage can
achieve more than 95 percent radon
removal,'

Anolher relalively low-cost aeration
technigue is a multistaged diffused
bubble aeration system manulfactured
by Lowry Engineering, Inc. of Unity,

" NE. Kinner, C.E. Lessard, G.S. Schell, and K.R. Fox. "Low-Cost/Low-Technology Aeration Techniques for Removing Radon from Drink-
ing Water,” Environmental Research Briel, US. Environmantal Protection Agancy, Otfice of Research and Development, Septambar 1987,

EPA/600/M-87/031.

'S N E. Kinner, C.E. Lessard, and G.S. Schell, Radon Removal from Small Community Watar Supp!res Using Granular Activaled Carbon
and Low Technology/Low Cost Techniques, U.S. Environmental Protection Agency Cooperative R h Ag t CR-81-2602-01-0.
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to remove radon. The siza of the pack-



8. Resources

Safe Drinking Water Hotline

1-800-426-4791
1-202-382-5533

This hotline, run by the U.S. Environ-
maental Protection Agency, provides
information on drinking water regula-
tions, policies, and documents to the
public, state and local government,

public water systems, and consultants.

The Safe Drinking Water Hotlina's
hours are 8:30 a.m. to 4:30 p.m. East-
ern Standard Time, Monday through
Friday excluding holidays.

U.S. Environmental Protection
Agency Regional Offices

Regional offices of the U.S. Environ-
mental Protection Agency are listed in
Table 8-1,

State Drinking Water Agencles
State agencies responsible for public

water supervision ara listed in Table 8-2,

Organizations Assisting Small
Systems

American Water Works Association
(AWWA) Small Systems Program

This program provides information,
training, and technical assistance to
small systems, in coordination with
state regulatory agencies and other
organizations assisting small systems.
Contact the AWWA at 6666 W. Quincy
Avenue, Denver, CO 80235 (303-794-
7711) tor the name of a contact for the
small systems program in your area.

National Rural Water Assoclation
(NRWA)

This organization provides training
and technical assistance to small sys-
tems. Contact the NRWA office at P.O.
Box 1428, Duncan, OK 73534 (405-
252-0629) for national information and
the name of your local contact.

Rural Community Assistance
Program (RCAP)

This program consists of six regional
agencies formed to develop the

capacity of rural community officials to
solve local water problems. It provides
onsite technical assistance, training,
and publications, and works to im-
prove federal and state government
responsivenass to the needs of rural
communities. Table B-3 lists the six
RCAP regional agencies.

Farmers Home Administration
(FmHA)

The Farmers Homae Administration
provides grants and loans for rural
water systems and communities with
populations less than 25,000. Contact
FmHA at USDA/FmHA, 14th and Inde-
pendence Avenue SW, Washington,
DC 20250 (202-447-4323).

Publications
General

American Water Works Association.
Basic Management Principles for
Small Water Systems. Denvar, Co,
1982.

American Water Works Association.
Design and Construction of Small
Water Systems—A Guide for
Managers. 1984.

Amarican Water Works Association.
Introduction to Water Treatment. Den-
var, CO, 1984,

Concern, Inc. Drinking Water: A Com-
munity Action Guide. Washington, DC

(1794 Columbia Road, NW, Washing-

ton, DC 20009), December 1386,

National Rural Water Association.
Water System Dacision Makers: An
Introduction to Water System Opera-
tion and Maintenance. Duncan, OK,
1988.

Opflow. A monthly publication of the
Amaerican Water Waorks Association
focusing on the "nuts and bolts™ con-
carns of treatment plant operators.
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EPA Headquarters

401 M Streat, SW
Washington, DC 20460
202-382-5043

Table 8-1. EPA Regional Offices

EPA Raglon 1

JFK Federal Building
Boston, MA 02203
617-565-3424

Connecticut, Massachusells,
Maine, New Hampshire,
Rhode Island, Vermont

EPA Reglon 2

26 Federal Plaza
New York, NY 10278
212-264-2515

New Jersey, New York,
Puerto Rico, Virgin Islands

EPA Reglon 3

841 Chestnut Street
Philadelphia, PA 19107
215-587-8370

Dealaware, Maryland, Pennsylivania,

Virginia, West Virginia,
District of Columbia

EPA Region 4

345 Courtland Street, NE
Atlanta, GA 30365
404-347-3004

Alabama, Florida, Georgia,
Kantucky, Mississippi,

Naorth Carolina, South Carolina,
Tennessae

EPA Region 5

230 South Dearborn Street
Chicago, IL 60604
312-353-2000

Minois, Indiana, Ohio, Michigan
Minnesoia, Wisconsin

EPA Region 6

1445 Ross Avenue
Dallas, TX 75202
214-855-2200

Arkansas, Louisiana, New Mexico,
Oklahoma, Texas

EPA Region 7

726 Minnesota Avenue
Kansas City, KS 66101
913-236-2803

lowa, Kansas, Missouri, Nebraska

EPA Region 8

One Denver Place

999 18th Street, Suite 1300
Denver, CO 80202
303-293-1692

Colorado, Montana, North Dakota,
South Dakota, Utah, Wyoming

EPA Ragion 9

215 Fremant Street
San Francisco, CA 94105
415-974-8083

Anzona. California, Hawan, Nevada,
American Samoa, Guam,
Trust Territories of the Pacific

EPA Region 10

1200 Sixth Avenue
Seatle, WA 38101
206-442-1465

Alaska, Idaho, Oregon, Washington
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Table 8-2. State Drinking Water Agencies

Region |

Water Supplies Section
150 Washington Street
Hartford, CT 06106
203-566-1251

Division of Water Supply

Depantment of Environmental Protection
One Winter Street, 9th Floor

Boston, MA 02108

617-292-5529

Drinking Water Program

Division of Health Engineering

Maine Departmant of Human Services
State House (STA 10)

Augusta, ME 04333

207-289-3826

Water Supply Engineering Bureau
Depantmant of Environmental Services
P.O. Box 95, Hazen Drive

Concord, NH 03302-0095
603-271-3503

Division of Drinking Watar Quality
Rhode Island Department of Health
75 Davis Street, Cannon Building
Providence, Rl 02908
401-277-6867

Water Supply Program
Vermont Department of Haalth
60 Main Street

P.O. Box 70

Burlington, VT 05402
802-863-7220

Region Il

Bureau of Safe Drinking Water
Division of Water Resources
New Jarsey Department of
Environmental Protection

P.O. Box CN-029

Trenton, NJ 06825
609-984-7945

Cannecticut Department of Health Services

Bureau of Public Water Supply Protection
New York State Depariment of Health

2 University Place

Westarn Avenue, Room 406

Albany, NY 12203-3313

518-458-6731

Water Supply Supervision Program
Puerto Rico Department of Heaith
P.O. Box 70184

San Juan, PR 00936
809-766-1616

Planning and Natural Resources
Govarnmant of Virgin Islands
Nifky Center, Suite 231

St. Thomas, Virgin Islands 00802

Reglon Il

Offica of Sanitary Engineering
Dalaware Division of Public Health
Cooper Building

P. Q. Box 637

Dover, DE 19903

302-736-4731

Water Supply Program

Maryland Department of the Environmant
Point Breeze Building 40, Room 8L

2500 Broening Highway

Dundalk, MD 27224

301-631-3702

Water Hygiene Branch

Department of Consumer and Regulatory Affairs
5010 Ovarlook Avenue, SW

Washington, DC 20032

202-767-7370

Division of Water Supplies

Pennsylvania Department of Environmental
Resources

P.O. Box 2357

Harrisburg, PA 17105-2357

717-787-9035

(continued on next page)




Resources 267

Table 8-2. State Drinking Water Agencies (continued)

Evironmantal Enginesring Division
Office of Environmental Health Services
State Department of Health

Capital Complex Building 3, Room 550
1800 Kanawha Bivd., East

Chatleston, WV 25305

304-348-2981

Division of Water Supply Engineering
Virginia Department of Health

James Madison Building

109 Gevernor Strest

Richmond, VA 23219

B04-786-1766

Region IV

Water Supply Branch

Department of Environmental Management
1751 Congressional W.L. Dickinson Drive
Montgomery, AL 36130

205-271-7773

Drinking Water Section

Depantment of Environmental Regulation
Twin Towars Office Building

2600 Blair Stone Road

Tallahasses, FL 32399-2400
904-487-1779

Drinking Water Program

Georgia Environmantal Protaction Division
Floyd Towers East, Room 1066

205 Butler Strest, S.E.

Atlanta. GA 30334

404-656-5660

Drinking Water Branch

Division of Watar

Department of Environmantal Pratection
18 Reilly Road, Frankfort Office Park
Frankfort, KY 40601

502-564-3410

Division of Water Supply
Slate Board of Health
P.O. Box 1700

Jackson, MS 39215-1700
601-354-6616/490-4211

Public Water Supply Section

Division ot Environmental Health
Department of Environment, Health and
Natural Resources

P.O. Box 27687

Raleigh, NC 27611-7687
919-733-2321

Bureau of Drinking Water Protect
Department of Health and
Environmantal Control

2600 Bull Strest

Columbia, SC 29201
803-734-5310

Division of Water Supply
Tennessee Depariment of Health
and Environment

150 Ninth Avenue, North

Terra Building, 1st Floor
Nashville, TN 37219-5404
615-741-6636

Region V

Division of Public Water Supplies

llincis Environmental Protection Agency
2200 Churchill Road

P.O. Box 19276

Springfield, IL 62794-9276
217-785-8653

Public Water Supply Section

Office of Water Management

Indiana Depariment of Environmental Manage-
ment

105 South Merndian

P.O. Box 6015

Indianapolis, IN 46206

317-633-0174

Division of Water Supply

Michigan Depariment of Public Health
P.O. Box 30195

Lansing, Ml 48909

517-335-8318

Minnesota Depariment of Health

Section of Water Supply and Well Management
Division of Environmental Health

925 5.E. Dalaware Streat

P.O. Box 59040

Minneapolis, MN 55459-0040

612-627-5170

{continued on next page)
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Division of Public Drinking Water

Ohio Environmental Protection Agency
1800 WaterMark Drive

P.O. Box 1049

Columbus, OH 43266-0149
614-644-2752

Bureau of Water Supply
Department of Natural Resources
P.O. Box 7921

Madison, WI 53707
608-267-7651

Reglon Vi

Division of Engineering

Arkansas Department of Health

4815 Waest Markham Street - Mail Slot 37
Little Rock, AR 72205-3867
501-661-2000

Office of Public Health

Louisiana Department of Health and Hospitals
P.O. Box 60630

New Orleans, LA 70160

504-568-5105

Drinking Water Section

New Mexico Health and Environment Department
1190 S1. Francis Drive

Room South 2058

Santa Fe, NM 87503

505-827-2778

Water Quality Service

Oklahoma State Depantment of Health
P.O. Box 53551

Oklahoma City, OK 73152
405-271-5204

Bureau of Environmental Health
Texas Department of Health
1100 W. 4Gth Street

Austin, TX 78756-3199
512-458-7533

Region Vi

Surface and Groundwater Protection Bureau
Environmental Protection Division

lowa Department of Natural Resources
Wallace State Office Building

900 East Grand Strest

Des Moines, IA 50319

Table 8-2. State Drinking Water Agencies (continued)

515-261-8998

Public Water Supply Section

Bureau of Water

Kansas Depantment of Health and Environment
Forbes Fieid, Building 740

Topeka, KS 66620

913-296-1500

Public Drinking Water Program

Division of Environmental Quality

Missouri Department of Natural Resources
P.O. Box 176

Jeffarson City, MO 65102

314-751-5331

Division of Drinking Water and Environmental
Sanitation

Nebraska Departmant of Health

301 Sentenial Mall South

P.O. Box 95007, 3rd Floor

Lincoln, NE 68509

402-471.2541

Reglon Vill

Drinking Water Program
Calorado Depanmaent of Health
4210 East 11th Avenue
Denver, CO 80220
303-320-8333

Water Quality Bureau

Depanment of Health and Environmental Scien-
ces

Cogswell Building, Room A206

Helana, MT 539620

406-444-2406

Division of Water Supply and Pollution Cantrol
MND State Department of Health and Consolidated
Laboratories

1200 Missourn Avenue

P. O. Box 5520

Bismark, ND 58502-5520

702-224-2370

Office of Drinking Water

Department of Water and Natural Resources
Joe Foss Building

523 East Capital Avenue

Piarre, SD 57501

605-773-3151

(continued on next page)
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Table 8-2. State Drinking Water Agencies (continued)

Bureau of Drinking Water/Sanitation Marshall Islands Environmental Protection
Utah Department of Health Authority
P.O. Box 16690 P.O. Box 1322
Saft Lake City, UT 84116-0690 Majuro, Marshall Islands 96960
801-538-6159 Via Honolulu
DEQ - Water Quality Government of the Fedarated States of Micronesia
Herschler Building, 4 Wast Department of Human Resources
122 West 25th Street Kolonia, Pohnpei 96941
Cheyenne, WY 82002
307-777-7781 Palau Environmental Quality Protection Board
Hospital
Reglon IX Koror, Palau 96940
Fiald Services Section
Office of Water Quality Reglon X
2655 East Magnolia Strest Alaska Drinking Water Program
Phoenix, AR 85034 Wastewater and Water Treatment Section
602-257-2305 Dapartment of Environmental Conservation
P.O. Box O
Office of Drinking Water Juneau, AK 99811-1800
California Departmant of Health Services 907-465-2653
714 P Sirest, Room 692
Sacramento, CA 95814 Bureau of Waler Quality
916-323-6111 Division of Environmental Quality
ldaho Department of Health
Sale Drinking Water Branch and Waelfare
Environmental Management Division Statehouse Mail
P.O. Box 3378 Boise, ID 83720
Honolulu, HI 96801-9384 208-334-5867
808-548-4682
Drinking Water Program
Public Health Engineering Department of Human Resources
Nevada Department of Human Resources Health Division
Consumer Health Protection Services 1400 S.W. 5th Avenus, Room 608
505 East King Street, Room 103 Portland, CR 97201
Carson City, NV 89710 503-229-6310
702-885-4750
Drinking Walter Saction
Guam Environmental Protection Agency Department of Health
Governmaent of Guam Mail Stop LD-11, Building 3
Harmon Plaza Complex Unit D-107 Airdustrial Park
130 Rojas Street Olympia, WA 98504
Harmon, Guam 96911 206-753-5954

Division of Environmental Quality
Commonwealth of the Northern Mariana Islands
P.O. Box 1304

Saipan, CM 96850

670-322-9355
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Table 8-3. Rural Community Assistance Program (RCAP) Agencies

Community Resources Group, Inc.

2705 Chapman
Springdale, AR 72764
501-756-2900

109 South Front Street
Freemont, OH 43420
419-334-8911

P.O. Box 81
New Prague, MN 56071
612-758-4334

Sacramento, CA 95818
916-447-2854

617-297-1376

Assistance Program

P.O. Box 2868
Roanocke, VA 24001
703-345-6781

Great Lakes Rural Network

Midwest Assistance Program, Inc.

Rural Community Assistance Corporation
2125 18th Street, Suite 203

Rural Housing Improvement, Inc.
218 Central Street, Box 429
Winchendon, MA 01475-0429

Virginia Water Project, Inc.
Southeastern Rural Community

702 Shenandoah Avenue, NW

Pubiications (continued)

Schautz, Jane W. The Self-Help
Handbook. This manual gives specific
guidelines and techniques for estab-
lishing self-help projects (projects
where the community doas some of
the work itself to save monay). Focus
is on improving or creating water and
wastewater systems in small rural
communities. For ordering information,
contact: Rensselaerville Institute,
Renssalaerville, NY 12147 (518-797-
3783).

U.S. Environmental Protection
Agency, Office of Drinking Water.
Guidance Manual for Compliance with
the Filtration and Disinfection Require-
ments for Public Water Systems Using

Surface Water Sources. EPA 570/3-89-

018, October 1989.

U.S. Environmental Protection
Agency, Otfice of Drinking Water.
Manual of Individual Water Supply
Systems. EPA 570/9-82-004. October
1982.

Sampling

U.S. Environmantal Protection Agen-
cy, Office of Research and Develop-
mant. Handbook for Sampling and
Sample Preservation of Water and
Wastewater. EPA 600/4-82-029. Sep-
tember 1982,

Filtration

American Watar Works Association
Research Foundation. Manual of
Design for Skow Sand Filtration. (To be
published Fall 1990.)

Huisman, L. and Wood, W.E. Slow
Sand Filtration. World Heatth Or-
ganization, Geneva. 1874.

Slezak, L.A. and Sims, R.C. “The Ap-
plication and Effectivaness of Slow
Sand Filtration in the United States.”
Journal AWWA, 76:1238-43. 1984,

Visscher, J.T., Paramasivam, R.,
Raman, A., and Haijnen, H.A. Slow
Sand Filtration for Community Water
Supply. Tachnical Paper 24. Interna-
tional Reference Centre for Com-
munity Water Supply and Sanitation,
The Hague, The Natherlands. 1987,

Disinfection

Amarican Water Works Association.
Water Chlorination Principles and
Practices (M20). 1873.

SMC Martin, Inc. Microorganism
Removal for Small Water Systems.
EPA 570/9-83-012. Valley Forge, PA.
June 1983,

Corrosion Control

U.S. Environmantal Protection Agen-
cy, Office ol Drinking Water. Corrosion
Manual for Internal Corrosion of Water
Distribution Systems. EPA 570/3-84-
001. April 1984,

Economic and Engineering Services.
Lead Control Strategies. American
Water Works Association Research
Foundation. Denver, CO, 1989,

Radionuclide Removal

Kinner, N.E., Lessar, C.E., Schell,
G.S., and Fox, K.R., “Low Cost/Low-
Technology Aeration Techniques for
Removing Radon from Drinking
Water.” EPA/600/M-87-031. U.S.
Environmantal Protection Agancy,
Office of Research and Development.
September 1987.
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SMC Martin, Inc. Radionuclide
Removal for Small Public Water Sys-
tems. EPA 570/9-83-010. Valley
Forge, PA. June 1983,

Wellhead Protection

U.S. Environmental Protection Agency,
Office of Ground-Water Prolaction.
Wellhead Protection: A Decision
Maker's Guide. 1987.

U.S. Environmental Protection Agancy,
Office of Ground-Water Protection.
Developing a State Wellhead Protec-
tion Program: A User’s Guide to Assist
State Agencies Under the Safe Drink-
ing Water Act. 1988,

U.S. Environmental Protection Agancy,
Office ot Ground-Water Protection.
Ground-Water Protection Documant
Request Form.

Costs/Financial Management

American Water Works Association.
Water Ulility Capital Financing (M 29).
1988.

Gumerman, R.C., Burris, B.E., and
Hansen, S.P. Estimation of Small Sys-
tem Water Treatment Costs. Final
Repont. Culp/Wesner/Culp. Municipal
Environmental Research Lab, Cincin-
nati, OH, 1984,

U.S. Environmental Protection Agency,
Office of Water. A Water and Waste-
water Manager's Guide for Slaying
Financially Healthy. EPA 430/09-83-
004. July 1988.

U.S. Environmental Protaction Agency,
Office of Ground-Water Protection.
Local Financing for Welihead Protec-
fion. 1989,

Consultants

Directory—Protessional Enginsers in
Private Practice. Published by the
National Society of Professional
Engineers. Contact SPE Order Depart-
ment, 1420 King Street, Alexandria,
VA 22314,

Who's Who in Environmental Enginear-
ing. Published by the American
Academy of Environmental Engineers.
Contact tha Amarican Academy of
Environmental Engineers, 132 Holiday
Count, Suite 206, Annapolis, MD
21401,

The Federal Register

The Federal Register is published
daily to make availabie to the public
regulations and legal notices issued
by federal agencies. It is distributed by
the U.S. Government Frinting Office,
Washington, DC 20402. To order
copias, call 1-202-783-3238.

A wide variely of publications on
specific topics of concern o water sys-
tems 15 available from the American
Water Works Association and the Na-
tional Rural Water Association




Routine and special bacteriological
samples must be taken in accordance
with established procedures to prevent
accidental contamination, and
analyzed by an EPA- or state-certified
laboratory. The laboratory will usually
provide specially prepared sampling
containers, properly sterilized and con-
taining sodium thiosulfate to destroy
any remaining chiorine. Thae following
staps should be followed in coliform
sampling:

1. Use only containers that are
provided by the bactericlogical
laboratory and that have been
prepared for coliform sampling. Fol-
low all instructions for sampla con-
tainer handling and storage.

The contalners are sterlle. Do
not open them before use and do
not rinsa them.

2. Take samples at the consumer's
faucet, but avoid:

® Faucaets with aerators (unless
removed) or swivel spouls

* Taps inside homes served by
home water treatment units
such as water softenars

¢ Locations whera the water
enters separate storage tanks

® Leaking faucets that permit
walter to run over the outside of
the faucet

3. Always allow the water to flow
moderately from afaucet 2 or 3
minutes belore taking the sample.

4, Hold the sample container at the
base, keaping hands away from
the container neck. Be sure the in-
side of the container cap is
protected and does not touch
anything.

Appendix A—How to Take Bacteriological Samples

5. Without adjusting thae fiow, fill tha
sample container, leaving about 20
parcent air space at the top.
Replace the cap immediately. f the
sample is taken incorrectly, take
another sample container —do not
reuse the original bottle.

6. Take a second sample and
measure the concentration of the
disinfectant and record relevant in-
formation (date, time, concaentra-
tion, place, sampler, atc.).

7. Package the bacteriological sample
for delivery to the laboratory.
Record all partinent lield informa-
tion on a form and on the sample
containar labal.

8. Samples must be cool during ship-
ment to the laboratory. Use insu-
lated boxes for shipping containers
it needed, or refrigerate during
transit.

Do not allow more than 30 hours be-
tween sampling and test times.

Be sure the laboratory can process
the samples immediately upon receipt.

Source: SMC Martin, Inc., Microorganism Removal for Small Water Systems, June 1983,

EPA 570/8-83-010.
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Appendix B—Checklist: Some Factors Affecting

Water Treatment System Performance

Administration

1.

Does the manager have first-hand
knowledge of plant needs through
plant visits and discussions with
operators?

. Ara thera long-range plans for

facility replacement, alternative
source waters, emergency
responsa, etc.?

. Is there an adequate number of per-

sonnel 1o accomplish necessary
operational activities?

. Are staff adequately trained and

able to make proper operation and
maintenance decisions?

. Are adequate funds available for

spare paris, improvemants or re-
placement of equipment, required
chemicals, slc.?

. Are the plant unit processes ade-

quate to meet the demand for
finished water?

. Is the staff aware of the potential

sources of contamination that might
affect the drinking water supply and
tha available management
methods?

Maintenance

1.

Is there an sffective scheduling and
recording procadure to pravent
equipment failures, excessive
downtime, efc. resulting in plant per-
formance of reliability problams?

. Is the spare pars inventory ade-

quate to prevant long delays in
equipment repairs?

. Are procedures available 1o inftiate

maintenance activilies on equip-
ment operaling imeqularities? Are
emargency response procadures in
placs 1o protect process neads if
critical equipment breaks down?

. Are good housekeeping proce-

dures followed?

. Are equipment reference sources

available (such as operation and
maintenance manuals, equipment
catalogs, etc.)?

. Does the plant staff have neces-

sary expertise to keep squipment
opaerating and 1o make equipment
repairs when necessary?

. Are technical resourcas (such as

equipment suppliers or contract ser-
vica) available to provide guidance
for repairing, maintaining, or install-
ing equipment?

. Are old or outdated pieces of equip-

ment replaced as necessary to
pravent excassive equipment
downtime or inefficient process per-
formanca/reliability ?

Design

1

3

Is the plant design adequate for
raw water quality (e.g., turbidity,
temparalure, seasonal variation,
etc.)?

. Do facilities exist to control raw

watar quality entering the plant
(e.g.. can intake levals be varied,
can chemicals be added to centrol
aquatic growth, do watershed
managemant practices adequately
protect raw watar quality)?

Are the size of filters and type,
depth, and effective size of filtration
media adequate? Are the surfacs
wash and backwash facilities ade-
quate to maintain a clear filter bed?

. Are design features of the disinfec-

tion system adequate (proper
mixing, detention lime, leed rates,
proportional feed, etc.)?

. Ara sludge facilities and size of the

sludge disposal area adequata?

. Do process control features provide

adequate measurement of plant
flow rate, backwash flow rate, fillra-
tion rate, and flocculation mixing in-
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puts? Do chemical teed facilities
provide adjustable feed ranges that
are easily set for operation at all re-
quired dosages? Are chemical
fead rates easily measurad?

7. Are automatic monitoring or control
devices used where needed to
avoid excessive operalor time for
process control and monitoring?

8. Are standby units for key equip-
ment available 1o maintain process
performance during breakdown or
during preventive maintenance ac-
tivities?

Operation

1. Are plant and distribution monitor-
ing tesls represantative of perfor-
mance?

2. Is the proper process control test-
ing performed to support opera-
tional control decisions?

3. Does the plant staff have suliciant
understanding of water treatment
process control tesling and plant
needs 10 make proper process con-
trol adjustments?

4. Has the plant staff received ap-
propniate operational information
from technical resources (e.g.,
design engineer, equipmant repre-
sentative, state trainar or inspectar)
10 enable them (o make proper
operational decisions?

5. Does lhe operalion and main-
tenance manual/procedure provide
appropriate guidance for operation-
al decisions? Do operalors utlize
the manual?

6. Are distribution system operating
procedures adequate lo prolect the
integnty of finished water (e.g.,
flushing, reservoir management)?

Source: Adapled rom U S. Environmantal Protection Agency, Office ol Research and Development and Center for Environmental Re-
search Inlormation, Summary Report: Optimizing Water Tr 1t Plant Perfor e with the Composite Ci ion Program, March
1990 EPA 625/8-90/017




Selecting the right consultant involves
the following steps:

1. Identifying potential engineering
firms. Start by drawing up a list of
at least five firms that might be able
to meet your needs. Sources of
names include your own past ex-
periencae or that of neighboring
towns, lists maintained by your
state drinking water agency, and
suggestions received from the local
Rural Community Assistance
Program. Local professional en-
gineering sociaties may be able to
provide lists of membars who spa-
cialize in drinking water treatment
work. The National Sociaty of
Professional Engineers and the
Amaerican Academy of Environmen-
tal Engineers have lists of their
members available (see Chapter 8,
Resources).

2. lssuing a Request for Proposals.
Notify enginaering firms that you
are interested in their servicas. One
good way lo do this is by preparing
a Request for Proposals (RFP). In
your RFP, briefly describe your

“town's water treatment problem
and request proposals from consuft-
ants on how they would solve it.

Depending on your community’s
size and the nature of your
problem, the RFP may be a lattar to
the enginearing firms on your list or
it may be a longar, more formal
document. You may wish to adver-
tise your RFP. In any case, it

should include at least the following:

® A brief description of the problem

* Astatament telling what it is you
want the consulting firm to do

* The deadline by which your
town must receive the proposal

Appendix C—Selecting a Consulting Engineer

* The person in your town to con-
tact for additional information

* Standards by which the
proposals will be judged

* The place and time the proposal
must be submitted

3. Interviewing candlidate engineer-
Ing firms. When you recsive the
proposals, check to see if they
meat your judging standards, and
are within an acceptabla cost
range. From those that meet the
standards, select three or four and
interview each firm individually.

The following criteria may be help-
ful in evaluating engineering firms:

* Small town experience. Doas
the firm have experiance with
communities like yours? Which
towns have they worked with in
the recent past?

= System design experience.
Does the firm have experience
in designing systems for small
communities? What types of
systems has the firm actually
recommended, designed, and in-
stalled? Whan were thay in-
stalled? How are these systems
working? What were the es-
timated costs? What are the
present oparation and main-
tenance needs and costs of
these systems? What systems
has the firm recommanded for
communities that are most like
your own? Ask for the cost per
dwelling serviced, the up-front
assessmaents, and monthly char-
ges for the last few projects of a
size and technology comparable
to your situation.

Sources: Adapted from U.S. Environmental Protection Agency, Office of Municipal Poliution
Control, it's Your Chorca: A Guidebook for Local Officials on Small Community Wastewater
Management Options, September 1987, EPA 430/9-87-006: SMC Martin, Inc., Microor-
ganism Removal for Small Water Systems, June 1983. EPA 570/8-83-012,
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* Experienca with financial in-
stitutions and funding agen-
cies. What exparience has the
firm had in helping communities
get linancing from commaercial
sourcas (banks, bond sales)?
What experience has the firm
had in dealing with state grant
or loan programs or Farmers
Home Administration grant and
loan programs? What ex-
perience has the firm had in
working wilh landing institutions
or financial consultants?

* Experience with state and
county agencies. What ex-
perienca does the firm have in
warking with the state and county
environmantal agencies, the
health department, etc.?

¢ Willingness to work with the
community. it your community
came up with a range of accept-
able user costs, would the en-
gineer be willing to use these
estimatas as guidalines to
design a drinking water treat-
ment system? How doas the
firm plan 1o handle public par-
ticipation in this project?

* Willingness to work for the
community. Doas the firm have
any experience in using tech-
nologies and maintenance
programs that are differant from
what the state and county agen-
cies have traditionally ac-
cepted? Does the firm have the
willingness and capability 1o util-

ize innovative or alternative tech-

nolegy where appropriate?
{Some engineers have deall
only with large centralized treat-
ment systems and might not be
familiar or experienced with
other alternatives.)

* Staff capabilitles and
workload. What projects is the
firm now working an and what
new ones may be coming soon?
Which people on their statf will
be devoted to your project?
What time schedule does the

firm propose for completing your
work? Does the firm use sub-
contractors for certain work? if
so, which firms and for what
work?

* Cost of englneering work. Be
prepared to pay for good en-
gineering work. Do not choose .
your enginaer only on the basis
of cost. It is wall worth spending
a little extra to get an enginear
who will design a system that
will provide service at lower cost
for years to come. Ask the en-
ginaer to briefly explain tha
firm's estimated fee. Make sure
you understand exactly what ser-
vicas will be provided. Is thera a
distinction between basic ser-
vices and additional services?

What circumstances could sig-
nificantly change the estimata?

4. Chaecking referencas. Be sure to
check raferencas for the firms you
thought were best. Talk to repre-
sentatives from communities the
firm has recently worked for. Ask i
about the overall experiance,
problems or special situations that
arose, delays, etc.

5. Selecting a firm and contracting
for its sarvices. The final selection  «
of a firm involves evaluating all the
information you have gathered.
Once you have selected a firm, you
must negotiate and sign a contract .
for their services. The form of this
contract and the payment may be
governed by tha method your town
will usa to financa this part of your
project. Be sure to consider this
aspect in your evaluation. When
that is done, you are ready to begin
working with the enginear 1o
evaluate and solve your town's
drinking water ireatment problems.

Tha consultant should do the following
to achieve the best system design and
to simplify the operator's job:

* Establish a high level of com-
munication with the community and

reprasentatives of the drinking
water treatment facility, and be-
come familiar with the unigue fea-
tures and requirements of the
utility, as well as the responsive-
ness of regional chemical suppliers
and equipment vendors.

Conduct sufficient laboratory and
pilot plant studies and observations
of the source waters to fully charac-
terize tham, New facilities should
be adequate 10 handle the full
range of expected watsr condi-
tions, including foreseeable water
quality deterioration.

Initiate the design process with a
thorough review of all possible non-
treatment or minimal treatment ap-
proaches. Consider potential ease
of maintenance, adequate space
and light, and simplicity in the
design and equipment. Avoid over-
ly elaborate control systams, and in-
clude appropriate redundance [i.e.,
naver only ona chlarinatar).

Avoid dead ends in the distribution
system. Provide equipment for
flushing and sampling, for storage,
and for emergancy chlorination of
the distribution system.

Allow operating personnel to par-
ticipate in design decisions and ob-
serve construction progress.

Prepare operation and main-
tenance manuals, which include
the following infarmation:

— the original design concepts

— description and drawings of
the facility as constructed

— normal operational procedures

— emergency operalional proce-
dures

— organized collection of
vandors' literature

- safely considerations and re-
quirements
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— schematics with all valves num-
bered 1o correspond to
detailed operational procedures

— maintenance procedures

* Provide startup assistance and
training and followup engineering
sarvices.




Appendix D—Chlorine Residual Monitoring

Chlorine in its most active form—as
“free residual chiorine™—is stable only
in the absence of agitation, sunlight,
and certain organic and inorganic
materials with which i can react.

Reactions of free residual chlorine
with chlorine demanding substances
continue over long periods of lime.
Therefore, the sample taken for disin-
fectant analysis should be analyzed
immadiately. Specially prepared sam-
pling containers, properly cleansed,
sterilized, and not containing sodium
thiosulfate should be used.

In genaral, the same sampling precau-
tions described in Appendix Afor
taking coliform samples should be ob-
served, but in addition:

1. Draw the sample gently, avoiding
agitation,

2. Analyze immediately in the shade
or subdued light. Do not store the
sample.

3. Do not use a bactariological sam-
pling containar, which may contain
a chemical to counteract or destroy
the disinfecting agent.*

Demonstration of Maintaining a
Reslidual

The Surface Watar Treatment Rule
(SWTR) establishes two requiremants
pertaining to the maintenance of a
residual. The first requirement is to
maintain a minimum residual of 0.2
mg/L entering the distribution system.
Also, a detectable residual must be
maintained throughout the distribution
system, These requirements are fur-
ther explained in the following sections.

Maintaining a Residual Entering

the System

The SWTR requires that a residual of
0.2 mg/L be maintained in the water
entering the distribution system at all
times. Continuous monitoring at the
entry point(s) to the distribution sys-
tem is required to ensure that a detec-
table residual is maintained. Any time
the residual drops below 0.2 mg/L, the
system must notify the Primacy Agen-
cy® prior to the end of the next busi-
ness day. The system is in violation of
a treatment technique if the residual
level is not restored 10 0.2 mg/L within
4 hours and filtration must ba installed.
{if the Primacy Agency finds that the
exceedence was caused by an un-
usual and unpradictable circumstance,
it may choose not to raquire filtration.)
In cases whara the continuous
monitoring equipmaent fails, grab
samplas evary 4 hours may be used
for a period of 5§ working days while
the equipment is rastored to operable
conditions.

The system must record, each day of
the month, the lowest disinfectant
residual entering the system and this
residual must not be less than 0.2
mg/L. Systems sarving less than or
equal 1o 3,300 people may taka grab
samples in lieu of continuous monitor-
ing at the frequencies shown in the
box below:

System Populaton S les/day*

<500
501-1,000
1,001-2,500
»2,501-3,000

LA -

*Samples must be taken at dispersed
tima intervals as approved by the
Primacy Agency.

* From SMC Martin, Inc., Microbiological Removal for Small Water Systems, June 1983,

EPA 570/9-83-010.

® Adapted from U.S, Environmental Protection Agency, Guidance for Compliance with the

Filravon and Disinf R
Sources, October 1989,

q for Public Water Systems Using Surface Water

© The Primary Agency is a state with pnmary enforcement responsibility for public water sup-
plies, or EPA in the case ol a stale that has not obtained primacy.

278




Appendix D-Chlorine Residual Monitoring 279

If the residual concentration falls
below 0.2 mg/L, anothar sample must
be taken within 4 hours and sampling
continued at least every 4 hours until
the disinfectant residual is a minimum
of 0.2 mg/L.

Maintaining a Residual within the
System

The SWTR also requiras that a detec-
table disinfectant residual be main-
tained throughout the distribution
system, with measuremeants taken at a
minimum frequency equal to that re-
quired by the Total Coliform Rule (54
FR 27543-27568). The same sampling
locations as required for the coliform
regulation must be used tor laking the
disinfectant residual or HPC (hetero-
trophic plate count) samples. How-
ever, for systems with both ground-
water and surface water sources (or
ground water under the direct in-
fluence of surface water) entering the
distribution system, residuals may be
maasured at points other than coliform
sampling points if these points are
more reprasentative of the disinfected
surface water and allowad by the
Primacy Agency. An HPC level of less
than 500/mL is considered equivalent
lo a detectable residual for the pur-
pose of determining compliance with
this requirement, since the absence of
a disinfectant residual does nol neces-
sarily indicate microbiolagical con-
tamination.

Disinfectant residual can be measured
as total chlorine, free chlorine, com-
bined chlcrine, or chiorine dioxide (or
HPC level). The SWTR lists the ap-
proved analytical methods for these
analyses. For example, several test
melhods can be used 1o test for
chlorine residual in the water, including
amperomalric titration, DPD
colonmetric mathod, DPD ferrous
titnmetric method, and iodomelric
method, as described in the 16th Edi-
tion of Standard Methods for the Ex-
amination of Water and Wastewater,

APHA, AWWA, and WPCF, Wash-
ington, DC, 1985.°

The SWTR requires that a detectable
disinfectant residual be present in 95
percent or more of the monthly distribu-
tion system samples. In systems that
do not filter, a violation of this require-
ment for 2 conseculive months caused
by a deficiency in treating the source
water will trigger a requirement for
filtration to ba installed. Therefora, a
system thatl does not maintain a
rasidual in 95 percent of the samples
for 1 month because of treatmant
deficiencies, but is maintaining a
rasidual in 95 percent of the samples
for the fallowing month, will meet this
reguiremant.

The absance of a detectable disinfec-
tant residual in the distribution system
may be due to a number of factors,
including:

* |nsufficient chlorine applied at the
treatmant plant

* [nterruption of chlorination

* Achange in chlorine damand in
aither the source water or the dis-
tnbution system

* Long slanding imes and/or long
transmission distances

Available options for systems to cor-
rect the problam of low disinfectanmt
residuals within therr distribution sys-
tem include.

* Rouline flushing

* Increasing disinfectant doses at the
plant

¢ Cleaning of the pipes (either
mechanically by pigging or by the
addition of chemicals 1o dissolve
the deposits) in the distribution sys-
tem to remove accumulated debris

that may be exerting a disinfectant
demand

* Flushing and disinfection of the por-
tions of the distribution system in
which a residual is not maintained

* |nstallation of satellite disinfection
feed facilities with booster
chlorinators within the distribution
system

For systems unable lo maintain a
residual, the Primacy Agency may
determine that it is not feasible for the
systam to monitor HPCs and judge
that disinfection is adequate based on
site-specific conditions.

Additional information on maintaining
a rasidual in the system is available in
the American Water Works Assoc-
iation's Manual of Water Supply Prac-
ticas and Water Chlorination Principles
and Practices.

9 Also, portable test kits are available that can be used in the field to detect residual upon approval of the Primacy Agency. These kits may

ploy ttration or color

wheel, or the detection of the residual through the use ol a hand held spectrophotometer

test methods The colorimatne kits employ either a visual detection of a residual through the use ol a color




Appendix E—CT Values

CT Values for Achieving Inactivation of Viruses at pH 6 through 9

(in mg/L-m)

Temperature

Inactk
vaton 0.5C 5C 10°C 15°C 0Cc 25°C

Free 2 6 4 3 2 1 1
chiorine® k} 9 6 4 3 2 1

4 12 8 6 4 3 2
QOzone 0.9 0.6 0.5 03 0.25 0.15

2
3 1.4 0.9 0.8 05 0.4 0.25
4 1.8 1.2 1.0 0.6 0.5 0.3

"CT values include a safety factor of 3.

CT Values for Achieving 99.9 Percent Inactivation of

Giardia Lamblia®

Temperature

Disinfectant pH 05C 5°C 10°C  15°'C  20°C 25°C

Free 6 165 116 87 58 44 29
chiorina® i 236 165 124 a3 62 41
8 346 243 182 122 91 61
9 500 353 265 177 132 88
Ozone 6-9 29 1.9 1.4 0.95 0.72 0.48

*These CT values for free chilorine, chlorine dioxide, and ozone will guaran-
tea greater than 99.99 parcant inactivation of enteric viruses.

b CT values will vary depending on concentration of free chlorine. Values
indicated are for 2.0 mg/L of free chiorine. CT values for different free
chlorine concentrations are specified in tables in the EPA Guidance Manual
for Compliance with the Filtration and Disinfection Requirements for Public
Water Systems Using Surface Water Sources.
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CT Values for Achieving 90 Percent Inactivation of Glardia Lamblia

(in mg/L-m)

Temperature

Disinfectant pH 05'C §5¢C 10°C 15C 20C 25°C

Free 6 55 39 29 19 15 10
chlorine® 7 79 55 41 28 21 14
(2 mgit) 8 15 8 61 41 30 20

9 167 118 88 59 44 29
Ozone 6-9 097 063 048 032 024 016

8CT values will vary depending on concentration of free chlorine. Values indi-
cated are lor 2.0 mg/L of free chlorine. CT values lor different free chiorine con-|
cantrations are specilied in tables in the EPA Guidance Manual for Compliance |
with the Filtration and Disinfection Requirements for Public Water Systems
Using Surface Water Sources.




Appendix F—Sample of CT Calculation for Achieving
1-log Giardia, 2-log Virus Inactivation with Chlorine Disinfection

A 50,000 GPD slow sand filtration
plant supplies a community of 500
people with drinking water from a
reservoir in a protected watershed.
The raw water supply has the follow-
ing characteristics:

* Turbidity: 5t0 10 NTU

* Total estimated Giardia cyst level:
less than 1 per 100 mL

® pH: 65175
* Temperature: 5 10 15°C

An overall removalinactivation of 3
logs for Giardia and 4 logs for viruses
is sufficient for this system, The
Primacy Agency credits the slow sand
filtar, which produces water with tur-
bidity ranging from 0.6 to 0.8 NTU,
with a 2-log Giardia and virus removal.
Disinfection must achieve an addition-
al 1-log Giardia and 2-ng virus
removal/inactivation to meat ovarall
treatment objectives.

To begin the calculations for determin-
ing the adequacy of the inactivations
achieved by the disinfection system,
the total contact time must be deter-
mined.

In this plant, chlorine for disinfection is
added prior to the clearwell, which has
a 2,000-gallon capacity. The distance
from the plant to the first customer is
bridged by a 1,000-foot 2-inch trans-
mission main. The contact time
pravided in both the clearwell basin
and the distnbution pipe up to thae first
customer comprises the total contact
time for disinfection,

In the calculations, contact time is rep-
rasentad by T1p —the time needed for
10 percent of the water to pass
through the basin. In other words, Tyo
daescribes the time, in minutes, that 90
percant of the water remains in the
basin. (For the distribution pipe, con-
tact time is 100 percent of the time
that water remains in the pipe.)

The contact time multiplied by the con-
centration (mg/L) of residual chlorine
in the water is the calculated CT value
for the system. Proven inactivation of
Giardia and viruses are correlated 1o
calculated CT values in EPA's
Guidance Manual for Compliance with
the Filtration and Disinfection Require-
ments for Public Water Systems Using
Surface Water Sources. (Appendix E
contains excerpts from the CT tables
in the manual.)

The T for the clearwell basin can be
determined by tracer studies. (Tracer
study procedures are described in
EPA's Guidance Manual.)

On the day represented in this ex-
ample, the tracer study showed that
the Tyo for the clearwelil was 40
minutes at the peak hourly flow rate.
At this tlow rate, water travels through
the transmission main at 211 faat per
minute. The distance between the
plant and the first customer is 1,000
feat. Thus, the T1o for the distribution
main is 4.7 minutes (1,000 feet divided
by 211 feet per minute).

Other data required for the calculation
are:

* Measured chlorine residual: 2.0
mg/L for the clearwell basin and 1.2
mg/L for the distribution main

* Water temperature; 5°C
* Water pH: 7.5

CT values required to achieve various
levels of inactivation of Giardia and
viruses depanding on the water
temparature, pH, and chilorine residual
are provided in the Guidance Manual,
The cakulated CT values (CTeae)
based on actual system data are com-
pared to the CT values in the
Guidance Manual (CTeg g in the case
of a 1-log inactivation) to determine
whether the inactivations achieved are
adequale.
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Since, with free chlorine, a 1-log
Giardia inactivation provides greater
than a 4-log virus inactivation, inactiva-
tion ol Giardia is the controlling factor
for determining overall reductions.

The calculation of CT and comparison
to CT values for 1-log inactivation of
Giardia provided in the EPA Guidance
Manualis shown in the box below.

For the basin:

CTeaie = Chlorine residual x contact time or
= 2.0 mg/L x 40 minutes = 80 mg/L-min

From the EPA Guidance Manual, CTeg g (3-log inactivation) is
200 mg/L-min at 5°C, 2 mg/L chlorine residual, and 7.5 pH.

CTeai/CTg99 = 80 mg/L-min = 0.4
200 mg/L-min

For the distribution system:
CTeale = 1.2 mg/Lx 4.7 minutes = 5.64 mg/L-min
chlorine residual, and 7.5 pH.

CTea/CToag = 5.64 mg/L-min = 0.03
183 mg/L-min

aquivalent 1o a 1.29-log Giardia inactivation determined by:

3% CTeaie/CToag
= 3x043=129log

multipiied by 3.)

From the EPA Guidance Manual, CTgg g is 183 mg/L-min at 5°C, 1.2 mg/L

Summing CTeaie/CTag g lor both the basin and the main results in 0.43, This is

(This calculation is based on a 3-log inactivation; therefore, the ratio is

Thus, the 1.29-log inactivation
achieved by disinfection in this system
exceads the 1-log additional inactiva-
tion required lo meat overall trealment
objectives.







Part Il

The Composite Correction Program for
Optimizing Water Treatment Plant Performance

The information in Part Il is from Summary Report—
Optimizing Water Treatment Plant Performance with the
Composite Correction Program, prepared by Robert C.
Renner and Bob A. Hegg of Process Applications, Inc.
and Jon H. Bender of the U.S. Environmental Protection
Agency, Technical Support Division for the U.S. En-
vironmental Protection Agency, March 1990,
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1. Introduction

Purpose

This document summarizes the results of an ongoing
project to evaluate the utility of the Composite
Correction Program (CCP) approach to improving the
performance of drinking water treatment facilities. The
CCP approach, which has already proven successful
when applied to wastewater treatment plants, is
described and the results of ewvaluating it at 13
drinking water plants to date are summarized.

The 13 “"case studies” focus on the potential for the
CCP approach to improve the performance of small
drinking water systems in meeting the turbidity
removal requirements of the Surface Water Treatment
Rule (SWTR).

The CCP approach is still under development. The
end product of this project will be a publication that
describes the refined CCP approach and allows it to
be applied by others.

Background

Many communities are now considering either
construction of new facilities or major modifications to
existing ones to meet drinking water regulations. An
approach that allows communities to meset regulatory
requirements by implementing changes in their
operation, maintenance, and administration
procedures instead of major capital improvements has
obvious advantages. By maxmizing the operational
efficiency of their facilities, local administrators can
both improve the ability of the facility to meet Safe
Drinking Water Act (SDWA) requirements and
mimimize the financial impact to the community
associated with major upgrades to the plant.

Recognizing that the CCP approach had been
successfully developed and applied to small
wastewater treatment plants to accomplish the same
objectives, the State of Montana decided to evaluate
the potential of modifying it for use at small drinking
water plants. Based on the initial success of this
evaluation, U.S. EPA decided to further develop and
demonstrate the approach to ensure its applicability to
other parts of the country.

Since 88 percent of the 60,000 community drinking
water systems in the United States are small systems
serving fewer than 3,300 individuals, the opportunity
for widespread impacts are large. These small
systems account for approximately 92 percent of the
SDWA compliance problems reported each year. In
1987, more than 80 percent of the community drinking
water systems experiencing significant compliance
difficulties were small systems.

Small systems frequently can neither readily identify
and address the factors that cause ther compliance
problems nor easily finance the upgrading of their
faciliies. The staff may be inadequate in numbers,
experience and training to effectively solve the
problems. Successful application of the CCP
approach can identify cost-effective measures that
can be taken to improve plant performance and
comply with drinking water requiramants.

The CCP approach is another tool that federal, state,
or local regulators, technical personnel, and
consultants familiar with the procedure can use to
identify and correct factors that limit a plant's
performance. Results to date suggest that it is both
highly successtul and cost effective.

Content

Section 2 of this document details the CCP approach,
including facility review, performance analysis, and
implementation of corrective measures. Section 3
summarizes the results of the case studies,
highlighting specific instances where the CCP
approach revealed problems that were not previously
obvious to drinking water treatment plant operators.
Also highlighted are instances where the CCP
approach saved the facilities money that otherwise
would have been spent in plant modification. Section
4 includes expanded information on the 13 case
studies that have been conducted to date should the
reader desire additional information.
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2. The Composite Correction Program Approach

The CCP approach consists of a Comprehensive
Performance Evaluation (CPE) and a Composite
Correction Program (CCP). The CPE is a systematic
step-by-step evaluation of an existing treatment plant
resulting in a comprehensive assessment of the unit
treatment process capabilities and the impact of the
operation, maintenance and administrative practices
on performance of the plant.

It is conducted by a team of individuals with
knowledge of drinking water treatment and results in
the identification of a unique combination of factors
limiting plant performance. This team reviews and
analyzes the plant's physical capacity as well as its
operational capability and associated maintenance and
administration. Based on this analysis. the team
projects the capabilities of the major unit processes
within the plant, and identifies and prioritizes thase
factors affecting plant perfoarmance.

If the CPE indicates that optimization of existing major
unit processes can resull in desired hinished water
quality, the CCP phase s implemented. The CCP
systematically addresses those factors identified and
prioritized in the CPE phase.

Figure 2-1 graphically illustrates the CPE CCP
approach. The CPE team usually is composed of two
individuals experienced in the design and operation of
drinking water treaiment faciliies and in trouble
shooting their operation. Teams composed of up to
seven individuals were employed for each of the 13
case studies described in this document, aithough it is
anticipated that teams this large will not be required to
apply the finalized CPE/CCP approach. These larger
teams were used to help evaluate and further refine
the procedure as well as familiarize regulatory
personnel with it

The Comprehensive Performance
Evaluation

The CPE begins with a plant tour and collection of
information from plant records. Data are obtained by
interviewing plant staff and key administrative
personnel (for example, the mayor and other city
administrators), reviewing the plant's physical
capacity, examining the plant's operation and

maintenance records, and reviewing budgets.
Standardized forms are used to collect the data on
raw and (reated water quality, design and operating
conditions for individual plant processes, plant
operator coverage, user fees for water treatment,
maintenance scheduling. and operating budgets.
While the data collection efforts focus on the current
status of the plant, the review also includes past
records to account for factors such as seasonal
variations in raw water quality and peak demand. and
to establish an accurate record of plant performance.

In addition to gathering existing data, the CPE may
involve collecting new data by conducting special
studies. For example, the CPE team usually develops
a turbidity vs. time profile on a plant’s filters before
and after backwashing to determine whether the filters
were performing adequately (see Figure 2-2). At
nearly all plants, such a profile revealed that a
significant breakthrough of turbidity occurred after the
backwash. When the CPE team sampled the clearwell
at one end, they discovered turbidity values of 6.3
NTU, which clearly exceeded the regulatory criteria.
Other special studies conducted as part of the CPE
often reveal similar performance problems that may
not be obvious to the plant staff.

Design Components

The CPE team determines a plant's capacity by
reviewing plant drawings and specifications, making
field measurements. and reviewing information
provided by the plant staff. In addition, the team
apphes its experience based on evaluations performed
at other plants. The CPE evaluators then determine
the projected capacity at which plant major unit
processes (flocculation, sedimentation, filtration, and
disinfection) can provide acceptable treated water
quality. Projected values are compared with peak
instantaneous operating capacity and current plant
production. The comparison results are summarized
using a performance potential graph (see Figure 2-3),
which illustrates the strengths and weaknesses of the
plant’s unit processes.

Operation and Maintenance

Operational factors are assessed by evaluating
procedures that the plant uses for process control
adjustments and by determining if steps the plant
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Figure 2-1
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takes to modily operations are based on proper
apphcation of water treatment concepts and methods.
The CPE team discusses process control measures in
detail with plant operators. This enables them to
accurately assess the plant's operation and to avoid
any misunderstandings related to terminology.
Maintenance capabilities are evaluated by reviewing
maintenance schedules and records. observing spare
parts nventories, observing tha condition of plant
equipment, and discussing maintenance activities with
plant personnal.

Administration

The CPE evaluators interview plant operators and
administrative personnel (for example, city managers,
town clerks, water board officials, etc.) to consider
administrative factors such as staffing (including
traimng, motivation, and morale), budgets, and rate
structuras.

Evaluating the Factors that Limit Performance

After cntically studying the plant design, performance,
maintenance, administration and operation, the CPE
team assesses the performance of the plant and
conducts an in-depth analysis to identify the specific

factors that limit this performance. They use a
checklist containing more than 65 performance-
limiting factors (see Table 2-1) and define each factor
according to its specific cause of poor plant
performance. Once the factors have been identified.
they are prioritized according to the magnitude of their
adverse effects on plant performance. This 1s the
major output from a CPE: a priontized list of
performance hmiting factors,

Reporting

The CPE team conducts an exit meeting with
administrative and operations personnel to
communicate the resuits of the CPE directly to all
concernad. This i1s followed up with a bnef written
report. The purpose of the report 1S to summarize the
results of the CPE and list the pnontized factors
lirmiting plant performance. A typical CPE report is 8 to
12 pages in length and addresses the following topics:

Facility description

Major unit process evaluation
Performance assessment
Performance-limiting factors
Projected impact of a CCP
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Figure 2-2.  Filter effiuant turbidity profile.
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Table 2-1, Perlo Limbiting F Table 2-1. Paric Li g Factors ( 3] d)
ADMINISTRATION DESIGN
Plant Admiristrators Raw Watar
- Polices - THM precursors
- Famihanty with plant needs = Turbrdity
- Supervision - Seasonal vanation
- Planning - Walershed/Reservorr management
Plant Statf Urit Design Adequacy
- Manpower - Pratreatment
- numbar - ntake structure
- plant coverage - pra-sadimentation basin
- work load distribulion - pre-chionnaton
- parsonnal turnover - Low service pumping
- Morale - Flash mix
- motivauon - Flocculaton
- pay - Sedimentanon
- wark environment - Filtraton
- Staff gualificavons - Disinfecuon
- aputude - Sludge treatment
- level of education - Ulbmate sludge disposal
- ceruficaton - Fluondation
- Productwity Miscellaneous
Financial - Process flexibility
- Insufficient funding - Process controllability
- Unnecessary expenditures - Process automanon
- Bond indebtedness - Lack of standby units for key eguipment
Waler Damand - Flow proporioning units
- Alarm systems
MAINTENANCE - Allamate power source
Pravenuve - Laboratory space and equipment
- Lack of program - Sample taps
- Spare pans nventory - Plant inoperabiity due 10 weather
Corrective - Retlurn process streams
- Procedures
- Cnbcal pans procurement OPERATION
General Testng
- Housekeeping - Perlormance monitonng
- Raferences avalable - Process conlrol testng
- Siaff expartise Procass Control Adjustments
- Techmcal guidance - Waler reatment understanding
- Equipment age - Apphcaton of concepts and (esting to process control

A CPE report does not recommend specific actions to
be taken to correct individual performance-limiting
factors, since this could lead to a piecemeal rather
than an integrated approach to corrective actions.
Corrective actions should be undertaken in the next
phase - the CCP - with the help of the CPE team or
similarly experienced individuals.

The Composite Correction Program

The objective of this phase is to improve the
performance of a drinking water treatment plant by
implementing the findings of the CPE when it
indicates that the plant is likely to meet treatment
raquirements with the existing major unit processes.
The CCP focuses on systematically addressing the
factors that limit the plant in achieving the desired
finished water quality.

Implementing the Composite Correction Program
To successfully implement the CCP and achieve
improved performance, facilities must utlize the CPE
results and implement a long-term process control

- Technical guidance (operabons)
= Traimng
- Insulficient time on job
0O&M ManualProcedure
- Adequacy
- Usa
Distnbution System

MISCELLANEQUS

program. A factor in any one of the performance-
limiting areas (design, maintenance, administration,
and operation) can contribute to poor performance. It
is unlikely, however, that a single factor limits
performance; rather it is usually a unique combination
of factors that causes poor water quality. Plant
operators and administrators must understand the
relationship among these areas and water treatment
plant product water quality. It is the operation of the
plant that enables a physically capable plant to
produce adequately treated water.

Maintaining Long-Term Involvement
One of the keys, as already noted, to successfully
implementing a CCP program is long-term effort
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(typically involving several months to a year). Long-
term involvement is cnitical for several reasons:

® Repeat training is more effective than one-time only
training. Training should be conducted under a
variety of operating and administrative conditions
(for example, when seasonal water quality or
demand changes) in order for staff to develop
confidence in new techniques or procedures.

e Time is required to make the necessary physical
and procedural changes. This is especially true for
any changes that require administrative approval or
funding appropriations.

® Necessary changes in staff attitude may mean
personnel changes are needed. if the staff do not
support the CCP approach, the CCP will require
additional effort and perhaps personnel changes to
be successful.

e Time is required to identify and eliminate any
additional performance-limiting factors found during
the CCP.

Since the goal of implementing the CCP is to correct
performance-limiting factors until the desired water
quality 1s achieved, the details of the implementation
often will be site-specific and, therefore, should be left
to the individuals implementing the CCP.



3. Results of Case Studies

Thirteen CPEs were conducted in 1988 and 1989; 11
at conventional drinking water treatment facilites and
2 at facilities using direct filtration. Of the 13, 9 were
completed in Montana, and 2 each were completed in
Ohio and Kentucky. The plants ranged in size from
3.8 1o 202 Ls (86.000-10,000,000 gpd). Table 3-1
summanzes the design capacity and type of plants
evaluated. Conventional plants are defined as using
flzesh mix, flocculation, sedimentation, filtration, and
¢, 'nfection umit processes prnimarly for turbidity
re..oval and disinfection.

Table 3-1. Summary of Plants Where CPEs Have Been
Conducted
Plant No. Design Capacity Process Type

1 7 mgd Lime Softening™/Canventional
2 3 mgd Conventonal
3 5 mgd Convennonal
4 60 gpm Convennonal
5 3 mgd Direct Filtrabon
6 4 mgd Lime Softening™/Conventonal
7 10 mgd Conventignal
8 250 gpm Lime SoleningConvenuanal
g 650 gpm Dwect Filtrabon

10 350 gpm Convenuonal

1 300 gpm Conventional

12 500 gpm Conventional

13 1.5 mgd Conventional

* Equipped with reactor clanhiers combining flocculaton and
sadimentalion in one basin,

CPE Findings

Nearly all 13 case studies revealed significant
information about each plant's condition,
administration, and operation, including findings that
had not been identified in previous inspections.

e At Plant 6, the CPE team discoverad that plant staft
bypassed the reactor clarifier during winter months
and proceeded to operate using direct filtration
without any chemical coagulant aids. This practice
was discoverad by thoroughly examining plant
operating records and conducting followup

interviews with the plant staff. While the operating
records provided only a hint of a problem, the CPE
team was able to pinpoint the problem by posing
directed questions to the staff.

e At Plant 3, a direct discharge of backwash water to
a stream was identified. This practice violated the
State's discharge regulations.

e At Plant 12, the CPE team learned that the
dilapidated condition of the plant pruvented it from
providing acceptable finished water to the
community. While it originally appeared that the
plant would not be able to afford the necessary
repairs, the CPE team's review of the plant's
operating budget and available resources led tie
community to believe that sufficient funds were in
fact available to reparr the plant and to redirect
priorities.

The case studies also clearly indicate that the
involvement of community administrators is a critical
part of the CPE and, ultimately, to improwing a plant's
performance. Administrators frequently had not been
informed of previous inspection results and potential
or existing problems and, therefore, had not
implemented remedial actions. In a CPE. the
administrators are involved from the outset and
informed of the evaluation results during the exit
meeting. Informing administrators of performance
problems during this meeting often led to their
decision to change prionties regarding water treatment
improvements and policies at the plant. Without the
CPE results, existing plant staff frequently were
unable to enlist the support of administrators or to set
prionties for remedial actions.

® At Plant 2, the CPE team discovered that the plant
operated at its peak rate 24 hr/day during maximum
demand seasons. When the team reviewed data on
the service population, they learned that per capita
water use was excessive. By lowering peak
demands to mare typical rates, the plant could
operate within acceptable loading rates to achieve
compliance with applicable standards. When the
CPE team informed administrators of this fact
during the exit meeting, they decided to change the
water rate structure and penalize high consumption.
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At the same time, administrators initiated a leak
detection survey and identified a major leak into an
old, abandoned oak stave pipeline. Together. these
administrative actions substantially reduced water
demand and enabled the plant to achieve
acceptable treated water quality without major
expenditures.

@ At Plant 12, the team identified severe finished
water quality problems (very high finished water
turbidity levels) that previously went undetected or
unreported. Mechanical equipment was in a state of
disrepair, thereby adding to the plant’'s performance
problems. In addition. plant administrators had
scheduled several major extensions to the
distribution system; however, when informed by the
CPE team of the performance problems. the
administrators intended to redirect their resources
from the distnbution extensions to upgrading the
water treatment plant facilities.

e Town admimstrators for Plant 13 had signed long-
term agreements to supply water to a new industry
and another water district. Some aspects of the
agreement were considered major concessions to
attract the industry, which would employ 500
people. First, it was estimated that when these
users came on line they would represent one third
of the plant's current capacily, possibly
necessitating facility modifications to provide
additional plant capacity. In addition, the agreement
also required the town to supply the water at a
lower cost than that currently paid by the town's
own drinking water customers. When the CPE team
presented town administrators with this information,
they indicated that they would consider iniiating a
rate study and examine the need to renegotiate
these agreements to supply water.

The case studies showed that in all plants but three,
plant performance was much worse than previously
reported data had indicated. In two cases, fimished
water quality was so poor that the state threatened to
institute a boil order unless the facilities immediately
made improvements. The GPE teams discovered
these performance problems despite the fact that
monthly operating reports usually showed that finished
water quality met drinking water standards. These
findings indicate that the present requirement to
sample turtidity from the clearwell on a daly basis
does not accurately reflect actual finished water
quality at many plants. The CPE team initated special
studies that included developing turbidity vs. time
profiles on filtered water.

® At Plant 2, 12 months of data previously submitted
to the State revealed no violations. However, when
the CPE team measured turbidity before and after
the filter backwash and plotted the data (see Figure
3-1), they discovered a turbidity breakthrough of
5.8 NTU. Figure 3-1 also reveals that a decision to

delay the backwash resulted in a significant
increase in filtered water turbidity just prior to
initiating the backwash cycle. Similarly, when the
CPE team reviewed operating data for a 1-yr period
at Plant 12, they learned that finished water
turbidities were very consistent and rarely
exceeded 1.0 NTU (see Figure 3-2). However,
when the team measured turbidities during the
CPE, they discovered clearwell turbidities in excess
of 6.0 NTU. The data reported to the State must be
representative of actual operating conditions.

These results indicate that data from daily grab
samples may not reflect true performance and that
data collected over shorter time periods (such as
hours or minutes) is necessary. This suggests that
facilities should perform either in-line continuous
turbidity monitoring and recording on each filter, or
manual monitoring of each filter effluent on an hourly
basis. Less frequent monitoring would likely miss
turbidity spikes.

The case studies indicated that plant operators and
administrators generally did not recognize the serious
public health impacts of short-term digressions in
treated water quality. For example, at Plants 2, 4, and
6. plant operators and administrators did not take
immediate action to correct short-term breakdowns
even when they were aware of performance problems.

A key finding of the studies is that, because most
small water treatment facilities are only operated for 8
or 12 hriday, they tend to have excess capacity. The
excess capacity results from being able to operate at
a lower flow rate for longer periods of time, enabling
many small plants to address unit process limitations.
For example, Plant 8 operated at its 16-L's (250-gpm)
capacity for only several hours each day even when
turbidity levels in the surface water exceeded the
plant's treatment capability. The CPE projected that,
by reducing the plant flow to 8 Ls (125 gpm) and
operating for up to 12 hr, the plant could treat
turbidiies of any anticipated level. Likewise, at Plant
5. reducing the plant flow from 132 L/s (2.100 gpm) to
69 Lis (1,100 gpm) relieved a severe air binding
problem and enabled the plant to operate
successfully. At Plants 8 and 5, water demands were
met evan with reduced plant flows; however, this may
not always be the case.

The case studies revealed that proper control of the
filtration process is key to improving plant
performance.

@ At Plant 2, filter rate controllers malfunctioned
causing the filter effluent valves to open and close
every few seconds. Tha filter flow rate changed
from 0 to 63 L's (1,000 gpm). The filter effluent
turbidites also wvaried, indicating that particles
previously filtered were washed through the filter to
the clearwell. While plant staff knew that the valve
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Figure 3-1.  Plant 2 turbldity protile.
Turtudity, NTU
B —
5 FILTER BACKWASH —=
Y
o T T L} L} T T L] A 1
0 100 200 300 400
MINUTES AFTER START OF SPECIAL STUDY
Figure 3-2. Plant 12 finished water turbidity profile.
™ + -+ ¢ 4 bttt t 4 4 + $ }
>
m -
v L
[
e +
>
=
Z
é‘ . - B
g =
F=]
35
k= &
—_ e s _b _:_______ ______r____ Present
s 5 T, % vg"g > > > 3 | Requirement
» . #!;P % > 2 s o [ 4 k%:; ’R
M# 2" 00w Oop e (4 POy B BTN TN e Re o
Po g 0 < by b OB B o L Mo >
n e —_—— — Lo "SR L I 1 Sy ] e a1 Future
. e E oe > - Requirement
>
= ¢ ettt ; + f ! + + t ettt

SEPB8 OCT MOV DEC JANBS FEB MAR APR MAY JUN

JuL AUG SEP OCT



296 Upgrading Existing or Designing New Drinking Water Treatment Facilities

“jumped around,” they did not realize that it
affected filter performance. The studies clearly
indicate that filter rate controllers must be properly
maintained to allow the filters to operate correctly.

e At Plant 2, when plant staff removed one filter for
washing, the entire plant flow was directed to the
remaining filter. This caused severe turbidity
breakthrough.

® At Plant 8, filters were "started dirty," causing a
serious detrimental effect on filtered water quality.

e At Plant 2, operators changed the flow rate without
adjusting chemical feed rates. This resulted in
improper feed of coagulant chemicals and
subsequent degradation in finished water quality.

The case studies revealed that all 13 plants
implemented only limited process contrel efforts, Little
testing or data interpretation, both of which are
imperative to making informed operating decisions,
were conducted. As a result. improper operating
practices. such as bumping filters or waiting too long
to backwash filters, were widespread. For example. at
Plant 12. water was allowed to drop from the troughs
onto the filter media, which clearly violates basic
principles of filter cperation.

CCP Findings

CCPs were implemented at 2 of the 13 plants. The
objective of the CCP studies was to determine if the
approach could improve plant performance and enable
the plants to comply with the SWTR without major
capital /mprovements. The specific findings of the
CCPs, which were conducted at Plants 1 and 5, are
also presented in Section 4.

implementation of these CCPs enabled both plants to
meet the future fimshed water turbidity requirements
of the SWTR by implementing process control
programs and providing oparator training. The
approach demonstrated the potential for drinking water
treatment faciities t0 meet regulatory requirements
through improved operation, maintenance, and
administration rather than major capital improvements.

@ At Plant 5. city administrators onginally had planned
to spend approximately $1 million to construct
sedimentation basin facilihes and related
improvements. They felt the major capital
improvements were necessary 1o ensure thal the
plant could achieve compliance with the
forthcoming SWTR turbidity requirements. After the
CCP was conducted, however, construction of the
improvements was delayed unul such tme that
water demands required that the plant operate at
higher rates. As a result of the CCP. plant staff
developed increased confidence that, by
implementing process controls, the plant could

produce excellent water quality despite high raw
water turbidities. The CCP also revealed that
accurate coagulant doses could be selected by
using the jar test/filter paper procedure.

e At Plant 1, the CCP dramatically improved plant
performance. Turbidity removal in the reactor
clarifiers was improved and stabilized, and chemical
requirements were minimized. The improvement
resulted from a combination of process control and
monitoring, as well as several major process
adjustments.

To achieve the desired results, CCPs should be
implemented over a period of at least 6 months, since
time is necessary to implement process control
programs, purchase equipment, provide training, and
document stable finished water quality for vanable raw
water conditions. The case studies demonstrated that
process control programs improved the performance
of individual unit processes at the two plants, thereby
leading to improved finished water quality.

Overall Factors Limiting Performance

A CPE team evaluated 65 performance-limiting factors
at each of the 13 plants; the top 10 performance-
limiting factors are presented in Table 3-2. It s
important to remember that no_one factor was
responsible for limiting plant performance, but rather a
unique combination _of factors contributed to
performance problems.

Table 3-2. Top Ranking Performance-Limiting Factors
Identitled at 13 Facilities
Rank Factor No. Plants Category
1 Operator Applicauon ol 13 Operations
Concepts and Testng 10
Process Control
2 Process Conlrol Testing " Qperations
3 Process Controllability/ 13 Design
Flanbility
4 Dusinfection 9 Design
5 Seaimentaton 10 Design
6 Stall Number 7 Administration
7 Filtration 7 Design
a Policias 7 Admimnstration
9 Flocculaton 6 Design
10 Maintenance 7 Mainmenance

e The highest ranking performance limiting factors fell
in_the operations category, and were related to the
inability of plant statf to respond to water guality
changes with appropnate chemicals in appropriate
doses. In addition, plant staff frequently made
improper operating decisions because they lacked
understanding of unit processes and associated
controls. Compounding these problems was a lack
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of process control testing programs at all but two of
the plants.

Design factors represented 5 of the performance
limiting factors in _the top 10 list. Process
controllability and flexibility was the highest ranked
design limitation. It was cited most frequently
because of limitations in type and location of
chemical feed options, and in control aspects such
as filter- regulating valves or plant flow control
valves. The CPE team noted that minor
modifications could address these performance
limiting factors at the facilities.

Disinfection faciiities were identified as a

o Fiiters presented problems at 7 of the facilites. The

CPE team identified this factor because of arr
binding (2 plants), backwash limitations (2 plants),
and possible filter underdrain or support gravel
problems (three piants). The team felt that the air
binding and backwash limitations could be
minimized or overcome by improved operational
practices, and that the underdrain or support gravel
damage could have been avoided if the operations
personnel had better understood the Hhitration
process. This damage appeared to be caused by
introduction of ar or by excessive instantaneous
hydraulic load at the beginning of a backwash.

Flocculation capability was identified as

ormance limiting factor at 9 plants because of
inadequate detention time in clearwells or
transmission lines. The SWTR will require a plant to
provide a certain CT value, which is obtained by
multiplying the disinfectant concentration by the
actual contact ime. Most of the plants relied on
unbatfled clearwells to provide most of the required
detention time. These clearwells were projected to
provide inadequate CT because of expected severe
short circuiting. However, modifications to the
clearwells, such as installing baffles, may allow
these plants to meet the CT requirements of the
SWTR. Findings of disinfection inadequacy were
based on the CPE team’'s estimates of the
allowable contact tima at each plant. No thorough
hydraulic analyses. as required by the SWTR,
could be conducted within the scope of this project.
The identfication of disinfection inadequacy was
tentative and 1s meant as a signal that current
operation might not be adequate to meet the
disinfection requirements o be astablished by each
State.

Sedimentation basin design _was identified as a

pertormance-limiting factor at 10 plants. The impact
was periodic and seasonal during high turbidity or
mgh- demand episodes. The CPE team projected
that improved operation could mimimize the impact
that the marginal basins had on plant performance
(for example, longer run times at lower flow rates or
improved coagulation control).

performance limiting at 6 olants because of hmited
basin volume and lack of staging. The CPE team

concluded that improved operations could minimize
the impact of this factor {for example, lowering
hydraulic loadings. installing baffles, modifying
coagulants).

Administrative factors (including staff number and
admimistrative policies) also were included n the
top 10 list. An_inadequate number of staff 1o
properly run the facilities was noted at 7 piants.
This deficiency was critical considering the need to
add a process control program and associated
responsibilities at these plants. Frequently,
administrators were unaware of operating
requirements, or had set water rates too low 1o
maintain adequate treatment or eslablish a seil-
sustaining utiity. Few admimistrative personnel
understood the severty of short-term excursions
from high quality treated water.

Maintenance factors were identified as impacting 7
of the plants. Operators who lacked understanding
of process operations abandoned many of the
automatic and/or manual control systems at the
plants. The CPE team identified several facilities
where maintenance activittes were completely
neglected, sometimes due to administrative
indfference. The team concluded that /mproved
understanding of operations and maintenance.
coupled with an improved administrative attitude,
could lead to improved plant performance.



4. Case Studies

The following case histories provide a detailed summary of the results from each of the 13 CPEs on which
this report is based. Each case history consists of a facility description, results of the Major Unit Process
Evaluation and Performance Assessment. and a discussion of the factors found limiting the plant's
performance. The applicability ot a CCP 1s also discussed for each plant as are the results of the CCPs
completed at two plants. These CPEs were completed as part of the project to develop and formalize these
procedures for water treatment plants. Some aspects of the procedures were refined as more CPEs were
completed. As the procedures evolved through these refinements, some of the ways in which the results are
presented have changed. Some inconsistencies between the presentation of the results of the different case

histones, therefore, may be observed.

Plant 1

Facility Description

Constructed in 1974, Plant 1 is owned and operated
by the city and serves approximately 10,000 persons,
with no significant industrial water users. It consists of
a pre-sedimentation basin followed by conventional
treatment and s used as a softening facility duning
winter months. Average daily flow for a 12- month
penod was 66 Ls (1.5 mgd), with an average daily
flow during the peak month of 131 /s (3 mgd). The
plant includes the following unit processes (see Figure
4-1):

e Three constant-speed, raw water pumps: two 25-
hp, 126-L's (2.000-gpm} and one 15-hp, 91-U's
(1,450-gpm)

e 8.7 million-L (2.3 mil-gal) earthen pre-sedimentation
basin

® Three 15-hp, 113-L’'s (1,800-gpm) constant-speed.
low-sarvice pumps

e Chemical addition (alum, lime, and Dycafloc 587-C)

e Two 17.7-m x 17.7-m (58-ft x 58-ft) upflow
clarifiers, 6.4 m (21 ft) and 6.0 m (19.8 ft) deep

e Recarbonation with liquid carbon dioxide
® Four 7.6-m x 7.6-m (25-ft x 25-ft) dual media filters
e 1.1 million-L (300,000-gal) clearwell

® Disinfection

Fluoridauon (sodium silica fluoride)

® Sludge removal and thickening

Sludge drying beds

Three high-service pumps: 100. 113, and 157 L's
(1.600. 1.800 and 2,500 gpm)

The three raw water pumps transfer water from the
nearby nver through a 61-cm (24-in) line to the pre-
sedimentation basin. The three low-sarvice pumps lift
the water from the pre-sedimentation basin
approximately 18 cm (7 in), so that it can flow by
gravity through the plant's unit processes.

Powdered activated carbon is added to the water in
the pre-sedimentation basin for taste and odor control
and a cationic polymer is injected following the raw
water pumps. Alum and lime are added in the
flocculation area of the two 22-L/s (500.000-gpd)
solids contact clanfiers.

The clarifiers are square with circular sludge removal
mechanisms. Prior to the clanfiers, water from a 14-
L's (220- gpm) "soda well” is pumped into the raw
water stream. Hydraulic conditions cause an uneven
split of this softer water between the two clarifiers.

Water flows through the clarifiers to a recarbonation
basin, whera the pH is lowered, and onto four dual
media filters. From the filters, the finished water flows
into the clearwell. Chlorine and fluoride are added to
the water as it enters the clearwell. The thres high-
service pumps deliver finished water to the distribution
system.
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Major Unit Process Evaluation

Figure 4-2 illustrates the assessed capacity and
projected performance of each of the plant's major
unit processas in a performance potential graph, The
vertical broken lines indicate the annual average flow
of 70 L’s (1.6 mgd), the peak monthly flow of 131 Lis
(3 mgd), and the design capacity of 307 Lss (7 mgd).

As Figure 4-2 shows, the raw water pumps, low-
sarvice pumps, filters, and high- service pumps are
rated at the 307-Us (7-mgd) plant design flow.
Potential capacities of the pre-sedimentation basin
and the clarifiers are rated at less than design.

The pre-sedimentation basin was derated because of
short circuiting through the basin and no capability 1o
add coagulant aids. Also, return of backwash water to
the effluent end of the basin results in excessive
turbidity levels in the raw water. The basin was rated
above the peak monthly flow of the plant.

The clarifier/flocculator was rated at 136 L/s (3.1 mgd)
with one unit in service and 272 U/s (6.2 mgd) with
both in service. The comer sweeps on the sludge
mechanisms have failed allowing excessive amounts
of sludge to build up in the basin corners. Sloughing
of the sludge coupled with inconsistent weir elevations
has resulted in periodic solids loss. The clan-
flocculators were derated because of these
conditions.

Performance Assessment

Plant 1 is currently required to produce finished water
with turbidity levels less than 1.0 NTU and with free
chlorine at levels that will ensure less than 0.2 mg/L at
all points in the distribution system. Fluornde is added
to achieve a 0.9-1.1 mg/L residual in the finished
water. A comparison of plant monitoring data with
state requirements indicated the plant was operating
in compliance with applicable regulations. A review of
operating records, however, indicated numerous
excursions of filter effluent turbidities above
acceptable levels.

The SWTR will require plants to demonstrate by
reqgular turbidity monitoring or constant recording
turbidimeters, turbidity at less than 0.5 NTU greater
than 95 percent of the time. Additionally, theoretical 3-
log removal and/or inactivation of Giardia cysts and 4-
log removal and/or inactivation of enteric viruses must
be demonstrated.

Performance-Limiting Factors

The factors identfied as having a major effect on
performance on a long-term repetitive basis are
summarized below in order of prionty.

1. Operator Application of Concepts and Testing to
Process Control - Operation: Operation of the
plant is maintenance rather than process control
dnven. Priorities need to be established that allow

process control to be integrated into the daily
routine of the plant staff. This involves collecting
additional process control data and interpreting
the data to direct process control that optimizes
plant performance.

2. Process Control Testing - Operation: The lack of
process control testing has resulted in incomplete
data being collected to determine the level of
plant performance. In addition, it is probably
masking periods of production of poor quality
finished water. items of particular concern are lack
of turbidity testing of raw water and water from the
clarifiers. and continuous monitoring of individual
filter effluent. Plant data indicate that filter effluent
“spikes" were occurring, but it was not possible to
determine therr seventy or duration.

3. Process Automation - Design: There is a need for
continuous monitoring and recording turbidimeters
on the raw water, each filter, and the clearwell.

The factors identified as having either a minimal effect
on a long-term repetitive basis or a major effect on a
periodic basis were priontized and are summarized
below.

1. Process Flexbility - Design: More flexibility is
necessary in types of chemicals added and points
of chemical addition. At the time of the evaluation,
alum and lime were added to the flocculation
portion of the clarifier and polymer was added
after the low-service pumps. There was no
process available to feed a filter aid or flocculent
aid. Flexibility to move the alum feed to a point
with greater mixing could reduce the alum feed
rate and may also allow the flocculator speed to
be reduced to better optimize flocculation. The
ability to add a filter aid would improve filter
performance.

2. Lack ot Standby Units - Design: There i1s no

standby backwash pump. If the existing pump
fals, the plant 1s out of operation until it can be
repaired or replaced.

3. Preliminary Treatment - Design: Obvious problems
exist with the pre-sedimentation basin, including
no chemical feed (except carbon) to the basin,
short circuiting, backwash water fouling of the
intake area of the low-service pumps, and
difficulty cleaning the pre-sedimentation basin.

4. Staftf Number - Administration; The current major
emphasis is on maintenance; more time must be
spent on process control to improve performance.
In addition, the superintendent is working extra
shifts to keep the plant operating. At least two
additional plant operators are necessary for both
operations and maintenance activities to be
adequately addressed.



Case Studies 301

Figure 4-2,  Plant 1 performance potential graph.
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Sedimentation - Design: The corners of the
clanfiers need to be grouted to prevent buildup of
siudge n the basins and the flow through the
wers needs to be balanced so that resulting
hydraulic gradients do not impact the quality of
the water from the claritiers. The combination of
un-level weirs and sludge accumulation n the
basin corners has led to periodic solds loss in the
effluent, which severally degrades plant
performance.

6. Disinfection - Design: Short circuiting of finished
water through the clearwell results in inadequate
contact time tor proper disinfection. This problem
will be amplified with colder water and higher pHs.

7. BReturn Process Streams: Return of the backwash
water to the pre-sedimentation basin near the low-
service pumps’ suction negatively impacts raw
water qualty.

In addition to the above major factors limiting
performance, other factors were noted during the

evaluation as having a minor effect on performance.
Action taken to address these factors may not
noticeably mprove plant pertormance. but may
improve the efficiency ol plant operation:

® The pre-sedimentation basin is not designed to
handle high turbidities caused by runoff and ice
jams.

® Flash mixing of chemicals appears inadequate

® The ability to sample the siudge return and the
sludge concentration within the clarifiers (top to
bottom) is inadequate.

Projected Impact of a CCP

The CPE indicated that operator training through a
CCP would be benehcial for improving process
stability and fimshed water.

CCP Results
A CCP was intiated. Monitoning of the two reactor
clanfiers during the CPE phase had revealed problems
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Figure 4-3.
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with clarfier solids control. Thus, the CCP efforts
began by expanding process control in the ciarifiers.
Each clarifier was taken out of service so that several
feet of anaerobic lime sludge that had accumulated in
the basins could be removed.

Figure 4-3 shows the fimshed water turbidity from the
two clarifiers from the tme the cleaning operation was
completed in May until the CCP was concluded in
August. The basins’ settled water turbidities gradually
improved and stabiized at 1 to 2 NTU; both basins
exhibited equal pertormance. Activities that
contributed to this consistent performance included
controlled flow spliting, equalized chemical doses to
each basin, and shutting off of a well that was
contributing a disproportionate amount of flow to basin
2. The reactor clanfiers achieved this performance
despite vanable influent turbidities to the basins from
the pre-sedimentation pond, as shown in Figure 4-4,

Most importantly, the improved reactor clanfier
pertarmance "carried over" to improve the
consistency of turbidity removal by the filters. Figure
4-5 shows the overall plant fimshed water turbidity.
which statilized at less than 0.2 NTU since the end of
June 1989, coinciding with stable performance fram
the contact clanfiers. The improved performance was
achieved despite an increase in treated water volume
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and a gradual increase in turbidities from the pre-
sedimentation basin during the last month of the CCP.

The CCP resulted in dramatic improvement of plant
performance without major capital improvements.
Process control and monitoring activities, coupled with
several major process adjustments, improved and
stabilized turbidity removal in the reactor clarifiers.
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Flgure 4-4.  Effluent turbidity from the presedimentation pond for Plant 1.
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Plant 2

Facility Description

Plant 2, constructed in 1931 and expanded and
upgraded in 1976, has approximately 1,000 service
connections and no significant industrial water users.
It consists of a conventional treatment process
including flash mix, flocculation, sedimentation. and
filtration, and no pre-sedimentation. Scurce water is
provided by the nearby river.

Plant records for a 12-month period show daily water
production to be 1.1-6.1 milion L (0.3-1.6 mil gal).
Flow records are obtained from the plant finished
water meter and do not include water used for filter
backwash. During the CPE, water was produced over
an 8-hr day at an effluent flow rate of about 83 Lis (2
mgd); peak effluent flow was 131 L's (3 mgd). Plant
influent tlow 15 not measured because the raw water
meter is inoperable. Plant 2 includes the following urit
processes (see Figure 4-6):

® Two vertical turbine raw water pumps rated at 76
and 69 L's (1,200 and 1,100 gpm), and one 28-L s
{450-gpm) engine drniven raw water pump

® Chemical addition of alum, polymer, and lime with
in-line mechamcal flash mix for the alum

e Two 206.430-L (54.540-gal) parallel flocculation
basins with two vanable speed turbine mixtures in
parallel

¢ Two 666,160-L (176,000-gal) sedimentation basins
with tube settlers over half their surface area

® Three 3.4-m x 4.9-m (11-ft x 16-ff) mixed media
filters with Leopold underdrains

e Gas chlorination system
e 204,390-L (50,400-gal) clearwell

e Two centnfugal high-service pumps rated at 72 and
94 Us (1,150 and 1,500 gpm), and one standby
natural gas driven vertical turbine pump rated at 27
Lis (425 gpm)

Water flows by gravity to a wet well through either a
shallow culvert near the bank of the river or through a
second pipe extending toward the center of the river
at an unknown distance and depth. The vertical
turbine pumps deliver water to the plant from the wet
well. The turbine pump supplies water from the
surface intake. A float control in the clearwell initiates
the raw water pumps.

Alum 1s added to the raw water prior to an in-line
mechanical rapid mixer; lime and polymer are added
downstream of the mixer prior to the flocculation
basins. Chemical addition is not flow paced, although

the influent flow varies because raw water pumps are
initiated and terminated several times a day. After
chemical addition, the water flows to two parallel
flocculation basins with two parallel- operating variable
speed turbine flocculators. Subsequently, water flows
to two sedimentation basins equipped with tube
settlers. Durning the evaluation, flow did not appear
evenly split between the two
flocculation/sedimentation treatment trains, and the
clarifier weirs were uneven.

Sludge is manually removed from the sedimentation
basins approximately once a year.Following
sedimentation, the water flows through a weir to three
mixed media filters with Leopold underdrains.
Powdered activated carbon is added once a day to
the water prior to filtration. Filtration rates are
automatically adjusted by filter water level floats that
control the filter effluent valves. At the tme of the
avaluation, one filter was out of service because of an
inoperable effluent control valve. Another filter effluent
control valve was malfunctioning and was observed to
readjust the flow rate by over 69 Ls (1,100 gpm)
repeatedly within a few minutes.

The filters are normally backwashed once a day; the
process 1s initiated manually but at automatically timed
intervals and includes surface washing. The backwash
rate can be set as high as 189 L/s (3,000 gpm).

Filtered water is disinfected with chlorine and is stored
in the clearwell. The three high-service pumps deliver
the water to the distribution system.

Spent filter backwash water flows by gravity to a
sedimentation basin, which overflows to the raw water
wet well. Each backwash sedimentation basin has the
capacity for one backwash before excessive solids
overflow the etfluent weirs and return to the raw water
wet well. The backwash sedimentation basins are
normally cleaned once a year.

Sludge from the flocculation, sedimentation basins,
and backwash water sedimentation basins are
pumped to two sand drying beds. The dried sludge is
disposed of at the landfill.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
7. The tlows listed across the top of the graph are the
maxmum at which the plant can operate while
ramaining in compliance with applicable regulations.
Neither the raw water pumps nor the high-service
pumps were rated because the condition of the
impellers and the actual pump output were not known.

The flash mix was rated at 131 /s (3 mgd), where it
can produce a G value of approximately 3.000 sec-!.
The in-line mechanical mixer would probably be
limited by water velocity in the pipeline rather than
mixing capability.
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Figure 4-7.  Plant 2 parformance potential graph.

Unit Process

Flow, mad

Raw-water Pumpsa Not Rated

Flash Mix

Flocculation'

Datention time, min 78

Sedimentation?

SOR, gpd/sq ft 1.287

Fittration?

HLR. gpmvsq i 13

Disinfection

—

Chionnation

]

Nat Rated

Contact Time*

High-service Pumpa

' Rated at 45 min because of single stage.

Presant Plant

Design
Max. Flow Flow

 Raled at 2,000 gpd/sq it - may be able 1o use process control to increase capacity. Also rated on summer water quality, but may be

abia to direct filter i winter,

3 Rated al 4 gpmvsq ft - media and underdrain integnty.need 10 ba verified 1o justify this ratng.

4 Basad on 2-hr datention tme

The flocculation basins were rated below the plant
design flow at 77 Us (1.75 mgd) for a detention time
of 45 minutes, because the flocculation basins are
single-stage units. Altering the basins to provide
multiple-stage flocculation would better control floc
formation and |ustify increasing the basin capacity to
153 Us (3.5 mgd).

The sedimentation basins were rated at 66 L/s (1.5
mgqd), which results in a surface overflow rate of 81
m3/m2/d (2,000 gpdsq ft) (based on tube settler area).
However, improved flocculation and process control
could increase this rating. Direct filtration might be an
option dunng winter months, which would decrease
reliance on the sedimentation basins for solids
settling.

The mixed media filters were rated at 131 L's (3 mgd)
for a loading rate of 234 m3/m2/d (4 gpmvsq ft). With

pracise process control, the filters could operate
successfully at up to 293 m3/m2/d (5 gpm/sq ft);
however, the media and underdrain integrity must be
verified to justify either rate. If further aevaluation
indicates damage to the filter underdrain or support
gravel, the filters would be a major performance-
limiting factor.

The disinfection system was rated as two processes:
chiarination capacity and contact time. The
chiorination capacity rating of 131 L/s (3 mgd)
indicates that the capacity of the feed unit is sufficient.
The contact time, however, was rated at only 26 Us
(0.6 mgd), the maximum How through the plant that
would provide the recommended 2-hr detention tima.
The limited detention time provided at normal plant
flows compounds the importance of effective
performance of the other treatment processes for the
removal of pathogens.
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In summary. the performance potential graph indicates
the plant should be operated at less than 66 L's (1.5
mqd) during periods of high raw water turbidity. Flow
rates above 66 L's {1.5 mgd) may be possible without
adversely affecting finished water quality: however,
filter run times will probably be significantly reduced
because of excessive solids loading, thereby reducing
total plant capacity to 66 Ls (1.5 magd).

During winter months, if raw water turbidities allow
effective direct or in-line direct filtration, plant capacity
may be able to increase to between 66 and 131 Ls
(1.5 and 3.0 mgd). depending on whether or not
flocculaton is required for successful operation.

Performance Assessment

A review of the himshed water quality monitoring data
indicated the plant has been operating in compliance
with the current turbidity Maximum Contaminant Level
(MCL) of less than 1.0 NTU on a monthly average.
The plant has. however, had periodic excursions
above 1.0 NTU. The monitoring data also indicate the
plant may have difficulty meeting the SWTR turbidity
maximum of 0.5 NTU for 95 percent of the tme (as
measured every 4 hr ol water production). Figures 4-
8. 4-9, and 4-11 show effluent turtidities obtained
through special studies. Figures 4-10 and 4-12 show
turbidities from plant data.

Investigation of the filter media in the out-of-service
filter bed revealed that the media was clean with no
evidence of mudball formation. However. the
evaluation team discovered numerous depressions of
up to 10 ¢m (4 in) in the surface of the media, and by
probing the fiters found that support gravel had
migrated and mounded. The operators mentioned that
sand, anthracite. and garnet had been removed from
the clearwell during cleaning. Measurement of the
media pile that had been removed from the clearwell
indicated that approximately 0.2 m3 (7 cu ft) of fiter
media had passed through the support gravel. The
migration of the support gravel, depressions in the
surface of the filter bed. and the passing of 0.2 m3 (7
cu ft) ot media through the filter all indicate serious
damage to the hiter support gravel and media.
Typically, this type of damage occurs when airr 1S
introduced into the backwash water.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetiive basis are
summarized below in order of priorty.

1 Operator_Application _of Concepts - Operation:
Process control is needed so that operators
respond directly to raw water quality changes. At
the tme of the evaluation, finished water quality
was fluctuating drastically with periods of poor
fimshed water production. Figures 4-8 through 4-
11 show actual plant data indicating the vanability
n water quality and the extremely poor water

produced, evidenced by the filtered water turbidity
of 46 NTU from Filter 3 when Filter 1 was
backwashed (figues 4-8 and 4-9), Plant operations
staff need to wvary coagulant and flocculant
dosages and to change plant water flow rates
when backwashing fillers in response to raw water
of vanable quality.

2, Process Control Testing - Operation: Testing to
monitor the treatment process 15 inadequate to
detect problem areas and indicate necessary
adjustments. This lack of testing allows periods of
extremely poor water to go undetected and
uncorrected as shown in Figure 4-12. At a
minimum, additional jar testing and turbidity
measurements of the raw water, sedimentation
basin effluent, and filter eluent will be required to
indicate appropriate plant chemical dosages and
flow rate adjustments.

3. Mantenance: Preventive maintenance 1s lacking at
the plant. The plant equipment is maintained on a
cnisis basis and plant performance is directly
compromised. Major treatment components were
out of service dunng the evaluation and have
evidently not been repared for up to several
years. Examples of equipment in need of repair or
out of service include the raw water meter. filter
effluent control valves, raw water pump. and alum
feeder flocculator paddles.

4. Staff_Number - Administration: The present
staffing level does not allow the water plant 1o be
adequately operated or maintained. A minimum of
two additional staff members are needed to
sufficiently cover the utility needs. With adequate
staff. one operator could focus on plant process
control and other utility employees could
specialize in either water or wastewater treatment.

5. Familiarity with Plant Needs - Administration: Plant
administration needs o become more familiar with

the requirements ol the plant. Better
understanding of the plant’'s requrements would
help garner the adrministrative support necessary
to operate and maintain the plant properly.

6. Filtranon - Design: A limited evaluation of the
fiters revealed potentially serious problems in the
support gravel. Depending on the outcome of a
subsequent detalled evaluation of filter integrity,
the filters may be found adequate to 131 L's (3
mgd). However, if the fiters are found deficient,
they would probably have to be repawed before
the plant couid produce consistent high quality
finished water on a continuous basis.

Factors identified as having either a minimal effect on
a routine basis, or a major effect on a periodic basis
are summarized below.

1. Pay - Administration: The extremely low pay scale
and lack of employee incentives will make it
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Figure 4-8.  Filter 3 turbidity profile, June 8, 1988 - Plant 2.
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Figure 4-9.  Filter 1 turbidity profile, June 8, 1988 - Plant 2,
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Figure 4-10.
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Figure 4-12. Plant 2 performance - May 1988,
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difficult to retain present employees and to attract allow plant flow rates to be adjusted more
additional qualfied help. gradually and set at various rates.
Turbidity/Pre-sedimentation - Design: Excessive 5. Disinfection - Design: The lack of a standby
turbidity levels during portions of the year and chlonnator, mixing, proportional feed capabihty,
fluctuations during high demand periods have contact ime, and automatc switchover could
degraded effluent quality. Pre-sedimentation would result in inadequate disinfection on a penodic
minimize turbidity fluctuations and resuit in a more basis.
consistent raw water quality. Continuing
operations without a pre-sedimentation basin may 6. Process Automation - Design:
require reducing plant flow rates durning high turbidimeters with recorders on each filter effluent
turbidity peniods. would be beneficial to monitor water quality.

Without such continuous monitonng, an operator
Sedimentation - Design: Surface overflow rates at would have to take frequent measurements (i.e.,
flows above 66 Ls (1.5 mgd) may not allow hourly) to monitor plant performance.
adequate settling of the sludge. Poor settling can
cause excessive solids loading to the fiters and 7. Chemical Feed - Design: The carbon leeder
subsequently degrade filter efficiency. Uneven should be returned to service to replace manual
overflow weirs also cause poor distnbution of addition. The capability to add two polymers would
water within the sedimentation basin, further be desirable. with additional flexibility in chemical
impairing sefttling. Manual sludge removal twice a feed ponts. A backup alum teeder is also needed.
year may be inadequate to prevent solids
carryover from the sedimentation basins. This 8. Flocculation Basins - Design: The single-stage
practice is also operator intensive. flocculation basin makes control of proper floc

formation difficult. The retention time is adequate
Hydraulic Loading - Design: Fluctuations in plant and minor modifications may allow two-stage
flows due to cycling of constant-speed, raw water operation with variable energy npul in each stage.
pumps during high demand periods require
additional operator attention to maintain fimished 9. Process Controllability - Design: Chemical feeders

water quality. An influent flow control valve would

should be flow paced or manually adjusted to
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complement and control raw water quality
changes.

10. Standby Units - Design: No standby units are
available for critical process components,
including backwash pump, alum feeder, and
chlorinator.

11. Working Conditions - Administration: Conditions at
the water plant discourage staff from spending
time at the plant and encourage neglect. Provision
of a comfortable climate controlled working area
would improve operator morale.

In addition to the above major factors limiting
performance, other factors were noted during the
evaluation as having a minor effect. Action taken to
address these factors may not noticeably improve
plant performance, but may improve efficiency in plant
operation:

® Preliminary treatment: Grit in the raw water wet well
and the lack of screens on the intake piping
produce operational problems because of silt and
debris accumulation.

e Flow proportioning to units: Raw water flow to the
sedimentation basins was not evenly proportioned.
Operators can control the distribution of flow to the
units by frequently adjusting valves located in the
sedimentation basin influent piping.

Projected Impact of a CCP

Results of the CPE indicate performance to be
severely limited by a number of administrative, design,
maintenance, and operations factors. Every major unit
process was identified as a performance-limiting
factor. The evaluation team reached a consensus that
significant improvements in water quality could likely
be achieved with a CCP. but that major capital
expenditures may also be required for the plant to
meet the proposed finished water quality critena.

Many of the unit process limitations described in the
performance potential graph could be eliminated if the
plant were to be operated at a lower capacity than the
present summer water demand, which appears
excessive. Water conservation measures and lowered
water demands together with a CCP were
racommended.
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Plant 3

Facility Description

Piant 3 1s owned and operated by the city.
Constructed in 1950 and expanded and upgraded in
1975 and 1976, it currently serves approximately
5,000 people with no significant industrial water users.
The plant uses a conventional treatment process
consisting of flash mix, flocculation. sedimentation,
and filtration.

Plant records for a 12-month period indicate that the
average amount of water treated daly was 41 L's
{0.94 mgd), with a minimum of 22 L’s (0.5 mgd) and a
maximum of 114 L's (2.6 mgd). These daly flows
wera pumped through the plant in less than 24 hr and
therefore do not indicate the operational capacity of
the plant. It is typically operated at three standard
rates - 69, 101, or 202 L's (1,100, 1.600. or 3,200
gpm) - for less than 24 hr. Plant 3 includes the
following unit procasses (see Figure 4-13):

@ Three vertical turbine raw water pumps: two 25-hp,
110-L's (1,750-gpm) and one 15-hp, 63-L's (1,000-
gpm)

® Chemical addition (alum and polymer) with an in-
line mixer

® 302.800-L (80.000-gal) flocculation basin with a
vanable speed vertical mixing unit

o Two sedimentation basins (each 4.1 m x 183 m,
3.7-m deep [13.5 ft x 60 ft, 12-ft deep])

¢ Three mixed media ramd sand filters with Leopold
underdrains

e Gas chlorination system
® 246,000-L (65,000-gal) clearwell

® Four vertical turbine finished-waler pumps: two
200-hp, 94-L's (1,500-gpm). one 100-hp, 38-Lis
(600-gpm), and one 50-hp, 22-L's (350 gpm)

Raw water flows by gravity through three 46-cm (18-
in) diameter perforated pipes located beneath the
source creek into a raw water wet well. The three raw
water pumps deliver water from the wet well to the
flocculation basin,

Alum and polymer are added to the flow prior to the
flash mix. The plant's in-ine mechamical flash mixer
was not in use at the time of the site visit because of
maintenance problems; therefore, the only chemical
mixing was caused by turbulence in the line at nearby
elbows.

After chemical addition, the water flows into the
single-stage flocculation basin with a vanable speed

vertical mixing unit that suppiies up to a G value of 70
sec'. Following flocculation, the water flows by
gravity into Iwo parallel sedimentation basins equipped
with tube settlers. During the evaluation. the flow was
not evenly split between the two sedimentation basins.

Following sedimentation, the water flows to three
mixed media filters with Leopold underdrains. The
filters appeared to be in good condition, but some
chemical residue had accumulated on the anthracite.
These filters are typically washed at about 189 Us
(3.800 gpm), which corresponds to 972 m3/m2/d (16.6
gpmisq ft). Washing typically occurs at the end of the
day so that the filters start clean the following
morning.

The filtered water is disinfected with chlorine, then
flows into the clearwell, where the four high-service
pumps are available.

Sludge from the sedimentation basins and backwash
water from the filters are directed to two earthen
sludge settling ponds. At the time of the evaluation,
the plant was discharging overflow from the ponds to
the creek without a National Pollutant Discharge
Elimination System (NPDES) permit.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
14. As Figure 4-14 shows. the potential capacities of
the raw water pumps, high-service pumps, and fiters
were rated at the 219-Uss (5-mgd) plant design flow.
The flocculation basin, sedimentation basins, and the
disinfection system were rated at less than plant
design flow. The single-stage flocculation basin was
derated because control of floc formation is more
difficult with a single-stage than with a multiple-stage
flocculation system. The sedimentation basins are
imited by a high surface overflow rate, which can
allow solids to be carried over to the filters. The
disinfection system was not considered adequate at
flow rates above 166 L/s (3.8 mgd), because the
clearwell and transmission lines provide inadequate
detention times at these rates.

The sludge settling ponds were not rated but were
determined inadequate at current flows, unless the
plant obtains an NPDES permit to allow discharge to
the creek. Without operational changes such as more
frequent cleaning of the ponds, the effluent quality in
the ponds may not meet typical permit requirements
{i.e., 30 mg/L total suspended solids and 1.0 mg/L
total dissolved aluminum).

Figure 4-14 indicates that the plant should be
operated at less than 101 Lis (2.3 mgd), if possible.
Short periods of increased flow may be possible
without adversely affecting finished water quality;
however, filter run times will probably be reduced
because of excessive solids loading. The plant may
be operated more hours at the 101 Lis (1.600 gpm)
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Figure 4-13. Process flow dlagram of Plant 3.
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Figure 4-14, Plant 3 performance potential graph.
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rate to overcome the limitation of the
flocculation/sedimentation basins. Also. when raw
water turbidities are low the plant may be operated in
a direct filtration mode, which eliminates the need for
sedimentation.

Performance Assessment

The city is currently required to produce limished
water with turbidity levels less than 1.0 NTU on a
monthly average and with free chlorine at levels that
will ensure a chlorine residual in excess of 0.2 mg/L at
all points in the distrbution system. A review of
monitoring data indicated that the plant was operating
in comphiance with the applicable regulations.

In the SWTR, the mimimum raquirements for finished
water lurbidity are much more stringent. Plants need
to produce finished water with a turbidity less than 0.5

NTU more than 85 percent of the time, as measurad
by regular daily monitoring or constant recording
turbidimeters. Additionally, the plant needs to
demonstrate theoretical 3-log removal and/or
inactivation of Giardia cysts and 4-log removal and/or
nactivation of enteric viruses. In order to meset these
regulations, surface water treatment plants need to
optimize process controls to minimize or eliminate
“spikes” of turbidity in the finished water at critical
times, such as immediately after backwash.

Performance-Limiting Factors
The following factor was identified as having a major
effect on performance on a long-term repatitive basis.

1. Sludge Treatment - Umit Design Adequacy: The
sludge holding ponds are currently discharging to
the creek, but the plant has no permit to allow this
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discharge. A letter fram the Permits Section of the
Water Quality Bureau states that the plant must
apply for a permit, which will require certain
effluent limitations. Permit limitations may require
major modifications to the plant. Failure to obtain a
permit and to meet permit limitations could result
in sizeable fines being levied against the town.

Factors identified as having either a minimal effect on
a routine basis, or a major effect on a penodic basis
were prionitized and are summarized below.

1.

Sedimentation - Unit Design Adequacy: The
surface overflow rate and weirs limit the
performance of the sedimentation basin. If the
plant were operated at a rate in excess of 101 Lis
{2.3 mgd), the resulting high surface overflow rate
would not allow for adequate settling. Excessive
solids would be carried over to the filters, thereby
degrading filtration performance.

Flocculation - Unit Design Adequacy: The single-
stage flocculation basin makes control of proper
floc formation difficult. Controlling plant flows at
rates below 101 Ls (1.600 gpm) may allow
additional detention time 1o compensate for the
lack of a multiple-stage unit,

Lack of Standby Units - Unit Design Adequacy:
There are no standby units for adding chiorine or
alum. Faillure of either of these chemical feeders
would result in unacceptable finished water
quality, which may require the plant to shut down.
In addition, there is no spare backwash pump.
aithough, in an emergency, the distnbution system
could provide limited backwash.

Application _of Concepts and Testing to Process
Control - Operation: The plant performance could
be improved dunng peniods of variable raw water
quality by applicaton of a thorough process
control program. For example. more frequent jar
testing would provide data on which to base
chemical feed points. By monttoning turbidity from
the sedimentation basins several times each day,
chemical doses could be adjusted to optimize
sadimentation basin performance.

it would also be good practice to momtor the
turbidity of water from each of the filters. At the
present time, a daily turbidity value is being
recorded for water from the clearwell. This
measurement may mask higher turbidities coming
out of the filters. Significant breakthrough may be
occurrnng that would not be detected by the
present monitoring practice. With continuous
monitoring and recording of the turbidity of each
filter effluent, the increase in turbidity following
backwash could be observed along with the length
of time the elevated turbidity occurs. This would

indicate whether or not chemical addition has

been optimized.

The use of the flash mix unit, especiaily during the
times of the year when direct filtration can be
utilized. would probably reduce chemical usage.
Also. additional experimentation with polymer
products could result in the selection of more
effective coagulantflocculent aids.

Policies - Administration: Admimistrative policy
fimits the frequency with which the raw water
intake can be backwashed. As a result, the intake
pipes can accumulate a significant amount of silt
before backwashing, thus reducing the plant's
intake capability. More frequent backwashing
would eliminate these periodic mitations in raw
water supply.

Chemical Feed Facilities - Umit Design Adequacy:
Inability to feed a filter ad and.or flocculant ad
could result in poor plant performance during
periods of variable raw water quahty,

Alternate Power - Unit Design Adequacy: There is
no standby power capability at the plant.
Therefore, water would not be supplied to the
distribution system duning a power oulage.

Hydraulic - Umit Design Adequacy: Low stream
flows and upstream water use have resulted In
periods when no raw water 1s available to be
pumped nto the plant. Studies are presently
underway to incorporate in-stream or off- stream
storage to alleviate this problem.

In addition to the major factors limiting performance
discussed above, other minor performance-himiting
factors were noted dunng the evaluation. Action taken
to address these factors may not noticeably improve
plant performance, but may improve efficiency in plant
operation:

The lack of adequate disinfection could be a
problem when operating the plant above 166 L's
(3.8 mgd) because of the potential for short
circuiting of the clearweil and the limited detention
time provided in the transmission mains.

The lack of automatic continuous turbidity
monitoring and recording on the raw and finished
water from each filter requires the operations staff
to obtain this information manually on a periodic
basis. Not only does this require an additional ime
commitment from the operators, but periodic
information is not as effective as a continuous
record.

The pay of the chief cperator:superintendent is
approximately the same as the shift operators.
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This pay differential does not recognize the chief
operator's additional responsibility.

® |t is very difficult to sample the sludge discharge
lines from the sedimentation basins.

® Additional process control testing should be done
to provide more of a basis for process control
decisions. Examples of further testing would
include more frequent analysis of raw water
turbidity and alkalimty, along with measurements
of turbidities of the water leaving each
sedimentation basin and filter.

Projected Impact of a CCP

Resuits of the CPE indicated that plant performance.
based on daily measurements of turbidity from the
clearwell and a filter turbidity profile conducted during
the evaluation, was in compliance with applicable
drinking water regulations. The plant monitoring data
also showed very consistent plant performance for the
12-month period evaluated. As a result. a CCP was
not recommended at Plant 3.
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Plant 4

Facility Description

Plant 4 is owned and operated by the county water
and sewer district. It was constructed in 1970 and
serves approximately 81 connections, including the
school. It is a packaged. conventional plant and its
processes include pre-sedimentation, flocculation,
sedimentation, and filtration.

A stream fed largely by return flows from the local
irngation district, supplies the plant. Historically, the
creek flowed only intermittently, but the importation of
irrigation water with subsequent water losses to creek
drainage have significantly increased stream flows.
These artificially increased stream flows, coupled with
naturally erosive soils, have caused a severe
sedimentation and turbidity problem in the creek.

Plant flow records indicate an average daily water
production of 0.4 L/'s (10,000 gpd) in the winter and
2.6 L's (60.000 gpd) in the summer. Flow records,
obtained from the plant effluent meter, do not include
water used for filter backwash.

The CPE did not determine the accuracy of the
effluent flow meter, but the inconsistency of readings
taken over the day indicated a problem exists. The
influent flow rate is measured by a rectangular weir
located just prior to the flocculation basin.

At the time of the site wisit, the influent flow rate was
3.8 LU's (60 gpm). The plant operates at this rate for
various hours per day depending on demand. Plant 4
(see Figure 4-15) includes the following unit
processes:

¢ Manually-operated, 2-hp centrifugal raw water pump

e 22.7 million-L (6 mil gal) earthen pre-sedimentation
basin

e 1.5-hp, 3.8-l/s (60-gpm) turbine-type settled water
pump

e Chemical addition of alum and polymer without
flash mixing; both alum and polymer are mixed in
batches in 189-L and 114-L (50-gal and 30-gal)
tanks. respectively

e 1.2-m x 1.2-m (3.8-t x 4-ft), 2,290-L (605-gal)
Hlocculation chamber with a constant-speed. vertical
paddle wheel

® 0.9-m x 1.6-m (3-fA x 5.4-f), 2,290-L (605-gal)
sedimentation chamber with 6-degree tube settlers

® 0.9-m x 1.2-m (3.1-ft x 4.1-/f) mixed media filter
with perforated pipe underdrain system

e 1.5-hp, 3.B-Us (60-gpm)filtered water pump (to
clearwell)

® 5.hp, 14-Us (220-gpm) centrifugal backwash pump

® Chiorination system consisting of a calcium
hypochlorinator; solutions are made as needed in
189-L (50-gal) batches

® 45,420-L (12,000-gal) clearwell

¢ Two high-service centrifugal pumps: one 7.5-hp, 5-
L/s (B0-gpm), and one 3-hp, capacity unknown,
backup

Raw water is pumped through a 10-cm (4-in) line from
the creek to the pre- sedimentation basin. The 1.5-hp
turbine pump delivers water from the pre-
sedimentation basin through a 5-cm (2-in) line to the
plant. This pump is started automatically by a float
control in the clearwell and the flow rate is regulated
by a float-controlled valve in the chemical mix
chamber.

Alum and polymer are added in line to the raw water
prior to the chemical mix chamber. The manufacturer
originally designed this basin for the addition of calcite
to stabilize the raw water. Some mixing, but no flash
mixing, is provided both in the line and through the
chamber. After chemical addition, the water flows over
a rectangular weir and into a single-stage flocculation
basin with a detention time of 10 minutes at both
design and operating flows. The flocculator is a
constant-speed (12 rpm), vertical paddle wheel type.

Following flocculation, the water flows into the settling
chamber equipped with 6-degree horizontal tube
settlers. Seftled water flows over a weir onto a mixed
media filter equipped with a perforated pipe
underdrain. The filter operates on a constant
rate/variable head basis; a float-controlled effluent
valve regulates flow rate. Design filtration rate is 293
m3'm2'd (5 gpm/sq ft); the operating filtration rate was
determinaed to be 281 m3/ma/d (4.8 gpm/sq ft). Water
15 pumped out of the filter to the clearwsil,

Backwash 1s nitiated manually or automatically by
headloss across the filter: the filter 1s not equipped
with a surface wash. The backwash flow rate of 13.9
L/s (220 gpm) corresponds to a wash rate of 378
m3/m2'd (16.7 gpm/sq ft). Filter backwash water flows
by gravity to an earthen storage pond located
northwest of the plant, adjacent to the stream. Sludge
from the tube settlers is removed with the backwash
cycle.

Filtered water is disinfected with a calcium
hypochlorite solution within the clearwell and pumped
approximately 2.6 km (1.6 mi) to the town reservoir
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Figure 4-15. Plant 4 process flow diagram.
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Figure 4-16. Plant 4 parformance potential graph.

z Flow. apm
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(capacity of 50,000 gal [189.250 L) through a 10-cm
(4-in) line.

Major Unit Process Evaluation

The performanca potential graph is shown in Figure 4-
16. The slashed vertical line on the graph represents
both the design and operating flow rate of 3.8 L/s (60
gpm).

As seen in Figure 4-16, the raw water pumps were not
rated because actual pump output was not known.
The high-service pumps were rated at 4.4 Lis (70
gpm). slightly above the design flow. The flocculation
basin was rated at 0.8 Lis (13 gpm) when operated in
the sweep mode of coagulation and at 1.6 L/s (26
gpm) when operated in the direct filtration mode. The
rated flow was doubled for direct filtration because
shorter flocculation times are acceptable in this
operational mode. The flocculation basin was derated
because it is a single-stage unit and only provides 10
minutes of detention time at 3 3.8 L/s (60 gpm) flow
rate. Single-stage flocculation and short detention
times make formation of an adequate floc more
difficult.

The sedimentation basin was rated at 1.8 Lis (28
gpm) or 117 m3/ma/d (2.0 gpm/sq ft} surface overflow
rate (SOR) based on the capability of the tbe settler
to produce a clear water with the existing raw water
conditions. The design surface overflow rate of 251
md/maid (4.28 gpm/sq ft) is too high given the raw
water conditions and has resuited In excessive
carryover of solids to the filter.

The mixed media filter was rated at the design flow of
3.8 L/'s (60 gpm), which corresponds to a loading rate
of 293 m3/m2/d (5 gpm/sq ft). The backwash rate was
also rated at design. for up to 1,171 m¥m2d (20
gpm/sq ft). The condition of the media must be
restored (mudballs sliminated) and the support gravel
and underdrain integrity must be verified to justify this
rating. The backwash cycle must be extended and
surface wash ‘facilities should be added or the filter
will again become a major limiting factor at this plant.

Disinfection contact time was rated at 2.0 hr at flows
of up to 6.2 Us (98 gpm). This rating was justified
because of the long transmission line to town and the
189,250-L (50,000-gal) storage reservorr.
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The performance potential graph indicates that the
plant capacity is limited by the flocculation and
sedimentation unit processes. To achieve acceptable
finished water quality, the plant capacity may have lo
be limited to about 1.9 U/s (30 gpm) and operated for
longer periods of time to produce the daily amount
required.

Performance Assessment

A review of the finished water quality monitoring data
submitted to the State indicate that the plant is
operating at the current MCL for turbidity, 1.0 NTU, on
a monthly average. However, much of this data was
collected from the storage reservoir located in town,
2.6 km (1.6 mi) from the plant. Sampling at this point
violates the regulations and intent of the law.
Unreported records of turbidity data taken directly
from the filter reveal that numerous excursions above
the 1.0 NTU occurred on a regular basis for several
months. These data indicate the plant will have
difficulty meeting the SWTR turbidity MCL of 0.5 NTU
for 95 percent of the time. Figures 4-17, 4-18 and 4-
20 depict turbidity data from plant records, while
Figurs 4-19 shows turbidity data generated from
special CPE studies.

Inspection of the filter revealed a heavy layer of
chemical floc on the media surface and numerous
mudballs within the anthracite. The depths of media
were lound to be adequate. however, probing of the
media indicated the support gravel varied by as much
as a couple of inches in some areas of the filter. In
the past 18 years of operation. the filter media has
"sohdified” to a concrete-hke state twice, the last ime
about 5 years ago.

Media removal necessitated the use of a jackhammer.
Recently, the clearwell and in-town reservoir were
both cleaned for the first time. Four 189-L (50-gal)
barrels of media and sediment were removed from the
clearwell and a considerable amount of sediment was
removed from the hnished water storage reservorr in
lown.

Inspection of the automatic backwash cycle indicated
that the backwash ume was inadequate to clean the
filter media. This, coupled with the lack of a surface
wash, has allowed the filter tn accumulate mudballs.
The inadequate backwash not only results in costly
replacement of the media. but also makes production
of an acceptable finished water quality impossible.

Performance-Limiting Factors

The factors dentified as hawving a major effect on
performance on a long-term repetitive basis are
summanzed below in order of prionity:

1. Water Treatment Understanding - Operation: The
operator is newly hired and, while enthusiastic and
willing to learn, has had no training or background
in the science of water treatment.

2. Process Control Testing - Operation: Testing to
monitor the effectiveness of the treatment process
is inadequate. The available data clearly
substantiates turbidity MCL wiolations. (See
Figures 4-17 through 4-20.) During certain limes,
unacceptable water is supplied to the public,
exposing users to an unacceptable risk of
contracting waterborne diseases. At a mimmum,
turbidittes should be monitored in the plant
influent, sedimentation basin effluent, and filter
effluent several imes each day. Jar testing should
be done daily or at least when raw water
conditions change, to fine-tune chemical dosages.
Continuous-recording, in-line turbidimeters would
be very beneficial in providing information for
optimizing process control.

3. Plant Coverage - Administration: The operator
makes one brief visit to the ptant each day, which
1s not adequate to perform proper process control
testing, experimentation, and adjustments,
Addition of continuous-recording turbidimeters and
appropriate alarms could reduce the time spent at
the plant, but a mimimum of 2 hr each day will still
be required for process control testing.

4. Flocculation - Design: The plant design only
allows for single-stage flocculation and the
detention time is too short to allow optimum floc
formation before water flows to the sedimentation
chamber. The effect of flocculation may be
reduced it the plant could be run in the direct
filtration mode. However, the plant flow rate may
need to be reduced to overcome flocculation
deficiency.

Factors identified as having either a mimimal effect on
a routine basis or a major effect on a periodic basis
were prioritized and are summarized below.

1. Laboratory Space and Equipment - Design: The
operator has ng equipment other than a
turbidimeter to perform the necessary tests to
determmne raw and finished water guality. The
accuracy of the meter cannot even be verified,
because of a fack of equipment. There i1s no jar
testing or other equipment and supplies for
process control testing.

2. Operator Pay - Administration: The operator pay is
too low to compensate the operator for the
number of hours necessary to run the plant
properly. This pay does not offer an incentive for
keeping qualified operational personnel or for
providing adequate plant coverage.

3. Alarm Systems - Design: Because of a lack of an
alarm system, particularly on the finished water
turbidity, unacceptable water has been pumped
into the distrbution system on many occasions.
Without alarm systems and with minimal plant
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Figure 4-17. Plant 4 turbidity profile.
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Figure 4-20. Plant 4 turbidity profila , January, 1988.
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coverage, the operator is not aware of the water
quality being supplied to the town.

4. Staff Number - Administration: The district needs
to have a backup operator, so that the plant
manager can leave town for business or personal
reasons without leaving the plant unmanned.

5. Flash Mix - Design: Lack of a flash mix unit will
limit coagulation effectiveness and increase the
chemical requirement, particularly if the plant i1s
run in the direct filtration mode.

6. Sedimentation - Design: The surface loading rate
within the sedimentation chamber 1s too high to
allow floc to settle prior to flowing to the filter.
Better settling would improve or lengthen filter
runs. Operation in the direct filtration mode would
eliminate the sedimentation basin as a potential
problem since the floc that is produced is
filterable. but not settleable.

In addition to tha above major factors limiting
performance, other tactors identfied as having a
minor effect wera noted during the evaluation. Action
laken to address these factors may not noticeably
improve plant performance, but may improve the
efficiency of plant operation:

e Lack of a preventive maintenance program may
result in excessive equipment downtime, which
could be significant since there are no backup
systems.

e lack of filter surface wash may be contributing to
the inefficient washing of the filter.

e Lack of standby units for key equipment could
cause periods of plant downtime.

Projected Impact of a CCP

Resuilts of the CPE indicated performance was limited
by a number of factors in operation, administration,
and design. The evaluation team judged that a CCP
could help the plant make significant improvements in
finished water quality. Howevar, design limitations may
require the plant to operate at a reduced rate to
produce an acceptable finished water quality. In
addition, since many of the limiting factors are in the
areas of administration and design, some minor capital
improvements must be made and greater
administrative support to the plant (i.e.. higher
operator salary) must be provided to significantly
improve plant performance.
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Plant 5

Facility Description

Plant 5 is a direct filtration plant that was installed in
1978 to replace an older pressure filter. At the time of
the CPE, the system had a total of 1,122 connections.
Water for the plant is supplied from the southeast end
of a multiple use lake located about 29 km (18 mi) to
the northwest.

The plant's water treatment processes include
coagulant chemical feed (alum and polymer),
flocculation in a reaction basin, optional pre-
chlorination and non- ionic polymer filter aid feed,
filtration through four dual media filters, post-
chlorination, and gravity flow from the plant to storage
and distribution. The plant was designed for a flow
rate of 131 Lis (3 mgd). Plant flow records for a 12-
month period indicated an average daily flow of 26 Ls
(0.6 mgd). Average monthly flows during the same
period were 12-50 L's (0.28 and 1.16 mgd). Plant 5
(see Figure 4-21) includes the following unit
processes:

® Two 100-hp, 125-L's (1,980-gpm), vertical turbine
raw water pumps

® 36-cm (14-in) propeller influent flow meter at the
plant

@ Chemical addition of alum and cationic polymer
without flash mixing

e Three-compartment “reaction” basin that allows
mixing and detention time for flocculation, 6.1 m
(20 ft) in diameter, with a water depth of 2.3 m (7.6
ft)

® Four dual media fiters, each 3.5 m (11.5 ft) square
and 2.4 m (7.75 ft) deep, with heater/lateral-type
underdrains

® Two 60 hp, 167-L's (2.650-gpm) vertical turbine
backwash pumps

® 10-hp, 7-L's (112-gpm) vertical turbine surface
wash pump

® Two 378,500-L (100,000-gal)
backwash water storage basins

hypalon-lined

e Two submersible backwash water recycle pumps
® Gas chlorination system

® Two 3.8 million-L {1 mul-gal) steel ground level
reservairs

Water is pumped to the plant through a pair of 30-cm
{12-in) transmission mains. One pump is used at a
time and the pumps automatically alternate each time

one of them stops. The pumping rate through the
plant was measured at approximately 136 Ls (3.1
mgd), at the lime of the wisit. This is the “normal”
plant flow rate and remnains constant.

The influent flow meter was found to measure almost
13 percent less flow than was calculated to be
entering the clearwell. Meters typically measure less
flow with age, so the meter may need to be
recalibrated.

A vaive controls the flow to the plant during startup of
the raw water pumps. An onfice plate is located
downstream of the valve to regulate pressure for
optimum operation.

Alum and a cationic coagulant polymer are added to
the influent after the orifice plate. Typical feed rates
were 5-10 mg/L for alum and 0.1 mg/L for the cationic
polymer. No flash mixing i1s provided; however,
moving the chemical feed points to the onfice plate
would probably result in a hydraulic flash mix. At low
alum feed rates in a direct filtration plant. some type
of flash mixer must be provided.

The three compartment reaction basin allows some
flocculation to occur before filtration. Flow of the water
through the baffled compartments provides hydraulic
"agitation” of the water to promote floc formation. No
outside energy is input to the water, The reaction
basis has apparently been designed to decrease
turbulance as tlow proceeds through the
compartments. Approximately 8 minutes of detention
time are provided in the reaction basin at the narmal
flow rate.

Chlorine and a non-ioric polymer can be added just
ahead of the filters, but chlorine normally is added
only after filtration. The non-ionic polymer, Serapan. is
added ahead of the filters during some periods of the
year, for example, in winter when turbidities are low.

Water then enters an open influent channel where it is
distributed to the dual media filters. Flow through the
filters is regulated by effluent valves. As the headloss
across the filter builds up. the effluent valve gradually
opens 1o counteract this increase. Since the influent
flow to each filter cannot be equally split, the flow rate
through each filter is unknown. 61 c¢cm (24 in) of 0.90-
mm effective size anthracite and 15 cm (6 in) of 0.45-
to 0.55-mm effective size silica sand lie above the 53
cm (21 n) of layered support gravel. A header/lateral
piping underdrain system is focated at the bottomns of
the aluminum filter boxes. The filtration rate under
normal plant flow conditions is 234 m3'm2/d (4 gpm/sq
ft).

One interesting feature of the filters is the design of
the discharge header. The header profile nses in
elevation just before the water is discharged into the
clearwell. This discharge pipe then terminates just
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Plant § process flow diagram,

Figure 4-21,

sy

b
S N
] wolg — o
== |1 |
Ty p b
Iy ! 3
§ !
by [
puog Sunns by |
wolg I | |
dupohoey | | _
!
\ | ¢
sy J1mIY |
N | iy |

F——— - ——-—---
| ..vl.l.ll.llll_

S5 o O

wkjod
wny Buked  oowoy

sieaes

sdung
ysemxomg

spuog Juimag m
MM YSEMAIRY



Case Studies 325

above the floor of the clearwell. creating a negative
head in the discharge header from the filters. The
intensity of the negative head depends on the amount
of headloss across the filters, the plant flow rate, and
the depth of water in the clearwell. A plug can be
removed from the top of the tee fitting, thus
eliminating the negative head condition. It is not
known what effact this negative head condition has on
the filter operation, but its effects should be evaluated.

Backwash is initiated by adjustable headloss controls.
The two 60-hp pumps each provide 167 L/'s (2.650
gem) of backwash water from the clearwell at 21 m
(70 ft) of head. A rotating arm surface wash system
helps break up sediment at the surface of the filters
during backwash. The 10-hp surface washwater pump
can provide 7 L's (112 gpm) at 79 m (260 ft) of head.

The spent plant backwash water is stored in the two
hypalon-lined basins adjacent to the plant. After
settling overnight, the decant water is recycled back
into the plant by two submersible pumps. The valve
described previously holds the flow rate through the
plant constant duning recycle of the backwash water.

The production of the backwash pumps was restricted
by a butterfly valve to about 118 Ls (1,870 gpm) each
to prevent excessive media loss and disruption during
backwash. This represents a backwash rate of only
about 820 m3'med (14 gprmvsq ft); the backwash
pumps are capable of pumping as much as 167 Lis
{2,650 gpm), or 1.171 m¥'m2id (20 gpmvsq ft). Dual
media filters are typically backwashed at 878-1,171
m3:m2:d (15-20 gpmvsq ft).

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
22. The raw water pumps appear to be capable of
pumping at the plant design capacity of 131 L/s (3
mgd). During the plant evaluation, the plant flow rate
was measured by drawing down the clearwell and
measuning the average rate at which it filled with time.
This rate was measured at 136 L's (3.1 mad)).

The reaction basin was not a typical design and,
therefore, was rated in terms of detention time
provided. A detention time in flocculation basins of at
least 20 minutes normally is desirable to permit
adequate lloc formation in cold water conditions. (The
reaction rates of the coaqulanls are slowed
considerably in cold water.) To provide a 20-minute
detention time. the plant flow rate would have to be
decreased to 57 Lis (1.3 mgd). Achievement of this
rate would require the raw water pumps to be
rastricted in their output duning the winter months.

During warm water conditions. the flow rate
theoretically can be increased because reaction rates
of the coagulant chemicals are higher. The typical
minmum flocculation time tor warm water, which
appears in the design standards, is 10 minutes. To

provide 10 minutes, the plant flow rate would have to
be reduced to 114 L/s (2.6 mgd). Further evaluation
would be required to determine the actual detention
times necessary for successful flocculation.

The filters are the weakest major process. The most
significant factor affecting filter pertormance i1s air
binding. Air binding (accumulations of air within the
fiiters) has been a problem since the plant was
constructed. It is believed that the air coming into the
plant from the lake is very high in dissolved gases. As
water flows into the plant from the transmission pipe,
the pressure on the water is relieved, allowing the
dissolved gases to escape. The air accumulations are
s0 serious that the filters have to be allowed to “rest”
for several minutes prior to backwashing to allow the
gases to escape, so that they will not disrupt the
support gravel and filter media during backwash.
Based upon the uneven surface of the top of the
media in one filter, it is possible that accumulations
have disrupted the support gravel in the past. If
disruption of the support gravel has occurred, it would
need to be removed from the filter(s) and replaced.
Further investigation 1s needed to evaluate this
potential probiem before taking such drastic action.

During air binding, the effective filtration rate through
the filters i1s increased because the water must flow
around the air bubbles. The net area of the filters is
therefore reduced. resulting in an increase in effective
filtration rate. The only way to reduce the filtration rate
is to either eliminate the ar binding problem, or to
reduce the plant flow rate. The plant is now operating
at, or slightly above, the design filtration rate of 234
m3m2/d (4 gpmisq ft) or 136 Ls (3.09 mgd). Because
about 20 percent of the finished water must be used
for backwash water, the effective filtration rate is
reduced to 187 mdIm2/d (3.2 gpmisq ft) or 107 Us
(2.44 mgd). After observing the amount of arr released
from the filters, the evaluation team estimated that the
eftective filtration rate of the filters may have to be
reduced to about 117 m3'ma/d (2 gpmvsq ft) or 67 Lis
(1.52 mgd).

The automatic filter backwash cycles (headloss
initiated) did not appear to be long enough to properly
clean the filters. The water was still dirty as the
backwash cycle ended. Improper cleaning of the filters
can lead to poor treatment and short filter runs.

Performance Assessment

Finished water quality data from the past year
indicated that the plant was operating within the 1.0-
NTU standard for finished water turbidity, although
incoming turbidities are extremely variable. Winter
turbidities are often less than 5 NTU, and usually less
than 10 NTU, while spring and summer turbidities can
vary widely, even within a given day. Prevailing
westerly winds often stir up sediment in the relatively
shallow lake, resulting in raw water turbidities of 50-
280 NTU. Monthly average turbidities are reported
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Figure 4-22. Plant 5 parformance potential graph.

Flow, mad
Unit Process 1 2 a
Raw-water Pumps
Winter - 20 min Summer - 10 min
Reaction Tank 11.3 mgd) (2.6 mgd)
HOT, min 26 [ 13 ]
Filters' (1.5 mga) (2.4 mgd)
HLR, gpavsa f |
Chiorination :
Cabntact ime. min 60 180 12b
Design
Capacity

! Flow reduced 10 2.44 mgd to account for 20 percent of the produchion being used lor backwash water
The flow may have (0 be reduced even lurther (10 approxmalely 1.5 mga) because of ar binding.

typically at 0.5 NTU or less, but turbidities of 0.5-0.6
NTU range were reported for a lew months.

Finished water quality data is taken from the plant
potable water systern. which pumps water from the
clearwell. Readings are typically taken at about 9 a.m.
after the plant has been shut down overright. Figure
4-23 shows. under current operating conditions. tha
number of days each month that Plant 5 would be in
violation of the SWTR effluent turbidity standard.
which will require that fimshed water turbidity be 0.5
NTU or less at least 35 percent of the time.

Inspection of Filter 2 atter dewatering did not detect
the presence of any mudballs; there was. however,
deep penetration of the floc into the anthracite. This in
itselt 1s not necessarily indicative of a problem, but a
vanation ol about 5 ¢cm (2 in) n the elevation of the
top of the anthracite media indicates a patentally
serious problem with the condition of the support
gravel.

The presence of filter sand and anthracite in the
clearwell also indicates a potential problem. This
matenal was cleaned out of the clearwell previously
but has since accumulated. If the support gravel were
in proper condition, the fhiter sand and anthracite
layers would not break through to the underdrains.
Readings taken after backwash of Filter 2 during the
site wisit indicated that the hiter effluent turbidity
exceeded 1.0 NTU. This i1s of concern both for the
present standard of 1.0 NTU and the proposed 0.5-
NTU standard. These data are presented in a graph in
Figure 4-24,

Over the past several years, the State has completed
microscopic particulate examinations (MPEs) of the
finished water to determine the effectiveness of the
filtration process. These have shown that the finished
water contains a large amount of particles (algae,
insect eggs. etc.). which indicates that. at times. the
filters are not operating well.

Performance-Limiting Factors

The factors idenufied as having a major effect on
performance on a long-term repetitive basis are
summarized below in order of prionty:

1. Operator Application of Concepts Operation:
Varying raw water qualty requires changes in
chemical feed rates and plant flow rates to
maintain acceptable fimshed water quality. The
plant had no orgamzed process control program to
provide information o base operational decisions
upon. Although the operators had a good
understanding of water treatment, they were not
applying that knowledge fuily.

2. Process Control Testing - Operation: Proper
operation of a direct filtration plant requires regular
process control testing so that chemical doses
can be optimized. Jar tec...2. followed by filtration
through Whatman #40 paper filters, i1s a
reasonable simulation of the direct filtration
process. This reqgular testing was not being done
at the plant.

3. Filtration - Design: Turbidity measurements taken
at the time of the evaluation and MPE testing
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Figure 4-23. Plant 5 potential for SWTR compliance.

Number of Days in Violation of Proposed Turbidity Standard
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done by the State demonstrate that the filters do

have a performance problem. The presence of

filter media in the clearwell indicates that the
support gravel may have been damaged in the
past. If the support gravel is in fact damaged, 2;
replacement to the media will be necessary. Filter
capacity and finished water quality is being
affected by severe air binding. Periods of high
turbidity also require frequent backwashing, which
further reduces plant capacity. If the support
gravel is in good condition, then the filters could 3.
be rated as a lower priority factor and the filtration

rate decreased because of the air binding problem

and backwash water requiraments.

Factors identified as having either a mimmal effect on 4.
a routine basis, or a major effect on a periodic basis
ware prioritized and are summarized below.

1. Turbidity - Design: The turbidity of the raw water
often exceeds that normally recommended for the
direct filtration treatment mode. During periods of
high turbidity. it may be necessary to reduce plant
flow rates to produce an acceptable finished

Days Allowed

/ Above 0.5 NTU

u Sep l Nov Dec Jan Feb Mar Apr May Jun Jul

88 88 88 88

water. Nearly constant backwashing may also be
necessary because of the solids load to the filter,
which will reduce the effective plant capacity.

Plant Coverage - Administration: The plant is not
attended on weekends and the operators are
often away from the plant during weekdays
performing other duties. As a result, periods of
poor finished water quality could go undetected.

Lack of Standby Units - Design: There are no
standby alum and polymer feed units, Failure of
one of the units would severely affect plant
performance.

Automated Process Monitoring - Design: A lack of
continuous monitoring turbidimeters on the raw
water quality at the lake pumping station and on
the effluent line from each filter makes plant
operation more difficult. Turbidity momtoring on
the raw water would allow increases in raw water
turbidity to be anticipated, so that treatment could
likely be improved. Monitoring of the filter effluent
quality would provide information necessary to
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Figure 4-24, Finished water turbidity profile after backwash of filter 2 - Plant 5.
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adjust chemical feed rates and. therefore,

optimize filter performance.

5. Reactor Basin - Design: The reactor basin may
provide inadequate detention time to allow
chemicals to react and flocculate during cold
water conditions. As a result, the plant flow may
have to be reduced substantially during the winter.

6. Inoperabiity Due to Weather Design: As
discovered during the summer of 1985, drought
can severely impact the availability of water from
the lake. The raw water intake is located in a
shallow corner of the lake and considerable
attention has been given to relocating the intake
to a deeper portion of the lake. An engineenng
study has been completed that evaluates the
alternatives tor another intake location.

In addition to the above major factors limiting
pertormance, other minor factors were noted during
the evaluation. Action taken to address these factors
may not noticeably improve plant performance, but
may improve the efficiency of plant operation:

® Funding the operation of the wastewater system
through water revenues is not a good practice.
Each utility should be self sufficient.

Minutes

e Better communication of priorities to the plant staff
and better teamwork among staff members could
improve plant performance.

® Return of spent backwash water to the influent can
rasult in increased raw water turbidities and a
change in raw water chemical characteristics.

e The alum and cationic polymer feed points provide
no fHash mix of the chemicals. Movement of the
chemical feed points to just pnor to the orifice plate
would provide better mixing.

Projected Impact of a CCP

It was projected that a CCP would help Plant 5
achieve better performance. Results of the CPE
indicated that the plant was limited by a number of
factors, primarily in operation and design. Because of
the design limitations, the plant would need to reduce
its operating rate to produce an acceptable finished
water quality. Some capital investment could be
necessary, depending upon the condition of the filters.

It was recommended that the city continue its efforts
to construct a new water intake on the lake. The new
intake would appear to improve the quality of the raw
water, as well as the reliability of the water source.
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CCP Results

A CCP was initiated, at which time the plant flow rate
was reduced so that design-related limitations could
be addressed. During the initial site wisit. the CCP
team developed a daily data sheet and implemented a
procedure describing process control testing. In
addition, procedures were developed for calibrating
chemical feeders and calculating chamical dosages so
that chemical feed rates could be accurately applied.
Special studies were implemented to determine the
effect of operating the plant at a reduced flow rate and
operating the filters without a negative pressure.

At the conclusion of the first visit, the plant was
operated at 69 L's (1,100 gpm) rather than at 132 L's
{2,100 gpm) and a plug was removed from the filter
effluent header to release the neqative pressure from
the filter. Chemical feed rates were not changed. The
CCP team developed an action list and assigned tasks
to the operating staff and admimstrators with due
dates to ensure activity continued until the next site
visit.

During an additional two site visits and weekly phone
consultation sessions, the CCP team explained the
conduct and interpretation of the jar testfilter paper
procedure to the operating staff. This, coupled with
activities from the first site wvisit. launched full
implementation of the process control program,
including evaluating raw water quality and making a
determination of the correct coagulant and filter aid
feed rates.

The only physical change to the plant was the
relocation of the feed ponts for alum and cationic
polymer addition to take advantage of a hydraulic flash
mix at an orifice plate located in the influent piping.
City administrators were also convinced to allow time
for the operating staff to remain at the plant so that
they could conduct process control testing and make
plant adjustments.

Figure 4-25 shows the significant improvement in
plant performance achieved by Plant 5 during the
conduct of the CCP. Plant operation improved after
reducing the plant flow rate and eliminatng the
negative pressure on the filter bottoms in Apni, but
performance remained erratic until process control,
including chemical adjustments, was implemented in
July. After July, plant fimshed water turbidities
remained very consistent at about 0.1 to 0.2 NTU
through the duration of the project, even though raw
water turbidities varied widely (Figure 4-26). Plant
finished water quality remained below 0.3 NTU even
when the raw water turbidities reached 70 NTU,
because the operating staff consistently monitored
varying raw water quality and responded by changing
chemical feed rates.

Plant performance was especially impressive since
influent turbidities frequently exceeded values thought

to be treatable with direct filtration (e.g., less than 50
NTU). Another indication of improved performance
was that filter effluent turbidity following a backwash
did not exceed 0.3 NTU and returned to 0.15 NTU
within minutes after the wash.

The CCP proved that the plant could achieve
compliance with SWTR turbidity requirements without
major capital improvements. City administrators had
planned on spending an estmated $1,000,000 on
construction of sedimentation basin facilites and
related improvements. After the CCP, they decided to
delay any construction until water demands required
the plant to be operated at higher rates. The plant
staff developed increased confidence that excellent
quality water could be produced despite high raw
water turbidities, and they developed a level of pride
that did not allow them to accept marginal finished
water quality. In addition, the jar test/filter paper
procedure proved to be a valuable process control
tool that allowed accurate selection of coagulant
doses.
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Figure 4-25. Finlshed water turbidities during CCP for Plant 5.
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Figure 4-26. Raw water turbidities during CCP for Plant 5.
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Plant 6

Facllity Description

Plant 6 was built in 1916, and underwent major
modifications in 1923 and 1960. To date the plant
serves approximately 5,000 people, with no significant
industrial users. The plant's water source is the
nearby river. The plant is a 175-L's (4-mgd) lime
softening facility with pre-sedimentation, rapid mix and
flocculation (in a solids contact unit), filtration, and
disinfection. The maximum quantity of water produced
over a 12-month period was 1,182 Lis (4.15 mgd) and
the lowest was 17 Us (0.39 mgd). Plant flow is
measured by a raw water meter ahead of the solids
contact unit, and by a master meter following the
high-service pumps.

The city is currently under a compliance schedule
from the State to curtail the discharge of untreated
sludge into the nver. The city has applied for funds for
the construction of sludge handling facilities and for
other plant modifications. Plant 6 consists of the
following unit processes (see Figure 4- 27):

® Four split-case centrifugal raw water pumps: two 69
Lis (1.800 gpm) and two 50 Ls (800 gpm)

e Pre-sedimentation basin divided into five sections,
total volume of about 3.8 million L (1 mil gal)

e Three non-clog centrifugal pumps (one 63-Lis
[1.000-gpm] and two 94-L's [1.500-gpm]) as
intermediate pumps for transterring water from the
pre-sedimentation basin to the solids contact unt

e Chemical addition of iguid catiomic coagulant, alum,
filter aid. polyphosphate, ime. soda water. carbon
dioxide, activated carbon, and gaseous chlorine

® Solids contact unit with a total surface area of 144
m2 (1.555 sq ft) and a 3.1-m (10-ft) depth. A
mechanical 10-hp rapid mix umit 15 located in the
solids contact unit.

® Recarbonation chamber to
softening

reduce pH after

e Seven single media sand filters with a total surface
area of 167 m2 (1,800 sg ft); three in the plant
addition with surface area of 33 m2 (360 sq f)
each. and four in the old plant with surtace area of
17 m2 (180 sq ft)

Two chlorinators
® 487.130-L (128,700-gal) clearwell

® Four vertical turbine high-service pumps: three 88-
L's (1.400 gpm) and one 63-L's (1.000 gpm)

Raw water is pumped from the nver to the pre-
sedimentation basin. Two of the raw water pumps are
located in the basement of the plant and two are
located in a pumping station north of the plant. A
hand-cleaned basket strainer prowides preliminary
screening for the two raw water pumps located in the
plant basement. The five separate chambers in the
pre-sedimentation basin are normally run in series. but
may be run in series, parallel, or any combination.
Sludge is removed from the basin manually, and when
the pre-sedimentation basin is cleaned the sludge 1s
discharged directly to the river. From the pre-
sedimentation basin, water 1s pumped by the three
intermediate pumps to the solids contact unit, Chionne
may be added ahead of the solids contact unt, if
necessary.

In the solids contact unit, alum. polymer. lime, soda
water, and activated carbon are added for softening,
turbidity removal, and taste and odor control.
Flocculation and rapid mixing both take place in the
contact unit. From the solids contact unit. water flows
by gravity to the recarbonation chamber. where
carbon dioxide generated onsite by burming natural
gas I1s added to reduce pH after softening.
Polyphosphates are added prior to filtration,

The design filtration rate is 117 m3'm2.d (2 gpmisq f).
Filtration rates are controlled by an effluent regulator
on the basis of flow and headloss. The filters are
backwashed with finished water from the clearwell
pumped by one 189-L s (3.000-gpm) backwash pump.
Backwash water flow is measured by a Venturi meter
and totalized at the main instrument control panel.

Filtered water is disinfected with chlorine dosed at a
feed rate of 1-2 ppm. Disinfected water then flows to
the clearwell. The clearwell detention ume is 46
minutes at a plant flow of 175 L's (4 mgd).

The three high-service pumps deliver the water to the
distribution system.

There are no facilities avallable for the disposal of
sludge. Sludge generated from cleaning the pre-
sedimentation basins, solids contact unit, and the
spent filter backwash water 1s piped untreated lo the
rver.

Major Unit Process Evaluation

The performance potential graph 1s shown in Figure 4-
28. The raw water pumps were rated at 208 Lis (4.75
mgd). based on nformation from a previous
engineenng study. The pre-sedimentation basin was
rated at 175 L's (4 mgd) assuming that a coaguiant
aid could be added prior to the basin. At 175 Ls (4
mgd). the basin has a detention time greater than the
3-hr minimum recommended by the Ten State
Standards.
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Figure 4-28. Plant & performance potential graph.
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The intermediate pumps were rated at 167 L/s (3.8
mgd). slightly less than the 175-L/s (4-mgd) design
capacity, based on a previous study. Based on a
surface overflow rate of 58 m3ma/d (1 gpm/sq f), the
solids contact unit was rated at 96 L/s (2.2 mgd), well
below the plant design capacity.

The flilters were rated at 228 L/s (5.2 mgd) based on a
filtration rate of 117 m3/m2/d (2 gpm/sq ). This rating
assumes successful use of a filter aid and hand-raking
of the filters during backwash.

Because the clearwell has such a small volume in
relation to total plant production, the disinfection
contact time was rated at only 8.8 L/s (0.2 mgd).
Current design standards require a minimum
disinfection contact time of 2 hr, but the clearwsll
provides only 46 minutes at 175 L/s (4 mgd). When
the plant produces water with a turbidity greater than

1.0 NTU, the chlorine contact time must be adequate
to ensure disinfection of any pathogenic organisms
that may have passed through the plant's previous
treatment steps.

The high-service pumps are rated at 241 L's (5.5
mgd).In summary, the solids contact unit imits plant
capacity to 96 L's (2.2 mgd) during periods of high
turbidity. An operational rate greater than 96 Lis (2.2
mgd) may result in increased solids carryover from
the solids contact unit to the filters, with a subsequent
decrease in filter performance and overall plant
performance. Also, if bypass of the solids contact unit
becomes necessary, provisions must be made to add
coagulants prior to filtration.

Performance Assessment
Finished water quality monitoning data indicated that
the plant had been operating in compliance with the
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current turbidity MCL of less than 1.0 NTU on a
monthly average. However, the MCL had been
exceeded on days within certain months. The highest
finished water turbidities were noted at a time when
the solids contact unit was being bypassed for
cleaning. Plant records indicated that no coagulant
aids were added at tmes when the solids contact unit
was bypassed, an unacceptable practice.

Figures 4-29 through 4-31 show selected plant
operating data. The data shown in these figures
suggest that the plant will experience difficulty in
complying with the SWTR. which establishes a MCL
for turbidity of 0.5 NTU for 95 percent of the time.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetitive basis are
summarized below and listed in order of prionty.

1. QOperator Applications ot Concepts and Testing to
Process Control - Operation: The operators had a
good understanding of water treatment but were
not applying that knowledge fully. For example,
direct filtration without chemical pretreatment can
result in a sigmificant health risk to the consumers.
The Filter 6 effluent turbidity plot presented in
Figure 4- 30 is from a special CPE study and
indicates that the coagulation process has not
been optimized.

2. [Disinfection - Design: The limited volume of the
clearwell results in inadequate chlonne contact
ume, which in turn limits the time the chlorine has
to act on pathogenic orgamsms that may have
passed through the previous treatment process.
There was also an inadequate free chlorine
residual in the finished water leaving the plant.

3. Sludge Disposal - Design: No sludge disposal
facilities exist to treat the sludge generated in the
water treatment process. The city is in violation of
the State Clean Water Act because of the
discharge of sludge to the nver and has hired a
consultant to evaluate the problem and design a
remedy.

Factors identified as having either a minimal effect on
a routine basis. or a major effect on a periodic basis
were prionized and are summarized below.

1. Process Flexibility Design: There are no
provisions for chemical feed to the pre-
sedimentation basin or to the filter influent.
Addition of these chemical feed points would allow
operators to better control finished water quality.

2. Process Control Testing - Operation: The absence
of or the wrong type of process control testing
results in improper operational control decisions.
The solids contact unit should be monitored mora

Figura 4-29. Plant 6 direct flltration results, February 1988,
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Figure 4-30. Plant § effluent turbidity after backwash,
September 21, 1988,
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Figure 4-31. Plant 6 turbidity.

Days Exceeded 0.5 NTU
-J

4
3
95% Compliance
2
! = )
0 Jul Aug  Sep Oct  Nov

87 8 87 87 87 87

thoroughly and more frequently. Sample taps and
continuous monitoring turbidimaters should be
installed on each filter effluent so that discrete
changes in filter performance may be observed
before substandard quality water is produced.
Process control activities should be integrated into
the daily routine of aperation.

3. Solids Contact Unit - Design: The solids contact
unit severely limits flow during peak periods when
the surface overflow rate becomes excessive, and
results in a high solids loading to the filters.

4. Planning and Guidance - Administration: More
emphasis should be placed on ongoing capital
improvement and replacement of squipment.
Long-term reliability of the plant has been
|jeopardized by a reluctance to make necessary
expenditures. Administration should develop an
integrated approach to setting goals, not only for
maintenance and process control, but also for
meeting minimum finished water quality goals and
sludge discharge limitations.

In addition to the above major factors hmiting
performance. other factors identified as having a
minor effect were noted dunng the evaluation. Qverall,

Jan  Fed Mar Apr May Jun Jul
88 88 88 88 88 88 88

Date

there is a heavy focus on maintenance at the expense
of adequate process control. Action taken to address
these factors may not noticeably improve plant
performance, but may improve the efficiency of plant
operation:

e The screens on the raw water pumps plug with
moss at certain times of the year. Cleaning the
screens is very labor intensive. Frequent plugging
of the screens affects water quantity more than
finished water quality.

e If filter aids are used to improve filter performance,
it may be necessary to agitate the filters by hand
during backwash to facilitate cleaning. This practice
will be rather labor intensive.

Projected Impact of a CCP

The evaluation team believed that a CCP that
addressed factors related to plant operation, such as
operator application of concepts, process control
testing, and flexibility could improve plant performance
for the majority of the year. However, continuous
compliance with proposed requlations for finished
water (urbidity and disinfection, and with existing
NPDES permit limitations on sludge discharge to the
river, would require design modifications as well.
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Plant 7

Facllity Description

Plant 7 is a conventional plant that treats water from a
river for industrial and domestic use by the city. The
peak day demand for a 12-month period was 202 U/s
(4.6 mgd) based on plant records. Plant 7 includes the
following unit processes (see Figure 4-32).

e Concrete river intake structure that houses
manually cleaned bar screens, 1.9-cm (3/4-in)
spacing.

e Three manually operated raw water pumps: one
turbine - 126 L/s (2,000 gpm), and two centrifugal -
126 U/s (2,000 gpm) and 88 L/s (1,400 gpm)

e Three turbine pumps used to pump raw water
directly to a large refinery; ona 76 L’s (1,200 gpm)
and two 126 L/s (2,000 gpm)

e 46-cm (18-in) Parshall flume used to monitor raw
water influent flow

® Liquid alum feed pump with a backup dry alum feed
system

® Polymer feed pump
e Fluoride feed system for sodium silica fluonde

e Six manually-cleaned, uncovered "hydraulic”
flocculatton basins ("mud basins"), each with a
volume of approximately 81,400 L (21,500 qal)

® Two manually cleaned sedimentation basins., one
coverad and one uncuvered. Each basin has a
volume of approximately 2.8 million L (750,000 gal).
Basin effluent is transterred to the filters through a
61-cm (24-in) pipe

e Two 8.5-m x 7.6-m (28-ft x 25-) mixed media
filters

e Gas chlorination system

e Two liltered water “transfer” pumps controlled by
an altitude valve that “transfer” filtered water 10 a
standpipe or to the high-service pumps

e On-site standpipe with a capacity of approximately
94,625 L (25.000 gal)

e Five high-service centrifugal pumps: two 157 L's
{2.500 gpm), one 126 L/s (2,000 gpm), one 63 U's
(1.00G gpm), and 38 Lss (600 gpm)

@ Sludge holding lagoon of approximately 3.4 million
L {900,000 gal) capacity

® (On-site storage of sludge from the holding lagoon

River water is drawn from the concrete intake
structure located in the middle of the nver through
41-, 36-, and 51-cm (16-, 14-, and 20-in) lines. The
intake structure is modified during winter months to
include a perforated culvert intake, which lessens the
impact of pack ice. A portion of the raw water from
the intake structure is pumped directly to a local
refinery.

Raw water pumps located in a pump station adjacent
1o the plant deliver the desired volume of water for
treatment. The operators indicated that the lurbine
pump is unable to achieve rated capacity output. The
pumps discharge to a Parshall flume. At the time of
the CPE, sodium silica fluoride and liquid alum were
being added just upstream of the throat of the Parshall
flume. The superintendent had only recently switched
from dry to hquid alum. Historically, polymer had also
been added at the flume location.

After the flume, the water flows to the "mud basins.”
a series of six tanks used for flocculation. The basins
appeared to be functioning well even though the only
energy impact was that generated hydraulically. The
operators indicated that observing the floc formation in
these basins was critical in adjusting the chemical
dosages to the raw water. These basins are not used
in the winter because of icing problems. The basins
have noticeably deteriorating concretle, and a
consultant had been retained to evaluate their
structural integrity.

From the mud basins. water flows in series through
two manually cleaned sedimentation basins. The first
basin is uncovered and 1s used only during warm
weather months. During winter operation, the covered
basin is used for both flocculation and sedimentation.
The basins are cleaned manually approximately six
limes each year, and the sludge is pumped to the
earth sludge holding pond; 3-6 hr are required to
clean the basins, and no routine sampling is done on
them.

Effluent from the covered sedimentation basin i1s
collected in a 61-cm (24-in) pipe and delivered to the
mixed-media filters. The filtration rate 1s controlled by
a transfer pump located at the discharge from each
filter. The transfer pump discharges filtered water to
the distribution headers of the high-service pumps and
to an on-site standpipe. The transfer pumping rate is
controlled by demand and by an altitude valve which
receives a signal from a pressure sensor on the on-
site standpipe. This filter control has been set to
respond relatively slowly so as to minimize rapid
fluctuations in filtration rate.

Backwash consists of a surface wash and gravity
backwash using the water stored in the standpipe. At
the time of the CPE, filter runs were approximately 10-
20 days, and a dirty filter was started and stopped on
a daily basis. Backwashing was intended to be
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Figure 4-32. Plant 7 process flow diagram.
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nitiated when the headloss exceeded 2.4-2.7 m (8-9
ft) or the effluent turbidity exceeded 0.5 NTU.
Backwash water was directed to the sludge holding
pond.

After filtration, the plant effluent is chlorinated and
pumped by the high- service pumps to the distribution
system. The plant does not have a clearwell to allow
contact time of the chlorine with the treated water,
and the first consumer is located approximately 275 m
(300 yd) from the plant site. The target chlorine
residual is 0.7-0.8 mg/L.

Operators attempt to match water demand with high-
service pumping. However, caution 15 used in turning
on high-service pumps so as to avaid high pressure in
the distribution system. Excessive system pressures
have resulted in broken lines bacause of the existance
of old pipes n the system. The 38-L's (600-gpm)
high-service pump was out of service at the time of
the CPE.

Sludge from the sedimentation basins and the filter
backwashes is stored in the unlined sludge storage
tagoon from which it is dredged approximately every 2
years and stored in a ditch adjacent to the lagoon.
Supernatant from the lagoons is pumped back to the
head of the plant.

Driad sludge is removed from the ditch and stockpiled
on the plant side. Present stockpile volumes have
practically filled the available space. and altarnative
disposal options will be necessary in the foreseeable
future.

Operation is almost totally manual. Pump settings.
chemical dosage rates, and filter backwashing are all
initated manually by the plant operators. The plant is
staffed 24 hr every day with four operators rotating
shifts every 28 days. A relief operator is available.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
33. The flocculation basins were rated based on a
detention tme of 40 minutes, which resulted n a
capacity rating ol approximately 206 L's (4.7 mgd).
The 40-minute detention time rating 1s relatively
conservative but is justiied because maechanical
mixing is not provided. This rating is shightly higher
than the current peak demand: therefore, the unit
process is deemed satistactory.

The sedimentation basins were rated on a hydraulic
loading rate of 12 m3'm2/d (300 gpd/sq ft ) and a
detention time of 5.4 hr bacause of the relatively poor
outlet structure (8.g., a 61-cm [24-in] pipe) and the
absence of mechanical sludge removal. Polymer
addition was assumed in establishing this rating.
Based on these criteria, the capability of the

sedimentation basins was assessed as 263 L/s (6
mgd).

The mixed media filters were assessed based on a
filtration rate of 293 m¥m2/d (5 gpm/sq ft). At this
rate, a potential capacity of 438 L/s (10 mgd) was
projected for the existing filters.

Disinfection capability was severely limited based on
current state criteria of a 2-hr detention time after
chlorination. A capacity of 11 Ls (0.25 mgd) was
projected based on the 2-hr standard and the
approximation that there are 274 m (300 yd) of 36-cm
and 41-cm (14- and 16-in) pipes prior to the first
system user. Despite revisions of existing regulations
that may allow lower detention times, the absence of
any clearwell or contact basin will remain a unit
process limitation.

Except for the noted limitation in the disinfection
process. unit processes were assessed adequate to
meet the current peak demand of 202 L's (4.6 magd).

Performance Assessment

In general, the CPE indicated that a high quality water
(e.g.. turbidities less than 0.15 NTU) was produced.
However, some difficulty with performance was
indicated during winter operation. Figure 4-34, which
shows a plot of filter turbidity and headloss vs. time,
indicates an excessively long recovery time after
backwash of Filter 1 (e.g.. 36 hr until effluent turbidity
stabilized). |deally, performance stability would be
achieved in less than 10 minutes. Also shown is a
period of approximately 12 hr in which the turbidity
exceeded the current state criteria of 1 NTU. Cold.
low turbidity, low alkalinity water and use of only the
covered sedimentation basin may have contributed in
part to the noted difficulties. Greater operational
control and perhaps additional chemical conditioning
may be required to improve performance.

Another problem indicated on Figure 4-34 is the time
of deteriorated performance before a filter backwash
was implemented. Turbidities increased from the 0.1
NTU range to the 0.35 NTU range, and approximately
1 full day passed before the operators initiated
backwash. Failure to backwash when turbidity begins
to increase can allow significant breakthrough of
particles, causing a potential health risk for the
community, Figure 4-35 shows March 1989 turbidity
data for Fiter 2 with results similar to those in Figure
4-34. The performance problem indicated on Figure 4-
35. however, 1s much more severe, Initial turbidities,
after filter startup, exceeded the state requiremants
(1.0 NTU) for over a day. Additionally, backwashing
was delayed for approximately 3.5 days from the time
indicated by plant data. Proper chemical conditioning
and closer attention to the need to backwash would
have lessened the potential for heaith risk
demonstrated by these data analyses.
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Figure 4-33. Plant ¥ performance potential graph.
Flow, mgd

Unit Process 2 a 6 8 10 12
Flocculation!

Detention time, min 93 46 I
Sedimentation?

SOR, gpdisa ft 100 200 340

HDT, hr 16.2 a1 5|4
Filtration

HLR, gpmusq ht 1 2 3 4 4
Disintection?

Contact tme, min |

Actual Max. Day

5/88 - 4/89

! Flocculavon basin raled at 40-min HDT because there 15 no mechamical mixng.
2 Raled at 300 gpd/sq ht and 5.4 hr because there 1s a poor oullet and no sludge collacton equipment. Assumes polymer use.,
¥ Based on current Stale standard of 2-hr HDT. Assumed 300 yd ol 14- and 16-n pipe to first user. Standards are beng revised and

lower detention tmes may be allowed for existing plants

During the CPE, a special study on filter startup was
conducted under spring runoff water conditions.
During the study, Filter 1 was removed from service
for backwashing and Filter 2 was placed in service.
The results of this analysis showed that turbidities
never exceeded 0.15 NTU dunng and after startup of
Filter 2. The stability of the filter's performance was
also demonstrated when the flow was increased
dramatically over a short period of time and no
increase in turbidity occurred. An additional
evaluation of the surface of Filter 1 after backwash
ravealed no mudballs, indicating that the backwash
procedure was adequate.

Performance-Limiting Factors

The following factor was identified as having a major
adverse effect on pertformance on a long-term
repetitive basis.

1. Disinfection - Design: A detention time of 2 hr s
not avalable at the plant to ensure effective
disinfection of the treated water prior to use. The
new regulations that will be promulgated as a
result of the SWTR and/or current state criteria
may necessitate capital improvements in order to
provide adequate disinfection capability. This
factor was asterisked because the final rule and
direction could not be established until the latter
part of 1988.

Factors identified as having either a minimal effect on
a routing basis, or a major effect on a periodic basis
were prioritized and are summanzed below:

1. Supervision/Staff Morale - Administrative:
Communication between adminisirative personnel
and the plant staff, and communication among the
staff is limited and strained. As a result of the
limited communication; data interpretation,
initiative, maintenance efforts, proper process
adjustments, understanding of standard operating
procedures, and "cross training” of personnel are
limited, The operators seem to function
independently on each shift. This hmited
interaction is beleved to be a major contributing
factor to the poor operational decisions that
resulted in the deteriorated filter performance
documented in Figures 4-34 and 4-35.
Administrative skills and operator attitude will have
to be addressed to eliminate the impact of this
factor.

2. Application of Concepts - Operation: Inability to
apply proper concepts to optimize umit process
performance was identified for several reasons.
First the supervision/staff morale problem limits
the capability of current personnel to learn from
each other and. therefore, limits their capability to
properly and consistently apply basic concepts to
operational decisions. Also, the practice of
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Figure 4-34. Turbidity and headioss profilas for filter 1 - Plant 7.
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routinely starting up a dirty filter and of occasion-
ally "bumping” the fiters with large changes in
flow rate can and has resulted in turbidity spikes
and the associated breakthrough of particles.
Particle breakthrough represents a high potential
health risk.

3. Policies - Administration: The implementation of
very light fiscal policies hmits the expenditure of
funds for necessary items. The lack of in-line
turbidimeters for the two filters. an additional
polymer feed pump, and use of polymer was
assessed to be impacting plant performance. The
CPE did not identify where these policies were

ariginating. It was felt that mproved
communication would greatly assist in addressing
this factor.

Chemical feed capability was identified as having a
minor impact on performance. Mowving the
alumvcoagulant feed pont from its present location to
the throat of the Parshall flume would allow a better
rapid mix to occur and may result in lower chemical
usa. As a side benefit, the raw water sample could be
taken in the chemical feed room. aithough the sample
would contain fluonde.

Projected Impact of a CCP

Generally, the plant was producing a high quality
treated water. As such, a CCP would not dramatically
improve water quality. However, intangibles such as
communication, operational concepts, and a "tight"
fiscal policy represent deep-seated problems that may
be difficult to address using past practices. From this
point of view, an external facilitator may be necessary
to impact the current situation.

In lieu of a CCP, it was recommended that the
community pursue a correction effort 1o address the
factors identified as limiting plant performance,
recognizing that they will be difficult and time
consuming to eliminate.
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Plant 8

Facllity Description

Plant 8. operated by the county sewer and water
district, treats water from a nearby river for domestic
use by the town and a local rural water system. The
plant, which began operation in 1981, utilizes a solids
contact clarification/filtration process. Extreme
variations in lurbidity exist in the river. During the
winter, turbidity is generally below 30 NTU and can be
as low as 10 NTU; however, during spring and
summer, turbidity ranges from 40 NTU to as high as
several thousand NTU as the result of storm events.
Plant 8 includes the following unit processes (see
Figure 4-36).

e 1.2-m (4-ft) diameter corrugated steel intake which
extends below the river bottom. The steel intake
pipe 1s perforated and packed with gravel in the
area below tha niver bottom

e Wet well with two 16-L's (250-gpm) submersible
raw water pumps. The pumps are automatically
operated from a level signal in the plant clearwell.

& 15-cm (6-in) diameter propeller meter for measuring
the raw water flow rate

® 110-4,375 kg (240-9.645 Ib)d dry alum feeder
® 3-15 L (0.1-0.5 cu ftyhr lime feeder
® 3-15L (0.1-0.5 cu ftyhr soda ash feeder

® Polymer feed system with a 170-L (45-gal) dilution
tank and a 3.7-20.8 L (1- 5.5 gal)/hr teed pump

e Steel. 5.5-m (18-ft) diameter, 3.2-m (10.5-ft) deep
solids contact unit with 45° tube settlers

® 1.3-6.8 L (0.34-1.8 gal)/hr polyphosphate feeder

® 11-kg (24-lb)'d carbon dioxide feed system and an
associated in-line static mixer

e Steel 3.2-m (10.5-ft) diameter duat-media filter
® 9-kg (20 Ib).d gas chlarination system

® 56.000-L (14.800-gal) clearwell with baffled
compartments

e Two 16-Ls (250-gpm) vertical turbine pumps which
pump treated water to the distribution system and a
storage tank

e Two sludge holding fagoons with a total capacity of
approximately 658,200 L (173,900 gal)

e Spent backwash storage lagoon of approximately
2.1 mihon-L (556.170-gal) capacity

River water flows to the raw water pump wet well
through a pipe that is located inside the corrugated
steel intake structure. The original intake configuration
consisted of an infiltration gallery located in the river;
however, due to plugging of the gallery with sediment,
the system was replaced in 1986 with the current
intake pipe. The operator and board members
indicated that the original infiltration gallery provided
water of much lower turbidity than the current intake
structure. However, as the gallery became plugged
with sediment, raw water capacity was reduced to the
extent that the board decided to replace the infiltration
gallery with the present system.

The two raw water pumps, located in a wet well
adjacent to the river. each deliver the rated plant
capacity. Pump operation is based on a level signal
from the plant clearwell, and operation is alternated to
maintain even run tmes on both units. The plant
operator reported that a pump 15 typically operated at
full capacity. however, a butterfly valve located in the
plant can be used to reduce pump capacity. In an
attempt to mantain a sludge blanket in the solds
contact unit. the operator had throttled pump capacity
to reduce fow to the unit. The operator felt that this
expenment did not stabilize the process, and since
that tme tha plant has operated at 16 L's (250 gpm).

The raw water flow rate is indicated and lotalized
through a propeller meter located in the raw water line
inside the plant building. Following the flow meter, raw
water 15 directed into the solids contact unit.
Components of this unit include an upflow mixing
column with a turbine mixer, a downflow flocculation
cone. and an upflow clarifier with tube settliers
throughout the settling area.

Water treatment chemicals including alum, lime, soda
ash, and polymer can be added into the mixing area.
Ouring the winter, when water hardness increases in
the river, the operator can add lime and soda ash to
the solids contact unit for softening. During the
remainder of the year, alum and a polymer are
typically used for turbidity removal. The operator
reported that the plant was not operated in the
softening mode last winter and that alum and a
cationic palymer were used for coagulation during this
period. At the tme of the site wisit, the operator
indicated that 80 mg/L of alum and 2 mg/L of cationic
polymer were being fed to the mixing tube.

A variable speed turbine mixer located on top of the
mixing tube directs the incoming raw water upward
through the tube and out into the flocculation cone.
The miing tube i1s open at the bottom, thus allowing
the recirculation of flacculated water with the incoming
raw water. The amount of recirculation depends on
the speed of the turbine muxer. According to the
operator, the turbme mixer speed has been operated
throughout the entre range, without changing the
performance characteristics of the solids contact unit
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Figure 4-36. Plant 8 process tlow diagram.
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except at high speed. At high speeds. turbulent
conditions in the umit degraded clarifier performance.
The current practice is to operate the turbine at low to
medium speed, and the turbine and sludge scraper
continuously, even when the plant is not treating
water.

Following the mixing tube, the conditioned water
enters an inverted cone where flocculation occurs. At
the bottom of the flocculation cone, water moves
outward into the clarifier and, theoretically, through a
developed sludge blanket. Water then flows upward
through 45-degree tube settlers before overflowing a
peripheral weir. The operator reported that he has had
a difficult tme controlling the sludge blanket in the
solids contact unit. It appeared that sludge solids
generated In the process are typically lost over the
weir and deposited on the filter.

Excess sludge generated in the process can be
directed to two sludge lagoons by opening a sludge
blow-off valve. The operator indicated that sludge has
never been removed from the two sludge lagoons
since startup of the plant, Effluent from the solids
contact unit flows onto a dual-media filter. If the plant
15 operating in the softening mode. carbon dioxide can
be added for pH adjustment after the solids contact
unit. Mixing is accomplished by an in-line static mixer.
Polyphosphate can also be added at this location to
control calcium carbonate builldup in the filter. Even
though the plant was not operating in the softening
mode duning the site visit, polyphosphate was still fed
to the solids contact unit effluent.

Water level in the filter 1s controlled by a modulating
flow control valve. According to the operator and
several board members, this control valve has never
provided a constant-rate operating condition as
intended by the original design. Until just recently,
water level in the filter would fluctuate dramancally
during a filter run, causing sudden, high magritude
flow rate changes through the filter. This condition has
improved significantly since the plant operator and a
board member fabricated an adjustment mechanism to
control the travel distance of the valve seat.

Backwashing of the hiter can be iniiated by either
filter headloss or filter effluent turbidity. The backwash
supply water 1s provided by the pressurized
distribution system including an elevated storage tank,
and the backwash rate i1s controlled by a pressure
reducing valve. Spent backwash water is directed to a
storage lagoon located adjacent lo the plant. The
operator reported that spent backwash water seeps
into the ground water and has never accumulated in
the lagooen,

Treated water from the filter is chlonnated and
directed to a baffled clearwell. The two vertical turbine
pumps deliver treated water to the distribution system.
Pump operation 1s based on a water level signal from

the elevated storage tank. When operated in
automatic mode, the plant may start and stop more
than once daily with each start on a "dirty" filter.
According to the operator, the clearwell is taken out of
sarvicea once each year to remove accumulated
sediment in the tank bottom.

Operation is usually by the automatic mode (i.e.,
storage tank elevation). During peak water usage
periods in the summer months. the plant operates 12-
14 hr each day at the design rate 16 L/s (250 gpm).
Less operating time is required during the winter. The
plant is staffed about 2-3 hr each day by one operator.
Board members assist with plant maintenance and
repair on an as-needed basis. The plant operator is
also responsible for a booster pump station and
distnbution system serving the rural water members of
the district. The operator and board members reported
that maintaiming this part of the system can be very
time consuming because of frequent leaks that occur
in areas of the rural distribution system.

Major Unit Process Evaiuation

The performance potential graph is shown in Figure 4-
37. Mixing, flocculation, and sedimentation processes
all occur in the solids contact unit. Although
flocculation 15 typically evaluated on the performance
potential graph, it was not included here because the
process occurs within the solids contact umt.
Flocculation in solids contact units is enhanced by the
recirculation of flocculated water through the mixing
tube with the incoming raw water. The sedimentation
component of the solids contact unit was rated at a
surface overflow rate of 58 m3/m2/d (1,421 gpdisq ft),
which is slightly less than the design rate. This rating
15 also based on incoming raw water turbidity levels of
less than 500 NTU. which is typical for most of the
year, and a relatively shallow depth of 3 m (10 ft). For
occasions when turbidity 1s greater than 500 NTU, the
sedimentation component was rated at a surface
overflow rate of 32 m¥m2/d (790 gpd/sq ft) or 8 Us
{125 gpm). At this turbidity level. control of the sludge
blanket might be difficult and solids loss from the unit
would begin to affect filter performance. The plant
could overcome this limitation by operating at the
lower flow rate of 8 L's (125 gpm) over a longer
penod of the day.

The dual media filter was assessed based on a
filtration rate of 176 m3/m2:d (3 gpmvsq ft). At this
rate, a potential capacity of 16 L's (250 gpm) was
projected for the existing filter. In some cases, dual-
media filters have been rated over 176 m3m2/d (3
gpmisq ft); however, because of the complex
operations associated with the solids contact umit, a
conservative liltration rate was selected. This rating
also assumes that the existing effluent control vailve
limits extreme variations in water flow rate through the
filter. Although the modifications made lo the control
valve appear to have significantly improved filter
operation, adequate time was not available during the
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Figure 4-37. Plant 8 performance potential graph.
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Unit Process 50 100 150 200 250 300
Solids Contact Unit'

SOR. gpisq ft 316 632 947 1260 |
Filtration?

HLR, gpmisq ft 06 1.2 1.7 23 2|9
Disinfection :

Contact time, hr a9 25 16 12 10

Design
Flow

' Capacity reduced to approwmalely 125 gpm when lurbdity >500 NTU. Shallow, 10-ft deep clanher imius capacity 10 < 250 gpm

when turbidity > 500 NTU.
2 Assumes adequate filler eflugnt control vaive.

site wvisit to thoroughly evaluate the valve's
effectiveness.

The chlorine contact basin was rated at 16 L's (250
gpm) based on a hydraulic residence time of 1 hr.
Disinfection capability is typically based on current
State criteria of a 2-hr residence time after
chlorination. The 1-hr residence time was allowed in
this case because of the efficient balfling that exists in
the contact basin.

At the present time, the plant operates at the 16 L's
(250 gpm) rate for about 12-14 hr'day durnng the peak
demand pencd. The performance potental graph
indicates that this peak demand can be met when raw
turbidity is less than 500 NTU without significant
changes n hours of operation. To meet the peak
demand when turbidity i1s greater than S00 NTU, the
plant would have to operate at a reduced rate of
approximately 8 Lis (125 gpm) over a 24-hr period.

Performance Assessment

This plant has historically had operational problems
associated with the operation of the sohds contact
unit. During the CPE site wsit, the plant operator
reported that maintaiming a siudge blanket in the solids
contact unit has been a problem since startup. Other
operations-related information obtained during the site
wisit indicated that performance problems have been
more common than indicated by plant momtoring
reports. Figure 4-38 shows the number of days that
treated water turbidity exceeded 0.5 NTU (the SWTR
turbidity standard for treated surface water) for each
month over the past year. This analysis indicated that
performance problems have occurred on a frequent

basis over the past year, and have been more severe
during the winter months when low turbidity, cold
water was treated by the plant.

During the CPE, a special study on filter startup under
two different conditions was conducted. The first
condition consisted of starting a dirty filter (ie., a
condition n which a backwash had not occurred
betore filter startup) and monitoring effluent turbidity.
The operator indicated that this condition occurs
routinely at the plant because of the automatic mode
of operation. A graph of filter performance under this
condition is shown in Figure 4-39. As shown, following
filter startup effluent turbidity immediately increased to
over 5 NTU and then gradually decreased to about
1.5 NTU after 20 minutes. Results of this test indicate
that starting a dirty filter results in lurbidity levels
above the 0.5-NTU limit for an extended period of
tme and presents a significant danger of passing
pathogenic orgamsms through the filter.

The second condition of the special study involved
backwashing the filter and monitoring the effluent
turbidity after it was placed in operation. As shown in
Figure 4-40, turbidity after backwash increased
immediately to a peak value of 13.5 NTU. About 25
minutes after the filter startup. the effluent turbidity
decreased to the 0.5-NTU level. This condition also
indicates the potential for pathogenic orgamisms to
pass through the filter. Properly conditioned filters
typically experience a turbidity spike of less than 0.2
NTU for less than 15 minutes.

Saveral problems associated with the backwash
contributed to the subsequent poor performance of
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Figure 4-38. Plant 8 performance.

No. Days Turbidity > 0.5 NTU

Jun Jul Aug Sep Oct Nov

the filter. When the backwash sequence was initiated,
the surface wash valve did not open. Accerding to the
operator, the surface wash normally operates the
entire length of the backwash period. The filter was
washed for over 23 minutes., a much longer than
normal duration for this function, without getting clean.
Because of the dirty condition of the filter, the
backwash rate was manually increased by adjusting
the control valve, but never succeeded in cleaning the
filter. Measurements of the rise rate in the filter at the
beginning of the backwash indicated a backwash rate
of approximately 645 m¥'m2'd (11 gpm/sq ft), less
than the minimum recommended value of 878
md¥'m2d (15 gpmvsq ft). Proper adjustment of the
backwash control valve would allow an adequate
backwash flow rate.

An additional factor that could have contributed to the
plant's poor performance during the CPE site wisit
relates to the alum feed rate to the solids contact unit.
The operator indicated that the alum feed rate to this
unit was approximately 80 mg/L. Upon checking the
alum feeder by weighing a sample of dry alum
collected over a selected time period, it was
determined that the actual alum feed rate was about
177 mg/L. Since the raw water turbidity was about 80

Dec Jan Feb Mar  Apr  May

NTU at the time of the site visit, alum was probably
being overfed at this dosage rate. Following further
investigation into this problem, it was determined that
the operator had exchanged the alum feeder with the
lime feeder. This change was implemented so that the
feeder with a vibrator could be used for ime addition.
The operator was nol aware that the new alum feeder
had a 3.8-cm (1.5-in) feed screw instead of a 1.9-cm
(3/4-in) feed screw, thus causing a higher-than-
expected alum dosage.

Performance-Limiting Factors

The factors dentified as hawving a major etiect on
performance on a long-term repetitive basis were
priontized and are summarized below:

1. Water Treatment Understanding - Operation: Lack
of operator understanding of water treatment has
been a major cause of the performance problems
experienced at the plant. The plant operator never
received any formal training on operation of the
plant. This situation is compounded by the fact
that the solids contact process is complex and
requires a hugh level of process control to achieve
good performance. Examples of this lack of
understanding include wmcorrect calculations of
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Figure 4-39. Turbidity profile - dirty filter startup - Plant 8,
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alum and polymer feed dosages, startup of dirty
filters, inadequate process control testing, and an
inadequate filter backwashing procedure.

Process Control Testing - Operation: The current
process control testing in effect at the plant is
inadequate. The only process control testing
currently done is pericdic jar testing to determine
chemical dosages. Jar testing should be
completed whenever raw water quality changes
significantly. Control of the solids contact unit
requires dailly monitoring of influent and effluent
turbidity, sludge blanket concentration and
location, and blowoff sludge volume and
concentration. The plant does not have adequate
testing equipment to perform many of these tests,
Although a jar testing apparatus is available at the
plant, it does not accurately simulate the
flocculation and coagulation processes. Equipment
necessary o monitor the solids contact unit
includes a blanket finder and a centrifuge.

Plant Coverage - Administration: Paid coverage at
the plant is presently 2- 3 hr.day, 7 days/week. If
unanticipated problems develop at the plant or
distnbution system that require time beyond the
routine amount, the operator and board members
volunteer time to correct the situation. The
operator’'s son currently acts as a backup
operator. however, he has not received any formal
traning and is not certified in water treatment.
Given the complex nature of the plant and the
potential for extreme varniations in raw water
quality, coverage al the plant needs to be
extended. Ideally, whenever the plant is n
operation. an operator should be at the plant
monitonng its performance. A mimmum of 4 hr
each day probably would be required to perform
routine process control testing, data analysis,
reporting, and preventive maintenance activities.
Realistically. it would probably be ditficult to stat
the plant at all tmes that it is in operation because
of the small size of the district. A possible
compromise could include increasing plant
coverage to a mmimum of 4 hriday, not including
the distribution system. and adding an alarm.dialer
system at the plant.

Insufficient Fundinc/Bonded Indebtedness

Administration: The district received a 40-year
loan from the Farmer's Home Administration to
fund the construction of the plant in 1981.
Repayment of this loan requires approximately 50
parcent of the district’s revenues at the present
time. Because of the small size of the district,
approximately 46 town customers and 62 rural
customers, and the large indebtedness, water
rates are moderately high relative to other similar
systems. Rates were recently increased to assist
in rebuilding a reserve fund that was depleted
when the new intake structure was installed. Even
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with these moderately high rates, revenues are
marginal to cover the cost of additional plant
coverage and minor capital improvements.

Factors identified as having either a minimal effect on
a routine basis, or a major effect on a periodic basis
ware prioritized and are summanzed below.

1.

Plant Staff, Number - Administration: The plant is
staffed by one operator at the present time, and
he provides coverage 7 days/week. Occasionally,
the operator’s son performs as a backup operator
when the operator is not avalable. A trained,
backup operator is needed at the plant to routinely
relieve the regular operator. Several of the board
members recognized this problem and expressed
their concern with locating a person who would be
willing to work on a part-time basis at the pay rate
they could afford. The operator's son has
expressed some interest in becoming certified in
water treatment. Given his work experience at the
plant, this option may be worth pursing by the
district. Another option could nvolve utilizing an
interested board member as the backup operator.
Once traned and certified, the backup operator
could provide plant coverage on alternating
weekends and during vacations.

Alarm_System - Design: An alarm and automatic
piant shutdown capability are available when high
turbidity is recorded from the filter. As is the case
with any type of automation, this function has
failed on occasion and high turbidity water was
directed to the clearwell. This alarm function
provides a necessary safeguard against
contaminated water entering the distribution
system and should be routinely checked and
maintained. Because of the high degree of
variability in the raw water source, it would be
advantageous to have a similar high turbidity
alarm and automatic plant shutdown capability for
this source. This capability could warn the
operator about a change in raw water turbidity and
allow timae to adjust chemical feed dosages.

Chemical Feed Facilities - Design: Because of the
exchange made between the lime and alum
feeders, the present alum feeder does not appear
to have a satisfactory range to feed low dosages
under certain water quality conditions. Since
overteeding alum can detrnmentally affect plant
performance, this problem will have to be
corrected. The operator may want to investigate
changing the feeders back to their original
functions. If ime is to be fed in the future, a new
shaker may be required.

Process Controllability - Design: Since startup of
the plant, the filter effluent control valve has
caused erratic control of the water level in the
filter. This rapid change in filter water level causes

particles to pass through the filter, thus affecting
treated water quality. Recently, a throttling
mechanism fabricated by the operator and a board
member has limited these fluctuations in water
level. With this modification completed, this factor
moved to a lower priority; however, replacement
of the valve should stil be considered when
funding is available.

Performance Monitoring - Operation: During the
CPE site visit, performance monitoring records
were reviewed, and some performance problems
were occasionally noted. However, interviews and
special studies conducted during the CPE
revealed serious performance problems at the
plant. Since records did not accurately reflect
actual plant performance, regulatory agency
reviews were not able to establish that a
performance problem existed. Accurate reporting
would probably have resuited in pressure from the
regulatory agency and correction of some of the
factors noted in this report.

Raw Water Turbidity - Design: As noted by the
performance potential graph, raw water turbidity
above 500 NTU is projected to limit plant capacity.
High turbidity water typically occurs during the
spring through fall, and only occasionally during
this period as the result of runoff from storm
events. The high turbidity problem can most
realistically be handled through operational
changes and minor expenditures for testing
equipment and an alarm system. If the current
peak demand remains the same, the plant may be
able to treat high turbidity water by reducing the
flow rate through the plant and operating for mare
hours during the day. If operational measures are
not successful, there should be added flexibility to
direct the raw water through a pre-sedimentation
basin with chemical addition capability. A pre-
sedimentation pond could be used as a backup
water supply during short runoff events or used to
lower raw water turbidity during longer storm
evenits.

Sedimentation/Solids Contact Unit - Design: The
solids contact unit's capability to treat water under
a variety of conditions may be limited by its
relatively shallow 3-m (10-ft) depth and high
surface overflow rate. Under these conditions,
maintaining a sludge blanket in the unit can be
accomplished; however. considerable process
control testing and possible adjustments to the
plant flow rate are required. The short hydraulic
residence time in the umit may limit the plant's
capability to treat cold, low-turbidity water. Under
cold water conditions, chemical reactions are
slower and longer residence times are required.
Longer residence times can be achisved by
operating the plant at a lower rate for long periods
of time.
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A factor identified as having a minor effect on plant
performance is the existing chemical feed
arrangement, which limits the injection of alum,
polymer, lime, and soda ash to the mixing tube in the
solids contact unit. Under cold, low turbidity water
conditions, it would be advantageous to add the
coagulation chemicals ahead of the flow meter. This
injection location would allow more intense mixing and
slightly more detention time when lreating cold, low
turbidity water.

Projected Impact of a CCP

As indicated by the performance potential graph and
factors limiting performance, this plant does have
some design deficiencies. However. operational
changes at the plant and administrative support could
be used to overcome most of these deficiencies. As
such, implementation of a CCP could demonstrate
dramatic improvemnent in treated water qualty. Before
a CCP could be implemented, however, the district
would have to commit to prowiding the additional
staffing and coverage required to operate the plant
and the expenditures necessary to purchase lhe
necessary testing equipment.
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Plant 9

Facillty Description

Water is supplied to the city from four sources: a
direct fiitration plant and three ground-water wells that
augment the water supply during summer months.
The CPE was limited to the direct filtration plant,
which treats water from an infiltration system for
domestic and commercial use by the city. The peak
day demand for a 12-month period was estimated at
74 Us (1.7 mgd). Plant 9 includes the following unit
processes (see Figure 4-41):

@ Infiltration system consisting of perforated
subsurface laterals that are connected to shallow
caissons

® 8,330-L (2,200-gal) basin that serves as a sand trap
® n-line static mixer with two elements

® 30-m2 (324-sq ft) monomedia (sand) travelling
bridge automatic backwash filter

® Two polymer feed pumps: one for feeding neat
polymer and one for feeding diluted polymer

e Gas chlorination system with two chlorinators, each
23-kgq (50-b)/d capacity

¢ On-site treated water reservoir, 33.5 m (110 &) in
diameter and 2-m (6.5-ft) deep (1.7 million L
[462.000 gal])

® Propeller meter on the discharge line from the
treated water reservoir

® On-site 12-m x 12-m x 2-m deep (40-ft x 40-ft x
6.5-ft) concrete backwash holding basin, which
discharges to an irrigation ditch

Water from one of two creeks is diverted onto a hay
field adjacent to the plant where the water percolates
through several feet of soil to perforated laterals
buried under the field. Water Hlows through the laterals
to concrete caissons, which are fitted with maetal
covers. A line then carries the composite flow from
the caissons to the direct filtration plant. Microscopic
particulate examination of the infiltration system water
has shown that it is directly impacted by the surface
water and. therefore, should be considered a surface
water source.

Raw water flows by gravity from the infiltration system
to a sand trap basin in the plant. Catiomc polymer is
fed at the end of the basin after which the water flows
through a control valve that regulates the amount of
water treated in the plant. Any excess water from the
infiltration system flows over a weir at the influent end
of the sand trap basin to an irrigation return ditch. The
control valve can operate autormatically to shut down

or start the plant, based on the water level in the
finished water reservoir. At the time of the evaluation,
the valve was being operated manually to maximize
the depth of treated water in the finished water
reservoir.

After passing the control valve, the water flows by
gravity through an in-line static mixer and onto the
automatic backwash filter. The filter was designed to
operate at a filtration rate of 117 m3/m2/d (2 gpm/sq
ft), but was being operated at approximately 211
m3/m2/d (3.6 gpm/sq ft) at the time of the CPE. The
filter has approximately 28 cm (11 in) of sand media in
54 20-cm {8-in) sections.

The filter sections are separated by fiberglass
dividers, which were warped at the top. Because of
the warping, some sections were only 2.5-5 cm (1-2
in) wide at the top, while other sections were over 20
cm (8 in) wide at the top. This variation was caused
by migration of the sand media from one section to
another during backwash.

The filter can be backwashed automatically by
headloss or by timer. During the evaluation, the filter
was being washed automatically based on headloss,
with little consideration given to filter effluent turbidity.
When the filter i1s backwashed. a travelling bridge
passes across the fiter and washes each section.
One pump on the bridge pumps water back up
through the filter section and another pulls the spent
backwash water from the top of each section through
a shroud to a discharge channel adjacent to the filtar.
The backwash water flows by gravity to the backwash
storage basin. Following filtration, the water is
chlorinated prior to the filter level control weir and
flows into the treated water reservorr. Effluent from the
reservoir flows by gravity 8 km (5 miles) to town
through parallel 20-cm (8-in) and 25-cm (10-in)
transmussion lines.

Sludge from filter backwashes is stored in the
concrete backwash storage basin. Supernatant from
the basin is discharged over a weir to an irrigation
ditch. According to the operator, sludge is removed
from the basin every 3-4 years by wheelbarrow and
front-end loader and i1s spread on adjacent fields.

Operation is primarily manual except for filter
backwashing. Plant operation, flow rates, and
chemical dosage rates are all iniiated manually by the
plant operators. The two plant operators spend
approximately 0.5-1 hr each day at the plant checking
the operation of the plant. During that time, the plant
1S inspected to ensure equipment is operating
properly. no significant process control activities are
conducted. The operators are also responsible for the
wastewater treatment plant, wastewater collection
system, water distribution system, streets, parks,
airport, swimming pool. and grave digging at the
cemetery.
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Figure 4-41. Plant 9 process flow diagram.
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Figure 4-42. Plant 9 performance potential graph.
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During the evaluation, peak water use in the city was
approximately five imes greater than typical water use
tor a community with no large industrial users. This
extensive use required the city to augment the surface
water supply with three ground-water wells,
Determining the cause of the excessive water use and
taking measures to lower it to normal levels would
allow the plant to operate at lowsr flow rates.

Major Unit Process Evaluation

The performance potential graph 15 shown in Figure 4-
42, Peak day demand for the plant was estimated by
measuring the depth of How over the filter effluent
weir and applying that fiow on a 24-hr basis. This flow
was then compared to projected plant capabilities. As
Figure 4-42 shows, the monomedia sand filter was
assessed at a potential capacity of 39 Ls (0.9 mgd)
based on a filtration rate of 117 m3:m2/d (2 gpmvsq ft).
The filter capability was limited because a direct filter
using 28 ¢cm (11 in) of sand cannot be expected to
provide consistent performance at rates higher than
117 md‘m2/d (2 gpmisqg ).

Disinfection capabiity was rated based on current
state cnitena of a 2-hr detention time after chlorination.
As Figure 4.42 shows, two conditions were rated:
detention time to the first tap downstream from the
plant and to town. Disinfection detention time was
adequate to town at flow rates up to 77 Lis (1.75
mgd). However, detention lime to the first tap only
resulted in a plant capacity of 33 Ls (0.75 mgd).
Standards are being revised and different critena may
be used to allow lower minimum detention times for
existing plants, which would likely rely on effective
filtration.

Because of the limitation in the filtration process, the
plant was assessed as inadequate to meet the
projected peak demand. However, water use on a per
capita basis was noted to be extremely high. Normal
water use would result in daily water production of
about 39 Lis (0.9 mgd), which the plant should be
able to handle on a continuous basis.

Performance Assessment

A review of the operating records indicated that the
raw water was of very good quality with peak
turbidities of 0.7 NTU. Treated water was also of good
quality with turbidities normally about 0.2 NTU and
with a peak of 0.45 NTU. However, turbidity of very
clear waters, such as the water from the infiltration
system, is often not a good indication of
bactericlogical quality. In fact, previous state
particulate tests revealed that the filter was not
removing a significant number of particles from the
raw water. The operating data revealed that only
about 50 percent of the raw water turbidity was being
removed. Plant data taken during periods of no
chemical feed and some chemical feed indicated little
difference between raw and treated water turbidity
between the two.

During the CPE, a special study was conducted to
determine the effect of backwashing the filter on
treated water quality. The filter was backwashed and
samples were collected as near as possible to the
filter cell being washed and at the filter effluent weir.
Figures 4-43 and 4-44 present the results of the
study. As shown, at both sample points effluent
turbidity increased significantly {to 5 and 7 NTU)
during backwash and remained above the 0.5 NTU
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Figure 4-43. Turbidity profile during and after backwash at filter effluent weir - Plant 9.
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limit for over 60 minutes. The study results indicate
that a significant amount of the material removed by
the filter was allowed to pass through the filter into the
treated water reservoir. The significant increase in
turbidity is especially indicative of poor performance,
since the raw water turbidity was only about 0.6 NTU
during the special study.

The special study results, State microscopic
avaluations, and plant daily records indicate that the
plant is not etfectively removing particles found in the
raw water. Should a significant number of parasitic
organisms such as Giardia cysts or Cryplosporidium
oocysts occur in the raw water (for example, as a
result of cattle feeding on the grass above the
infiltration system), they would likely enter the plant
and pass through the filter. Since some cysts are
resistant to disinfection by chlorine. they could pose a
significant health hazard to the community.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetitive basis were
priontized and are summarized below:

1. Water Treatment Understanding - Operations: The
plant superintendent/utilities director 15 a very
motivated operator; howaever, he has not received
any formal traiming in water treatment practices.
This 15 compounded by the complexity of
operating a direct filtration plant treating cold, low
alkalinity, low turbidity water. Lack of water
treatment understanding was identified as the top
ranking factor because it has led to poor operating
decisions, such as litle or no change in chemical
feed rates. filter backwashing based on headloss
rather than filtered water qualty, and bypass of
untreated raw water to the treated water storage
raservair. Operation of the plant will require a
process control program and an understanding of
coagulation chemistry including chemical feed
calculations.

2. Process Control Testing - Operations: There was
no process control program in place at the plant.
Operation of a surface water plant requires that
testing be conducted and results recorded in a
systematic manner so that data is available to
make process control decisions. Control of the
direct filtration plant will require daily monitoring of
influent turbidity, continuous monitoring of filtar
effluent turbidity, and jar testing to select
appropriate coagulant aids and to determine
optimum chemical doses.

3. Process Automation - Design: The plant is not
equipped with a continuous reading and recording
turbidimeter, which is necessary lo adequately
monitor plant performance since the staffing levels
do not allow turbidity tests to be conducted mcre
than once each day. A continuous reading
turbidimeter would allow filter performance to be

monitored following a backwash so that chemical
feed could be optimized to reduce the increase in
turbidity (turbidity spike) that occurs after a
backwash.

4. Disinfection - Design: A detention time of 2 hr is
needed to ensure effective disinfection of the
treated water prior to the first user. The new
regulations that will be promulgated as a result of
the SWTR and/or current state criteria may
necessitate capital improvements before the water
system has adequate disinfection capability. An
example of a capital improvement would be the
installation of baffle walls in the clearwell to keep
the water in the basin longer for disintection rather
than taking a direct route through the basin from
the influent to the effluent pipe. This factor was
asterisked because the final rule will not be
effective until June 29, 19893, following
development of State criteria in 1990.

5. Filtration - Design: The filter is presently being
operated at too high a rate to expect adequate
performance on a continuous basis. In addition.
warping of the filter section dividers and the
potential inability of the travelling backwash
mechanism to properly wash the filter could
impact filter performance. This factor was
asterisked because it may be possible for the
plant to operate at a flow rate consistent with its
capability, it water use is reduced to normal
lavels. Under this condition, the filter dividers and
backwash may prove not to significantly impact
performance.

Factors identifiad as having either a minimal effect on
a routine basis, or a major effect on a periodic basis
are summarized below in order of priority.

1. Process Controllability - Design: The effluent flow
meter does not adequately measure the plant flow
rate because it is located downstream of the
finshed water storage reservoir. The flow rate out
of the reservoir 1s not indicative of the plant flow
rate. Since accurate flow measurement is the
basis for chemical feed calculations and filter
hydraulic loading rates. actual plant flow needs to
be accurately measured.

2. Laboratory Space and Equipment - Design: The
plant is not equipped with a jar test apparatus.
Because of the raw water quality characteristics
(low turbidity, alkalinity, and temperature). special
studies with various coagulant and flocculant aids
will likely be required to optimize plant
performance. A jar test apparatus will be
necessary to conduct the special studies as well
as to optimize plant chemical feeds.

3. Alarm System - Design: There were no alarm
systems in the plant to warn the operator of
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problems, such as chemical feeder shutdown or
raw water gquality changes. Since the plant 1s only
checked once each day for about 1 hr, it is
essential that alarms be provided to warn the
operator of a change in conditions. If alarms are
not provided, the plant should be staffed any time
it is in operation,

4. Watershed Management - Design: Allowing cattle
to graze on top of the infiltration system provides
an unnecessary public health rnisk. Cattle are
known carriers of Cryptosporidium, a parasitic
cyst that is extremely resistant to chlorine
disinfection and small enough to easily pass
through a poorly operated filter. A direct filtration
plant provides a limited number of barriers to
pathogenic organisms and limited response time
for the operator to react to a change in raw water
quality.

No factors in the administration or maintenance areas
were identified as impacting performance.

Projected impact of a CCP

Plant 8 produces water that poses a significant heaith
risk to consumers. Conducting a CCP could result in
an improvement in finished water quality, especially
during and after filter backwashing. However, because
peak water demands exceed the rated capacity of the
filter and disinfection system, the plant would have to
be operated at a lower flow rate. In addition, design
aspects of the filter such as backwashing
effectiveness and uneven filter dividers, could limit
filter performance to the extent that the piant could not
meet regulatory requirements on a continuous basis.
The CCP might discover that limitations in the filtration
system require major capital improvements o ensure
continuous comphance with applicable regulations.
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Plant 10

Facllity Description

Plant 10 is a conventional water treatment plant
supplied from a nearby river that provides water for
domestic use. The peak operating flow for the plant
was established at 22 Lis (0.5 mgd) based on a
review of flow records for the previous year. The plant
is normally operated for approximately 8 hr/day;
however, on several days the plant is operated for
longer than 8 hr to meet demands of peak water use.
On these days, the treatment processes are still
operated only at the 22-Us (0.5-mgd) flow rate. Plant
10 consists of the following unit processes, shown
schematically in Figure 4-45:

® Intake structure located on the bank of the river,
consisting of a manhole intake structure and a wet
well from which raw-water pumps deliver the water
to the plant. A bar screen is provided between the
manhole intake structure and the wet well

® Three manually operated vertical turbine raw water
pumps; two 22 L's (350 gpm) and one 16 L/s (250
gpm)

e Raw water flow measurement consisting of an 20-
cm (B8-in) onfice meter with a chart recorder. Also,
a manual rate-of-flow controller

® Volumetric feeder each for
powdered activated carbon

alum, lime, and

e Two 9.1-m (30-ft) diameter sedimentation basins,
each with a surface area of 66 m2 (707 sq ft) and a
volume of 307,000 L (81.100 gal)

® Two 19.300-L (5.100-gal) recarbonation basins

® Four 2.6-m x 3.0-m (8.7-ft x 10-ft) filters with 61 cm
(24 in) of sand media

® 94-Ls (1,500-gpm) backwash pump
® (Gas chlonnation system

® Two clearwells: one with a capacity of 567,750 L
{150.000 gal) and the second with a capacity of
56.775-L (15,000-gal)

® Two 47-L's (750-gpm} vertical turbine high-service
pumps

¢ Venturi-type flow meter, totalizer, and chart
recorder

Water from the river is pooled behind a low head dam
across the nver downstream of the intake structure.
Several pipes extend out into the river from the
manhole intake structure allowing water to be taken
from different locations. The water then flows to the

wet wall where it is picked up by the raw water
pumps.

Raw water pumps located on top of the wet well move
the raw water from the intake structure to the plant.
Only one of the 22-L's (350-gpm) pumps is used.
Though the plant was originally designed for 44 L/s
(700 gpm), the plant staff feels that 22 Lis (350 gpm)
is the maximum llow that can be handled because of
limitations with the sedimentation basins. Since the
plant is operated at a constant rate of 22 L's (350
gpm), variations in water demand are met by varying
the length of time the plant 1s operated. Raw water
flows entering the plant are measured and recorded. A
manual rate-of-flow controller 1s available though not
normally used.

Volumetric feeders discharge dry chemicals into tanks
below the feeders, where water 1s added and mixed to
make a slurry. As the raw water flows to the
sedimentation basins, alum and lime are added as
slurries into the pipe. Chemical feed rates can be
adjusted by varying the amount of chemical added to
the slurry tanks. These adjustments are made based
on observations of floc formation in raw water
samples that have been placed on a magnetic stirnng
apparatus after chemical feed. No mechanical or static
flash mixing 1s prowided. Chemical feed rates are not
routinely adjusted.

After chemical addition, raw water flows to the two
sedimentation basins. These units were onginally
designed as a type of upflow solids contact clarfier,
eliminating the need for separate flash mix and
flocculation processes. but they are no longer
operated as designed. Flow enters through a 20-cm
(8-in) pipe at the bottom of the unit and strikes a small
baffle redirecting the flow in the basin. Basin effluent
discharges through peripherally mounted submerged
orifice weirs. Each basin originally had a rotating arm
located near the bottom powered by pressunzed basin
effluent. Basin effluent was to be withdrawn and
pumped back through nozzles in the arm causing it to
rotate and promote flocculation. The rotating arm has
been removed from one of the units and is not
operational in the second. Sludge is manually
removed from the basins twice a year. The plant
discharges this sludge to the sanitary sewer or back
to the river.

Settled water flows by gravity from the sedimentation
basins to the tour sand filters and is controlled by float
valves in the recarbonation basins. These valves shut
off sedimentation basin effluent flow if the level in the
filters exceeds the maximum. Operators visually
monitor the filter water levels and adjust the flow using
rate-of-flow controllers. Flow meters are available for
each lilter, but are not used for filter flow adjustment,

During the CPE, the standard practice for filter
backwashing was to wash two of the filters each day
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using backwash water from Clearwell 2. Headloss or
turbidity measurements were not typically used to
initiate backwashing. The backwash pump discharges
through a rate-of-flow controller, but there are no
valves that can easily be operated to slowly start and
stop the backwash flow to the filters. The surtace of
the sand is manually raked during the backwashing.
The plant discharges backwash water to the sanitary
sawer or to the river. During the CPE, the backwash
water was being discharged to the river.

Water from all four filters is discharged to Clearwell 1,
immediately following injection of chlorine gas into the
pipe. Chiorine doses are controlled to prowvide a
rasidual of 2.5-3.0 mg/L. Finished water normally flows
from Clearwell 1 to Clearwell 2; piping is provided to
allow bypassing of Clearwell 1. Clearwell 2 also
serves as the suction pipe for the high-service and
backwash pumps.

Two high-service pumps supply finished water to the
two in-ground storage tanks that feed the wvillage water
distribution system. These pumps are operated
manually based on water levels in the storage
reservoirs.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
46. Flocculation is a key major unit treatment process.
As originally designed, the sedimentation basins were
to prowvide both flocculation and sedimentation:
howaver, the flocculation aspect of these units has
been removed or is inoperable. The CPE team doubts
that the units were ever capable of providing
acceptable flocculation even if operated as designed.
As such, the flocculation process was given a peak
instantaneous rated capacity of 0 Ld. This rating
implies that the plant cannot be expected to
consistently produce the desired water quality of less
than 0.5 NTU without adding flocculation process

capabilities.

The sedimentation basins were rated at 12 Lis (0.28
mgd) based on a surface overflow rate of 8.1 m3/ma/d
(200 gpdisqg ft). The surface overflow rate is
significantly lower than that for other types of circular
sedimentation basins with the same depth as Plant
10. The projected peak instantaneous operating
capacity of the sedimentation basins was lowered
because of the extremely poor inlet conditions. With
the inlet structure located in the bottom of the
sedimentation basins, the influent flow disrupts the
settled solids and tends to carry them upwards
towards the effluent. Properly designed sedimentation
basins introduce the influent water near the surface
through an inlet structure that directs the flow into the
basin, promoting the separation of solids from the
clarified liquid over the entire surface area. This allows
the separated solids io move by gravity to the bottom
of the basin and the clarified effluent to move to the
surface where it is removed.

The filters were rated at 22 L's (0.50 mgd) based on a
filter loading rate of 58 m3¥'m2d (1 gpmi/sq ft). This
loading rate is lower than typical values because of
the air binding observed by the CPE team during filter
backwashing. Air binding results in air pockets in the
fiter media, which prevents water from passing
through that portion of the filter, effectively lowering
the surface area available for fiitration. The filter
loading rate, therefore, was lowered in the
assassment to compensate for the loss of fiter area
due to the observed air binding.

The disinfection system was rated at 24 Ls (0.54
mgd). Future drinking water regulations for disinfection
will be based on CT values found to be needed for
various removals of Giardia cysts and inactivation of
viruses. CT is the disinfectant concentration muitiphed
by the actual time the fimished water is in contact with
the disinfectant. To establish the CT required, it was
assumed that the plant's disinfection system would
have to provide 2 logs (99 percent) of cyst removal
with 2 logs of removal credited for the other treatment
processes. The total of 4 logs of cyst removal
required for the plant was based on the CPE team's
ostimate of the quality of the raw water.

To achieve the 2 logs of cyst removal, the CPE team
estimated that the disinfection system would have to
provide a CT of 133. This CT value is for chlorne at a
2.0 mg/L dose, pH 7.5, and temperature of 5C. The
contact time was based on the chiorne being added
ahead of Clearwell 1 and the flow passing through
both clearwells. Only 15 percent of the theoretcal
detention time in the clearwells was used because the
clearwells are not baffied and because they are
subjected to fill and draw operation. The actual levels
of disinfection required for the plant in the future will
be determined by the State. The CPE estmates of the
required total number of log reductions and the
allowances for actual contact times in the clearwells
may change when the final state regulations are
developed.

The performance potential graph shows that the lack
of flocculation severely limits the capabilities of the
treatment processes. Without adequate flocculation,
the CPE team estimates that there is essentally no
flow where the required performance can be obtained.
The sedimentation basins also severely limit the
capacity of the plant. even if adequate flocculation
was provided. These processes prevent the plant from
achieving desired performance at the current peak
instantaneous operating flow rate of 22 L’s (350 gpm).
The filters and disinfection system were projected to
be adequate to treat this flow.

Performance Assessment

Turbidity data from the plant records for the raw
water, settled water from the sedimentation basins,
and fimshed water over a 1-yr period are plotted in
Figures 4-47, 4-48, and 4-49, respectively.
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Figure 4-46. Plant 10 performance potential graph.
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Figure 4-47 shows the fluctuation of raw water
turbidity over the year. Well-designed and operated
treatment processes are expected to produce a water
with consistent turbidity levels even with wide
variations in raw water turbidity. As shown in Figure 4-
48, the sedimentation basins produced a settled water
that also had significant varations in turbidity. The
filters reduced the levels of turbidity, as shown in
Figure 4-49, but stll experience variaions as raw
water turbidity changes. These results indicate design
andror operational problems. Figure 4-50 shows the
finished waler turbidity during a 6-month penod when
the plant was treating a highly variable turbidity raw
water. The applicable regulation for turbidity is
currently 1.C NTU. Future regulations will requira the
piant to meet a 0.5-NTU fimished water turbidity 95
percent of the time. Figure 4-50 shows that the plant
generally comphes with the 1.0-NTU requlation, but is
consistently above the 0.5 NTU required by the future
regulations. A probability plot of this same data is
shown in Figure 4-51, which indicates that under
present conditions the plant would only meet the 0.5-
NTU standard approximately 50 percent of the time.

During the CPE, a special study was completed to
assess the lilter performance after backwashing. With
adequate facilities and operation of preceding umit
processes, a properly operated filter should produce a
fimshed water turbidity of approximately 0.1 NTU and
only expenence a 0.2-NTU nse in lurbidity in the
fimshed water for approximately 10 minutes after
rastart following backwashing. Filters 3 and 4 were
sampled tor a 30-minute period after restart following
backwashing. The results of this special study are
shown in Figures 4-52 and 4-53. Both filters

experienced an approximately 0.3-NTU rise in turbidity
that did not drop back to the original value even after
30 minutes. These results could indicate a problem
with the filters or that the water being applied to the
filter has not been pr.perly treated and conditioned in
the preceding unit processss.

An evaluation of the filter media was also performed
duning the CPE. The evaluation team determined that
the filters were being adequately backwashed. since
no significant mudballs were found. They did find
some bulldup of chemicals on the surface of the
media, bul these were not considered to atfect
performance. Air binding was also observed during the
special studies.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetitive basis were
prioritized and are summarized below:

1. Flash Mix and Flocculation - Design: The plant
has no flash mix or flocculation treatment
processes, facilities which are required to properly
condition the raw water with chemicals prior to the
sedimentation and filtration treatment processes.
Without these capabilities the plant will have
significant problems removing enough turbidity to
consistently meet future regulations.

2. Sedimentation Basins - Design: Adequate
sedimentation basins are required to remove the
coagulated turbidity from the raw water. The
sedimentation basins have basic limitations related
to the lack of a proper inlet structure. At current
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Figure 4-47. Raw water turbidity profile - Plant 10.
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Figure 4-49. Finished water turbidity profile - Plant 10.
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Figure 4-51. Probability piot of finished water turbidity - Plant 10.
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loadings (e.g.. 22 L/s [350 gpm]). the basin
limitations allow high turbidity water to pass to the
filters, thus degrading their performance.

Number of Plant Staff - Administration: Currently a
staff of three persons have responsibility for the
operation and maintenance of the water plant,
wastewater plant, distribution system, and
collection system. CPE interviews with the Board
of Public Affairs revealed that a fourth person may
be hired after construction of the new wastewater
treatment plant 1s completed. To respand to the
variations in raw water turbidity, increased
coverage of the water plant to make process
changes will be needed. Given this requiremant
plus other observed responsibilities, even a staff
of four may be inadequate.

Application of Concepts and Testing to Process
Control - Operation: The plant staff appeared to
have proper training, understood the basic
concepts of process control, and were very
motivated. However, the chemical doses were not
changed based on changes n raw water
charactenstics. the alum dose measured during
the CPE was excessively high, and the filters
were operated without adequate consideration of
the turbidity levels in the filter effluent,
Additionally, dirty hiters were regularly started
without any assessment of the impact of this
practice on filter effluent turbidity levels. Because
of these practices, the CPE team assessed that
the plant staff was not consistently applying
proper water treatment concepts and process
control testing to optimize the plant's
performance.

Factors identified as having either a minimal effect on
a routine basis or a major effect on a periodic basis
are summarized below in order of priorty.

1.

Filtration - Design: The configuration of the
filtration system allows conditions that create air
binding n the filters. The air binding 1s caused by
negative pressures being created in the filter
media as solids are removed and headloss
increases. This causes the dissolved air in the
water to come out of solution and be retained in
the filter media. Water cannot pass through the
portions of the media where the air is retained,
which effectively reduces the surface area
available for filtration. This condition reduces the
plant’'s capacity and can significantly affect filter
performance.

2. Lack of Preventive Maintenance Proqram -
Maintenance: The plant has no formalized
preventive maintenance program. Equipment is
repaired as it breaks down. A lack of maintenance
of a number of key pieces of equipment was
considered to have a mimimal, but continuous
impact on performance. This key equipment
included the alum feeder, filter flow measurement
devices and control valves, chlorinator controls,
clarifier equipment including the werrs, and the
raw water pumps. Plant staffing levels appeared to
impact the level of preventive maintenance. but
even with adequate staff a formalized program
would be needed to assure avalability of key
equipment.

3. Chemical Feed Facilities - Design: The plant
needs additional chemical feed facilities to
consistently meet required performance. A
polymer feed system is projected as a
requirement to optimize filter performance.
especially during cold weather operation. A
backup alum feeder would also be required to
assure a consistent source of chemical feed.

4. Alarm Systems - Design: The plant is operated for
significant penods of time without any operations
staff present to make process adjustments In
response to variations in raw water characteristics
or correct problems with key processes
equipment. During periods of unattended
operation process performance could degradse to
a point where it poses a potaential heaith risk to
the wvillage. A turbidity monitoring system tied to
raw and finished water could be used to alert the
plant staff to process problems before finished
water quality reached undesirable levels.

The age of some of the equipment was identified as a
minor factor limiting performance. Though not a
performance-limiting factor, the current practice of
disposing of sludge and backwash water into the river
is in violation of State regulations.

Projected Impact of a CCP

The CPE identified numerous design problems related
to the key unit treatment processes., which must be
corrected before any process optimization through
use of a CCP could be successful. A CCP, therefore,
was not recommended.
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Plant 11

Facility Description

Plant 11 1s a conventional water treatment plant that
treats water from a nearby river for domestic use by
the village. Based on a review of flaw records for the
previous year. the peak operating flow for the plant
was established at 19 L's (0.43 mgd). Plant 11
consists of the following unit processes shown
schematically in Figure 4-54.

® [ntake structure
e 43 million-L (13 mil-gal) reservoir

® Three vertical turbine raw water pumps: two 19 Ls
(300 gpm) and one 38 L's {600 gpm)

e 19-U's (300-gpm) submersible raw water pump
* Maetering pump to feed a ferric chloride solution

® Two volumetric feeders, one for lime and another
for alum addition

® Rapid mix basin with a surface area of 0.46 m2 (5.0
sq ft); and a depth of 0.6 m (2 ft)

® Solids contact clanfier 9.1 m (30 ft) in diameter and
3.8-4.1 m (12.5-13.6 ft) deep; flocculator volume,
29.800 L (7.875 gal); clanfier effective surface area,
61.6 m2 (663 sq ft), and volume, 205,330 L (54,250
gal)

® Three dual media filters, two 24 mx 25m (B ft x B
ft), and one 2.1 m x 2.7 m (7 ft x 9 ft) that contain
46-51 cm (18-20 in) of sand and 20-25 cm (8- 10
in) of anthracite media

® Vacuum-controlled solution feed chlorination
system fed from 68 kg (150-Ib) cylinders

® 151,400-L (40.000-gal) clearwell
e 321,725-L (85,000-gal) clearwell

e Two 24-Us (375 gpm) vertical turbine high-service
pumps

® 15-cm (6-in) orifice plate with a totalizer-indicator-
recorder

Water from the river is pooled behind a low dam
across the river downstream of the intake structure.
River water 1s normally pumped to the reservoir by the
submersible pump. Water from the reservoir flows by
gravity to the wet well beneath the intake structure,
where it is pumped to the plant by the vertical turbine
raw water pumps. These pumps can also pump river
water directly to the plant, bypassing the reservoir.

Raw water flows to the rapid mix basin where ferric
chloride solution is added via a diaphragm metering
pump. A hydrated lime slurry is also fed into the rapid
mix basin via a volumetric feeder. A volumetric feeder
1s in place to feed alum, although it 1s currently not is
use. Flash mixing was not performed during the CPE
due to a bearing problem with the mixer. However, the
CPE team calculated the G value for the rapid mix
basin to be adequate at 1,418 sec! if the mixer were
operating. Chemical feed rates can be adjusted
manually by the amount of chemical added to the
slurry tanks, or by adjusting the stroke on the
metering pump, but they were not routinely changed.

Raw water flows to the center flocculation cone of the
solids contact clanifier. After flocculaton, water enters
the outer clarifier portion of the unit and i1s removed
through peripheral v-notched weir troughs. Sludge 1s
periodically removed automatically from the clanter,
through use of a tmed blow-down. and discharged to
a sanitary sewer for disposal at the wastewater
treatment plant.

Settled water flows by gravity from the reactor
claritiers to a basin (originally designed as a
recarbonation basin), where the flow i1s split to the
three filters. Rate of flow through the filters is
controlled by float-activated butterfly valves that open
or close to maintain a constant water level above the
filter media.

Filter runs are normally 24-27 hr, with the plant
operating a total of 8-9 hriday. One filter is
backwashed each day, so that filters operate 3 days
before backwashing. No individual filter headloss or
turbidity monitoring equipment exists, aithough the
village intends to install headloss gauges. Backwash
water is supplied by distribution system pressure from
operation of the high-service pumps. The backwash
rate was determined during the CPE to be
approximately 1,110 m3'm2/d (19 gpmesq ft). The
surface of the media is manually raked during
backwashing. Backwash water s discharged to the
sanitary sewer,

Water from each filter flows through separate pipes
into Clearwell 1, where a chlorine solution is injected
to maintain residuals between 2.3 and 2.5 mg/lL.
Finished water normally flows from Clearwell 1 to
Clearwell 2. The high-service pumps take suction from
Clearwell 1.

Two high-service pumps supply fimshed water to the
two elevated storage tanks that feed the water
distribution system. These pumps are operated
automatically based on water levels in the elevated
storage tanks. The plant comes on and off line usually
two to three times during the day based on water
levels in the clearwell. Typically, the plant operates 8-
9 hriday at a constant rate of 24 Lis (375 gpm).
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Variations in demand are met by varying the length of
time the plant is operated.

Major Unit Process Evaluation
The performance potential graph is shown in Figure 4-
55. The instantaneous peak operating flow of 19 Us
(0.43 mgd) assumes that only one of the small raw
water pumps will supply the plant.

The focculation capabilities of the reactor clarifier
were rated at 25 U/s (0.57 mgd) based on achieving a
hydraulic detention time of 20 minutes. This rating
depends on retrofitting the basin with the variable
speed drive for the mixers, which was included in the
plant's original design.

The sedimentation capabilities of the reactor clarifier
were rated at 22 Lss (0.50 mgd) based on a surface
overflow rate of 30 m3m2/d (750 gpd/sq ft). The
projected capacity of the basins was lowered due to
the constraints of the 3.8- m (12.6-ft) basin depth.

The filters were rated at 36 L's (0.82 mqd) based on a
filter loading rate of 176 m3d/m2d (3 gpmvsq ft). This
loading rate was decreased from more typical values
for dual media filters because of the rate control
system.

The disinfection system was rated at 15 L's (0.34
mgd). Future drinking water regulations for disinfection
will be based on CT values found to be needed for
removal of Giardia cysts and inactivation of viruses.
This evaluation used a CT of 127, which is for
chlorine at a 2.4 mg/L dose, pH 8.0, and temperature
of 50C. It was assumed that the disinfection system
would have to provide 1.5 logs of cyst removal with
2.5 logs of removal credited for the other treatment
processes. The 4 logs of total cyst removal required
for the plant was based on the CPE team's estimate
of the potential for contamination of the raw water.
The contact time was based on the chlorine being
added ahead of Clearwell 1 and the flow passing
through both clearwells. Only 10 percent of the
nominal detention time in the clearwells was used
because (1) the clearwells are not baffled. (2) the
piping arrangemant does not assure that all of the flow
passes through both clearwells, and (3) the clearwalls
are subject to fill and draw operation. In the future, the
actual levels of disinfection reguired for the plant will
be determined by the State. The estimates of the
required total number of log reductions and the
allowances for actual contact times in the clearwells
may change after the final State regulations are
developed.

As shown in the performance potential graph, the
major unit processes, with the exception of the
disinfection process, have a rated capacity close to or
exceeding the instantaneous peak operating flow. The
flocculation and sedimentation process, although
borderline, were projected adequate to treat the

operating flow rate of 19 U/s (0.43 mgd). The filtration
system, rated at 36 Lis (0.82 mgd), was rated
considerably more than adequate to treat this flow.
Lack of baffling in the clearwells and the piping
arrangement between the two clearwells limited the
projected capacity of the disinfection process.

Performance Assessment

Figure 4-56 shows turbidity data from the plant
records. The current applicable regulation for turbidity
is 1.0 NTU. The plant normally produces water with
turbidities less than 1.0 NTU, but is frequently above
the 0.5 NTU level, which will be required by the
SWTR, as shown in Figure 4-56. A probability plot of
this same data. shown in Figure 4-57. indicates that
the plant would only meet the 0.5-NTU requirement
approximately 30 percent of the time.

During the CPE, a special study was conducted to
assess filter performance after backwashing. With
adequate facilities and operaton of preceding unit
processes, a properly operated filter should
expenence a 0.2-NTU nse in turbidity in the firnished
water for approximately 10 minutes after restart
following backwashing. Figure 4-58 shows the results
of a study that sampled Filter 3 for a 40-minute period
after restart following backwashing. The filter
experienced an approximate 1.0-NTU rise in turbidity
that did not drop back to the original value even after
40 minutes. This delay may be attributed to a problem
in the filter, or to improper treatment and conditioning
of the water prior to filtering.

After backwash, Filter 3 was drained and 2.5- to 3.8-
cm (1- to 1.5-in) mudballs were observed in the
media. As mudballs increase in size, they can settle to
the bottom of the media and limit the flow through
these portions of the filter. The filter flow 1s then
forced through the remaining media at higher rates,
which can impact fiter capacity and performance.
Proper backwashing procedures, such as adequate
length of backwash, gradual increase in backwash
flow rates, and sufficient agitation of the media, can
minimize the occurrence of mudballs.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetitive basis were
prioritized and are summarized below:

1. Application of Concepts and Testing Process
Control - Operation: Several operational practices
performed by the plant staff, including applying
fernc chloride and lime at the same point,
reqularly started dirty filters, and an unawareness
of the condition of the filter media, impaired plant
performance. Lime raises the raw water pH above
the range necessary to achieve optimum
coagulation and flocculation using ferric chloride,
Starting dirty filters without monitoring the impact
on finished water turbidity may represent a
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Figure 4-55. Plant 11 performance potential graph.
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Figure 4-57. Probability plot of finished water turbidity - Plant 10.
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potential health nisk to the village. If the condition
of the media is not known (e.g., mudballs),
operational practices causing these problems
cannot be changed. The staff's lack of attention to
repairing and using the rapid mixer also
contributed to this factor’s high rating.

Process Control Testing - Operation: Process
control testing was observed to be minimal.
Proper operational decisions require a routine and
comprehensive process control testing program.
Jar testing is necessary to evaluate changing raw
water conditions, and determine ophimum
coagulant types and feed rates. Also. the solds
contact unit requires constant monitoring of solids
(e.qg.. sludge depth., sludge discharge volume,
etc.) to optimize turbidity removals. Raw water
monitoring is also necessary.

Disinfection - Design: The SWTR will require all
plants 1o achieve a paricular CT value for the
disinfection portion of their plant. Concerns about
the formation of tnhalomethanes. formed as a by-
product ot chlonnation, will limit the level of
chlorine concentrations used by a public water
system. In heu of increasing chlorine dosages, a
utility will be compelled 1o increase the effective
contact time. The lack of baffling in the clearwells
may limit the eftective disinfectant contact ime (T)
that the utility will need to comply with the SWTR.
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The State's interpretation of this rule may lead to
different results than indicated by this
evaluation.Factors identified as having either a
minimal effect on a routine basis or a major effect
on a periodic basis are summarized below in order
of prionity.

Supervision - Administration: There is no clear
definition or delegation of responsibilities between
the superintendent and other members of the
staff. To maintain continuity in plant operations,
specific tasks should be assigned to each staff
member. This would alleviate incidents of poor
communication between the plant staff {(e.q., staff
members arbitrarily resetting chemical feed rates
after they have been adjusted by other staff
members). Once plant personnel have clear
definition of duties, dally planning and priority
setting, which is presently minimal, can be
optimized to increase plant performance.

Process Accessibility for Sampling - Design: The
lack of sampling locations to evaluate various
plant unit processes limits implementation of an
acceptable process control program. At minimum,
the plant should have taps to determine influent
and effluent turbidity leveis for the reservoir (and
river, if pumping directly to the plant), solids
contact clarifier, each of the three filters, and both
clearwells.

Alarm Systems - Design: The plant is operated for
significant periods of time without any operations
staff present to make process adjustments in
response o variations in raw water characteristics
or correct problems with key processes
equipment. As such, finished water quality could
degrade and pose a potential heaith risk to the
village. A turbidity monitoring system tied to the
clearwell effluent could be used to alert the plant
staff to process problems before finished water
quality reaches undesirable levels.

Number of Plant Staf - Administration: Prasently,
a staff of four persons have responsibility for the
operation and mamntenance of the water plant,
wastewater plant, distribution system, collection
system, and street maintenance. To properly
respond to the variations in raw water turbidity,
implement a process control program, provide
sample taps, etc., increased coverage of the plant
will be needed. Given these responsibilities and
requirements, a staff of four is inadequate.

5. Plant Staff Morale Pay - Administration: The
current pay structure for the staff may discourage
more highly qualified people from applying for
operator positions. The village does not currently
offer a pay scale competitive with othar facilities.

6. Chemical Feed Facilities - Design: The plant lacks
the capability to feed chemicals to various points
in the treatment process. The option to apply
chemicals (e.g., lime) will enable optimal use of
chemicals and chemical dosages. Additional
chemical feed facilities were projected to be
required. A polymer feed system could be used to
optimize filter performance especially during cold
weather operation.

The CPE team identified additional factors that had a
minor effect on plant performance. Specifically, the
lack of a preventive maintenance program, the lack of
variable speed mixing capabiliies during flocculation,
and the minimal depth of the sedimentation basin.
Headloss gauges should also be installed on each of
the Hiters to enable optimization of filter runs based on
headloss and/or effluent turbidity levels. The inability
to control flow distribution to the filters and control the
rate of flow at each filter will also adversely impact
filter operation.

Projected Impact of a CCP

Alleviating the identified factors would appreciably
improve the performance of Plant 11. As such,
implementation of a CCP, if accepted by the village
personnel, represented a viable option for the piant.
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Plant 12

Facllity Description

Plant 12 is a conventional plant that treats water from
a nearby river to provide water for domestic use by
the city. It consists of two separate sets of treatment
process trains that operate in parailel. One of these,
designated the “old" plant, consists of the solids
contact clarifier and the two circular dual media filters.
These were the original treatment processes before
the plant was expanded in 1977. The second set,
designated the “new"” plant, consists of two package
plants, Based on a review of plant records, the peak
operating flow for the entire plant was 32 L's (0.72
mgd). Plant 12 consists of two separate sets of unit
processes shown schematically in Figure 4-59.

e Raw water intake structure containing two
submersible pumps: one 25 Ls (400 gpm) and the
other 31 L/s (500 gpm)

® Propeller-type raw water flow meter

® Seven volumetric chemical feeders: two for alum,
three for lime, one for fluonde, and one for
KMnQ,4/PAC

® Two 3.4-m (11-ft) diameter flocculation basins, 2.7
m (8.8 ft) deep, each equipped with vertical paddle
flocculators and variable speed drives. Each unit is
divided into two sections by a mid-depth horizontal
perforated baffle

® Two package plants each with sedimentation and
filtration. The sedimentation section has a surface
area of 4.8 m2 (51.8 sq ft) and contains a 1.7-m
{5.7- tt) high module of 7.5-degree tube settlers.
Each filter has 10.2 m2 (110 sq ft) of surface area
and 76 cm (30 in) of mixed media

® 6.4-m (21-ft) diameter, 3.0-m (10-ft) deep upfiow
solids contact clarifier. Center flocculation cone has
a volume of 8,515 L (2.250 gal) with a vertical
paddle mixer

® Two 2.7-m (9-ft) diameter dual media
containing 69 cm (27 in) of media

filters

® Two clearwells: one "old", with 246,782-L (65.200-
gal) capacity and the other "new”, with 199,470-L
(52,700-gal) capacity

e Two backwash pumps: one "new" 63 Ls (1.000
gpm), and the other "old", est. at 31 L's (500 gpm)

e Vacuum-controlled solution feed chlorination
system fed from 68-kg (150-Ib) cylinders

e Three high-service pumps: two "“old", estimated at
16 L's {250 gpm) and 38 Us (600 gpm} and the
third "new™” 31 Us (500 gpm)

e Propeller-type finished water flow meter

e 333,080-L (88,000-gal) backwash water and sludge
holding basin

Water is taken from the middle of the river through an
intake pipe. Either of two submersible pumps is used
to supply raw water to the plant. The plant is operated
usually 6-8 hr’day and meets higher demands by
operating for longer periads.

The raw water is split between the “old" and "new"
plant by separate valves at the flow spht. Capabilities
exist 10 pre-chlorinate the raw water. The raw water
flow meter for the "old" plant had been removed for
repair and had never been replaced. For the "new"
plant, raw water flows can be measured and
controlled. During the CPE, the flow meter was
operational, but had not been calibrated and. thus,
was not used by the plant staff. The rate-of-flow
controller was out of service. Neither the flow meter or
controller had been used for a long time.

Alum and lime are added to both of the plants using
volumetric dry chemical feaders. On the "new” plant,
alum and lime slurries were prepared by adding water
to the dry chemicals in mixing tanks beneath the
feeders. These slurries were conveyed by gravity 1o
the pipe carrying the raw water to the flocculators. No
mechanical or static flash mixing was provided.
Chemical feed rates for both plants were adjusted with
changes in raw water turbidity based on the operator's
experience. A jar testing apparatus was available at
the plant, but not used. Feed rates were not routinely
adjusted.

The two flocculators on the "new" plant had been
modified by removing the horizontal, perforated
baffles. These baffles. intended to separate each of
these units into two stages, would have provided
improved flocculation., The mechanical mixers on
these basins were also not operational.

From the flocculation basins, flow to the "new" plant
entars a tank that has a sedimentation and filtration
saction. Flow is directed to the bottom of the
sedimentation section and then Hows up through a
module of 7.5 degree-tube settiers. Settled water
discharges into a trough that conveys it to the filtration
section. After passing through the mixed media filter,
the finished water flows to the clearwells.

The filtration units wera designed for automatic
operation with electrically actuated valves controlling
the fiter flow rate based on level measurements.
Backwashing was also designed to use automatic
alectrically actuated valves. Continuous turbidimeters
for the raw and finished water were provided. During
the CPE, however, none of the automatic valves or
turbidimeters were operational. Instead, the plants
were operated manually, but the plant statf could not
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adequately control the flow through the filters. Settled
water was observed cascading onto the surface of the
filter media. When a filter is properly operated. the
surface of the filter media is flooded, but under the
observed conditions. flow was passing through only a
portion of the media. Both the filters and the tube
settiers were backwashed at the same lime using
water pumped from the clearwells. Backwash water
was discharged to the holding basin.

In the "old" plant, a volumetric feeder adds dry alum
directly into the center flocculation zone and lime is
prepared as a slurry and piped to the flocculation
zone. A mechanical mixer provides mixing in the
zone.

The upflow solids contact clanfier on the “old" plant
consists of two sections that provide for both
flocculation and sedimentation. Flocculation occurs in
a mechanically mixed cone-shaped center Section,
while sedimentation occurs in the outer portion. Raw
water enters the flocculation section and then flows
downward before proceeding through the bottom of
this section into the upflow sedimentation section. The
mechanical mixer promotes flocculation and settled
water discharges over peripheral waeirs. Proper
operation of solids contact clanfiers relies on the
measurement and control of the solids maintained in
the unit. At the plant, solids lavels and concentrations
were not measured or contralled.

The "old" plant filters were circular steel tanks that
showed significant signs of corrosion. Two troughs
above the media distributed the settled water to the
fiters and collected the backwash water. Filter flow
rates were controlled by float-actuated valves that
were intended to maintain a constant water level
above the filter. During the CPE, these valves were
not operational. Settled water was observed cascading
onto the media surface instead of flooding the filter
media. These filters are backwashed with water
pumped from the clearwells. Backwash water is then
discharged to the holding basin.

Fimshed water from both plants combines ahead of
the "new" clearwell where chlorine, fluonde, and lime
are added. Chlorine doses are adjusted to maintain a
residual of 2.0 mg/L in the finished water leaving the
clearwell. Both pre- and post-chlorination are used.
The staff attempts to maintan a 50/50 sphit between
the two addition points, but no provisions are available
to measure this split.

All finished water enters the "new" clearwell, but both
clearwells are interconnected sa that the flow is
distributed between them. Separate high- service
pumps draw from each clearwell, an arrangement that
prevents the two clearwells from operating in series,
and thersby optimizing the contact time with the
chlorine. During the CPE, one of the "old" high-
service pumps had been removed for service. High-

service pumps are operated manually to supply the
four storage tanks in the distribution system.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
60. Three sets of bars are presented for each unit
process representing the "old" plant, the "new" plant,
and the total for both plants combined. Disinfection
was only evaluated lor the combined plants because
the units are interconnected. The shortest bar
represents the treatment process that limits plant
capacity to achieve the desired performance of less
than 0.5 NTU.

The instantaneous peak operating flow for the plant
was established at 16 L's (0.36 mgd) for each of the
two plants, or 32 Uis (0.72 mgd) for the total plant.
This flow is based on a review of flow records far the
previous year and the practice of only operating one
of the raw water pumps. On days the plant operates
for longer than 8 hr, the treatment processes are stll
operated at a maxmum flow rate of 32 Us (0.36
mgd).

The flocculation basins were rated at 48 L's (1.1) mgd
for the total plant. Most! of the flocculation capabilities.
however, are provided by the "new" plant. The two
flocculators were rated at 39 Ls (0.90 mgd)., under
the assumption that the honizontal perforated baffles
would be replaced and the mechanical mixers made
operational. The flocculation portion of the “old”
plant's solids contact clarfier was rated at 8.3 Uss
(0.19 mqd).

For sedimentation, the solids contact clarifier was
rated at 14 Us (0.32 mgd) and the combined package
plants at 17 Us (0.38 mgd) for a total plant capacity of
31 Us (0.7 mgd). The shallow depth and configuration
of the solids contact clanfier were judged to limit its
capacity. Higher surface averflow rates were applied
to the package plants because of the tube settlers.

Total filtration capacity for the plant was rated at 53
L/s (1.2 mgd). A filter loading rate of 117 m3¥m2/d (2
gpm/sq ft) was used for the “old" plant, which
resulted in a rated capacity of 16 L's (0.36 mgd). The
filters on the "new" plant were rated at 35 L/s (0.79
mgd) based on a loading rate of 293 m3/m2d (5
gpm/sq ft). These ratings assume the rate control
valves on both plants will be operational.

The disinfection system was rated at 18 L/s (0.42
mqd). Future drinking water requlations for disinfection
will be based on CT values needed for various
removals of Giardia cysts and inactivation of viruses.
To establish the CT required, it was assumed the
plant’s disinfection system would have to provide 1.5
logs of cyst removal with 2.5 logs of removal credited
for the other treatment processes. The total of 4 logs
of cyst removal required was based on the CPE
team's estimate of the quality of the raw water.
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Figure 4-60. Plant 12 performar.ce potential graph.
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To achieve the 1.5 logs of cyst removal. the CPE
team estimated that the disinfection system would
have to provide a CT of 100. This CT value is for
chlorine at a 2.5 mgiL dose. pH 7.5, and temperature
of 5C. The contact time was based on the chlonne
being added ahead of the "new" clearwell and the
flow passing through both clearwells. Only 10 percent
of the theoretcal detention time in the clearwells was
used because the clearwells are not baffled and
because they are subjected to fill and draw operation.
The piping arrangement. which does not assure that a
flow passes through both clearwells. also contributed
to this rating. The actual levels of disinfection required
for the plant in the future will be determined by the
State. The estimates in this CPE of the required total
number of log reductions and the allowances tor
actual contact times in the clearwells may change
when final regulations are developed.

The performance potential graph shows that, on a
total plant basis. the major unit processes have a

rated capacity close to or exceeding the peak
instantaneous operating flow of 32 L's (0.72 mgd),
with the exception of the disinfection process.
Flocculation 1s adequate up to 48 Ls (1.1 mgd) if the
flocculators on the "new” plant are returned to their
orniginal condition. The sedimentation processes are
projected adequate to treat a flow of 31 U's (0.70
mgd), which is borderline. The filtration system, rated
at 53 Ls (1.2 mgd), was rated considerably more than
adequate to treat the peak instantaneous operating
flow. Lack of baffling in the clearwells and the piping
arrangement between the two clearwells limited the
projected capacity of the disinfection process.

On an individual plant basis, the performance potential
graph shows that both plants do not have equal
capabilities. For the total plant to have a ratng of 32
Lss (0.72 mgd), more than half of the flow will have to
be treated in the “"new" plant. The solids contact
clanfier on the "old” plant limits the flow it can
adequately treat to 8.3 Ls (0.19 mgd).
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Performance Assessment

Figure 4-61 shows the finished water turbidity as
reported by the plant staff for a 12-month period. The
current State requlation for turbidity is 1.0 NTU. The
federal SWTR will require the plant to meet a 0.5-NTU
finished water turbidity 395 percent of the time. The
plant generally complies with the 1.0-NTU regulation,
but is consistently above the 0.5-NTU required by the
SWTR. A probability plot of this same data. shown in
Figure 4-62, indicates that under present conditions
this plant would only meet 0.5 NTU less than 10
percent of the time.

During the CPE, special studies were conducted to
assess the performance of both the "old" and "new"
filters after backwashing. With adequate facilities and
operation of proceeding unit processes, a properly
operated filter should produce a hnished water
turbidity of approximately 0.1 NTU and only
exparience a 0.2-NTU rise in turbidity in the fimshed
water for approximately 10 minutes after being
restarted following backwashing. For this special
study, both filters were sampled for a 30-minute
period after being restarted following backwashing.

Figure 4-63 shows the results for the "old" filter. Prior
to backwashing, this fiter was producing 0.22-NTU
water. After backwashing, however.the water quality
peaked at 38 NTU after 1 minute and did not drop
back to the onginal value even after 30 minutes. A
turbidity of 1.0 NTU was not achieved lor almost 20
minutes. Figure 4-64 shows the results after
backwashing one of the “new” filters. Prior to
backwashing, the filter was producing a 12.5-NTU
water, significantly above the 1.0-NTU requlation.
Atter backwashing, the water quality improved. but
had not achieved adequate performance even after 20
minutes.

These results indicate a significant performance
problem that may be attributed to the filters or to the
fact that the water being applied to the filter has not
been properly treated and conditioned in the
preceding umit processes. During the backwash of the
"new" filter, large amounts of ar were observed
bubbling up through the media.

During the two special studies, the team also
collected samples of the finished water from the
clearwells. These results. shown in Figure 4-65.
indicated that significantly high levels of turbidity were
passing into the city water systems: well above the
levels allowed by the State. Such high levels of
turbidity pose a significant health risk to the
community.

Performance-Limiting Factors

The factors identified as having a major effect on
performance on a long-term repetitive basis were
prioritized and are summarized below:

Performance Monitoring - Operation: The practice
of sampling at optimum times, though allowed by
current regulations, has resulted in an inaccurate
assessment ol the plant’'s true performance.
Accurate monitoring would have alerted the plant
staff to the serious performance problems at the
plant and likely would have resulted in regulatory
pressure to correct them. Improperly operating
laboratory instruments used for monitoring also
led to an improper interpretation of performance.

Plant Administrator's Policias - Administration:
Current and historical actions by the mayor and/or
city council were inadequate in recognizing the
significance of poor water quality and
inappropriate in that they did not aggressively
address the causes of the situation. The existing
new plant, constructed in 1977, had been allowed
to deteriorate. Repairs and maintenance to protect
system integrity had been largely ignored. Statf
with expertise in water treatment were performing
numerous other city functions away from the
water plant, and staff with virtually no traning in
water treatment were manning the plant for only
portions of the time it was operating. "Muddy”
water was accepted as a way of life. Agreements
to provide water to other communities were
negotiated and perpetuated despite the increased
demand that was placed on a marginally
functioning system. A significant change in past
policies and in emphasis on the water plant will be
necessary to reduce the health risk associated
with current water plant performance.

Maintenance: Years of neglect of all plant
equipment have degraded a potentially well-
equipped plant to essentially a nonfunctional state.
Considerable expenditures will be required to
make this equipment operational and to keep it
maintained.

Water Treatment Understanding - Operation: The
plant staff demonstrated a significant lack of
understanding of even basic concepts of water
treatment, allowing the water to cascade onto the
fiter media, starting dirty filters, performing no
process control testing, and essentially providing
no adjustment of chemical feed rates. There was
also a lack of urgency to repair and/or replace
improperly functioning equipment essential to
providing water treatment.

Process Control Testing - Operation: A process
control testing program to optimize unit process
performance did not exist at the plant. Process
control testing i1s essential for water plants served
by surface sources because of the frequent and
rapid changes in raw water quality. Basic
equipment was available to conduct this testing,
but was not used.
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Figure 4-61. Finished water turbidity profile - Plant 12.
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Figure 4-83. Oid plant north filter effluent turbidity protile

after backwash - Plant 12.
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Filtration - Design® This factor has an astensk
because of the air observed above the filters
during backwash. Air entering the filters during
backwash may have disturbed the fiter media to
the point that it will have to be replaced. The
condition of the filter media was not venfied during
the CPE. The filter tanks on the “old" plant are
severely corroded to the point that they could fail
entirely.

Disinfection - Design®™ This factor has an asterisk
because it was assessed based on the initial
disinfaction requirements of the new requlations.
These requirements may change when final
regulations are developed by the State. On this
basis, however, inadequate contact time is
provided because of a lack of baffling in the two
clearwslls and a lack of piping to allow them to
operate in series.

Factors identified as having either a minimal effect on
a routine basis, or a major effect on a periodic basis
are summarized below in order of priority.

1.

Staft Number - Administration: Additional staft are
required to provide adequate coverage of the
plant, to perform the necessary process control,
and to complete maintenance functions.

Staff Qualification - Administration: All of the plant
stalf must have high levels of education to make
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proper operation and maintenance decisions; all
staff should also be certified.

Process Flexbility - Design: The capability is
needed to feed polymers and filter aids at different
locations in the plant to optimize performance.
This will be especially critical if the plant is to
consistently meet a required finished water quality
of 0.5 NTU.

Alarm_Systems - Design: The plant experiences
rapid vanations in raw water quality and has a
lirmited number of operations staff present to make
necessary adjustments in response to thesse
variations (e.g., adjust chemical or chlorine doses,
or correct problems with key process equipment).
On these occasions, process performance could
degrade to a point where it poses a potential
health risk to the city. A turbidity monitoring
system tied to raw and finished water and a
chlorine residual momitoring system could be used
to alert the plant staff to process problems before
finished water quality reached undesirable levels.

Flow Proportioning to Units - Design: Flow
measurement and flow control devices are
needed o accurately split fiow to ensure that each
plant receives the proper flow rate. This is
especially crnitical because the flow to the "old"
plant must be limited to achieve desired
performance.

Flocculation - Design: In the "new"” plant, the
flocculator's original horizontal perforated baffles
will have to be replaced and the mechanical
mixers made operational. The flow to the "old"
plant must be limited because of the size of the
flocculation section of the solids contact clarifier.

Sedimentation - Design: The sedimentation
capabilities of the plant are marginal because of
the shallow depth of the solids contact clarifier
and the limited surface area of the sedimentation
sections of the package plants.

The amount of bond indebtedness of the city was
considered a minor factor, because it could limit the
ability to properly fund operation and maintenance or
needed repairs to the plant. Practices used for
disposal of plant sludges were not considered
environmentally sound, but had no impact on plant
performance. A lack of simple taps on all of the filters
prevented proper monitoring of filter performance.

Projected Impact of CCP

Data collected during the CPE indicated severe
performance problems. Correcting the identified
tactors would appreciably improve the plant's
performance and allow it to meet both current and
future regulations. As such, implementation of a CCP
represented a viable option for the plant.
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Plant 13

Facility Description

Plant 13 is a conventional water treatment plant that
supplies water to the city for domestic use. Its source
is a nearby river. Based on a review of plant records
for the year, the peak flow was 66 Ls (1.5 mgd). The
plant includes the following unit processes and is
shown schematically in Figure 4-66:

® Raw water intake structure and two vertical turbine
60-hp, 65-U's (1,040-gpm) pumps

e QOrifice plate with a totalizer-recorder to measure
raw water Hows

e Five volumetric chemical feeders: one each for
alum, lime, soda ash, potassium permanganate,
and powdered activated carbon

® Mechanical 3-hp flash mixer

® Two dual-stage flocculation basins. Each stage is
4.9-m (16-ft) square and 3.7-m (12.2-ft) deep. Each
stage contains a vertical paddle ftlocculator
operated from a central 1-hp variable speed drive

® Two sedimentation basins 11 m (36 ft) long and
6.1 m (20 ft) wide, containing 60° tube settlers 11
mx4.5m (36 ft x 14.7 #) and 3.7-m (12.2-ft) deep.
Each basin has a weir length of 43.9 m (144 f)

¢ Two mixed media filters 3.4 mx 3.8 m (11 h x 12.3
ft) fited with rotary surface wash, and containing 84
cm (33 in) of media

e Backwash water and settling basin sludge decant
basin

@ Four sludge drying beds

e Diaphragm metering pump to feed hydrofluosilicic
acid

® Vacuum-controlled solution feed pre-/post-
chiorination system fed from 68-kg (150-Ib)
cylinders

® Two 575,300-L (152.000-gal) clearwells

® 189-Us (3,000-gpm) vertical turbine backwash
pump

e Two vertical turbine high-service pumps with a
capacity of 66 Lis (1,050 gpm)

® 5.340-L (1.675-gal) wet well for the backwash and
high-service pumps

Water 1s taken from the river through any of three
intake pipes located at different depths. The intake

pipes supply water to a wet well. Either of two vertical
turbine pumps is used to supply raw water from the
wet well to the plant. The plant is usually operated 17-
20 hr/day. Higher demands are met by operating the
plant for longer periods.

An orifice plate measures raw water flow rates just
prior to chemical addition. Flow rates are charted on a
totalizer-recorder located on a panel with the reservoir
level alarm system.

Chlonine is injected prior to lime and alum addition at
concentrations high enough to maintain a 1.5-mg/L
residual on top of the filters - 45 kg (100 Ib)/d. The
rate is changed only when “muddy” waters are
observed at the piant influent.

Alum and lime are added-using dry volumetric
feeders. Alum and lime slurries are prepared by
adding dry chemicals to mixing tanks beneath the
feeders and conveyed by gravity to a trough carrying
raw water to the rapid mixer. Volumetric feeders are
also in place to feed potassium permanganate,
powdered activated carbon, and soda ash slurries to
meel seasonal variations in raw water quality.

Alum feed rates are adjusted based on visual
inspection of the floc particles in the flocculation
basins. A jar testing apparatus is in place, but is used
infrequently (10-15 times/yr). The lime feeder is
currently operating at maximum output, and is not
adjusted.

The chemical slurries and raw water enter a 0.9-m
square (3-ft square) and 2.4- m (7.8-ft) deep basin
containing a mechanical flash mixer. The basin has a
hydraulic detention time of 30 seconds. The CPE
team calculated the G wvalue for the mixer to be
adequate at B94 sec-'.

After exiting the rapid mix basin the water splits
hydraulically and flows through a parallel train of
identical flocculation, sedimentation, and fiiter basins,
prior to entering the two clearwells.

The coagulationvflocculation process is performed in a
dual stage system; each stage is fitted with horizontal
paddles. A pair of variable speed motors, one for each
stage, drives a central shaft which in turn drives the
paddles for each stage of the parallel trains. Each
basin has a detention time of 45 minutes and a peak
G of 77 sec-1.

Flocculation basin effluent is directed to the bottom of
the two pairs of sedimentation basins and flows up
through a set of 60-degree tube settiers. Each of the
two basins has a detention time of 2.1 hr. The basins
have a combined surface overflow rate of 58 m3d/m2/d
(1.420 gpd/sq ft). Sludge i1s manually removed
approximately every 2 months and washed to a
decant basin. Originally, decant from the basin was
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racycled to the head of the plant, but the recycle
pump is out of service so the decant is discharged to
the river. Sludge from the decant basin is washed to
the drying beds for ultimate discharge to a sanitary
landfill.

Settled water then enters a pair of mixed media filters
through metal troughs above 12.6 m2 (136 sq ft) of
media. Filter flow rates are controlled by raw water
pumping rates, which in turn actuate pneumatic
valves, maintaining an approximate loading rate of 222
m3¥'m2/d (3.8 gpm/sq ft).

Backwash frequency is determined by measuring
headloss across the filters or by observing a rise of
clearwell turbidity. Filter runs are routinely 40-45 hr.
Backwashing routinely consists of 6-7 minutes of
surface wash at a rate of 26 m3/m2/d (0.45 gpm/sq ft).
The media beds are then washed at a rate of 1,055
m3/m2/d (18 gpm/sq ft) for an indiscriminate duration.

The influent troughs are then used to discharge
backwash water to the decant basin. The filters are
capable of filter-to-waste operation, although this is
not commonly practiced.

Chlorine (23 kg [50 Ib]/d), hydrofluosilicic acid (91 L
(24 gall/d), and, occasionally, soda ash are then
added to fitered water prior to entering the two
clearwells. Each clearwell has a hydraulic detention
time of 4.9 hr, Current piping configurations do not
permit operating the clearwells in series.

Finished water then flows into the wet well which
supplies water for the two high-service pumps, as well
as the backwash pump.

Major Unit Process Evaluation

The performance potential graph is shown in Figure 4-
67. The shortest bar represents the treatment process
limiting the plant's capacity to achieve the desired
performance of less than 0.5 NTU.

The instantaneous peak operating flow. was
established 66 L/s (1,050 gpm). This is based on a
review of flow recards for the previous year and the
practice of only operating one of the raw water
pumps. The plant 1s normally operated approximately
17-20 hriday. To meet events of peak water use
durnng the summer, the plant is operated 24 hr/day.
On those days the treatment processes are still
operated at a maximum flow rate of 66 L/s (1,050
gpm).

The flocculation basins were rated at 149 LU's (3.4
mgd) based on a 20-minute hydraulic detention time
and two-stage flocculation with a variable speed input.

Due to the use of tube settlers. the sedimentation
basins were rated at 101 Us (2.3 mgd) based on a
surface overflow rate of 88 m3¥'m2/d (1.5 gpm/sq f).

Filtration capacity for the plant was rated at 85 L's
{1.95 mgd) based on the state maximum allowable
loading rate of 293 m3/m2/d (5 gpm/sq ft).

The disinfection system was rated at 26 L/s (0.6
magd). Future dnnking water regulations for disinfection
will be based on CT values needed for various
removals of Giardia cysts and inactivation of viruses.
To establish the CT required, it was assumed that the
plant’s disinfection system would have to provide 1.5
logs of cyst removal with 2.5 logs of removal credited
for the other treatment processes. The total of 4 logs
(99.99 percent) of cyst removal required for Plant 13
was based on the CPE team's estimate of the quality
of the raw water.

To achieve the 1.5 logs of cyst removal the CPE team
estimates that the disinfection system would have to
provide a CT of 183. This CT value is for chiorine at a
2.5 mg/L dose, pH 8.0, and temperature of 5°C. The
contact time was based exclusively on the post-
chlorine dose. Only 10 percent of the theoretical
detention time in the clearwells was used because the
clearwells are not baffled and thus are subject to
hydraulic short circutting. The actual levels of
disinfection required for the plant in the future will be
determined by the State. The estimates in this CPE of
the required number of log reductions of Giardia cysts
and wiruses and the allowances for actual contact
times in the clearwells may change when final
disinfection regulations are developed.

Raw and finished water pumping capacity was rated at
66 L/s (1.5 mgd). This rating was based on use of a
single raw/finished water pump with one pump out of
service.

As shown in the performance potential graph, the
major unit processes have a rating capacity exceeding
the instantaneous peak operating flow. with the
exception of the disinfection process. Again, the lack
of baffing in the clearwells limited the projected
capacity of the disinfection process.

Performance Assessment

Figure 4-68 shows the settled water turbidity
measured by the plant staff over the previous 12-
month period. Settled water turbidities were generally
less than 2.0 NTUs, although there were also several
periods of higher turbidity. These appeared to be
related to periods of high raw water turbidity,
indicating that chemical feed rates were not properly
adjusted to compensate for the changes in raw water
turbidity.

Figure 4-69 shows the finished water turbidity reported
over the previous 12 months. Current regulations for
finished water turbidity are 1.0 NTU. Future
regulations will require the plant to meet a 0.5-NTU
fimshed water turbidity 95 percent of the time. Except
for sevaral days in the first 3 months, the plant met
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Figure 4-67. Plant 13 performance potential graph.
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the 1.0-NTU turbidity requirements and was reqularly
below the 0.5-NTU required by the SWTR. Figure 4-
70 presents a probabiiity plot of this data and shows
that the plant produces a finished water turbidity of
less than 0.5 NTU approximately 70 percent of the
time. Comparing Figures 4-68 and 4-69 reveals that
tigher fimshed water turbidity occurred during the
same periods that the seftled water turbidity was
above 2.0 NTUs, prowviding further evidence that
chemical feed rates were not properly adjusted when
raw water turbidities changed.

During the CPE, a special study was conducted to
assess the performance of the filters after
backwashing. With adequate facilities and operation of
preceding umit processes, a properly operated filter
should produce a finished water turbidity of
approximately 0.1 NTU and experience only a 0.2-
NTU rnse in turbidity in the finished water for
approximately 10 minutes after being restarted
following backwashing. For this special study, finished
water from Filter 1 was sampled for a 40-minute
period after being restarted following backwashing.

Figure 4-71 shows the results of this special study.
Prior to backwashing, the filter was producing 1.0-
NTU water. After backwashing, the turbidity levels
increased to 3.6 NTU and did not stabilize at the 0.1-
NTU level for 30 minutes. The special study also
found a problem with an inadequate amount ol
backwash water flow at the beginning of the backwash
cycle. A period of essentially no flow was followed by
a wviolent eruption of the hiter media as the backwash
water finally started entering the filter. Further
investigation of the problem revealed that the valve
that controls the backwash water flow was sticking in
a closed position and would finally snap fully open.

These results indicate that a finished water that meets
current and future requiations is usually produced.
During periods of high raw water turbidity, it appears
that the plant staff is not adequately adjusting process
control to allow the plant to produce a consistently
good quality finished water. Turbidity levels following
backwashing also indicate that better process control
could be practiced to limit the passage of high
turbidity water into the distribution system following
filter backwash.
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Figure 4-68. Settled watar turbidity profile - Plant 13.
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Figure 4-69. Finished water turbidity profile - Plant 13.
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Figure 4-70. Probability plot of finished water turbidity - Plant 13.
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Figure 4-71. Filter affluent turbidity profile atter backwash - Performance-Limiting Factors
Plant; 13, The following factor was identified as having a major
Turbidity, NTU effect on a long-term repetitive basis:

I 1. Disinfection - Design® This factor has an asterisk
because it was assessed based on the initial
disinfection requirements of new regulations.
These requirements may change when final
requlations are developed by the State. Using this

I basis, however, inadequate contact ume is
provided because of a lack of baffling in the two
clearwells and a lack of piping to allow them to
operate in series.

2 Factors identified as having a minimal effect on a
routine basis, or a major effect on a periodic basis
were prioritized and are summarized below:

1. Supervision - Administration: The plant has 24-hr

R N S Y, Present Requrement coverage, which requires a large staff. This large
staff works without any formal organizational

. A it structure, no lines of authority, no chief operator,

I . SN . .| s Ll and a total lack of leadership. With this absence

of supervision, essentially no communication

: i occurs between the staff on the different shifts.

0 & = 20 30 ) There are no regular meetings, no operating log,

Minutes

and no shift overlaps where essential information
on the status of the plant can be discussed.
Without this essential supervision, the productivity
of the plant staff is poor, which encourages poor
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performance. For example. the alum feeder that
needed repair at the end of the first shitt was not
repaired during either of the next two shifts. Lack
of supervision and communication werea made
worse by a total lack of standard operating
procedures.

2. Application of Concepts and Testing to Process
Control - Operation: While the plant staff is
certified and has a knowledge of water treatment,
they are not able to apply therr knowledge to
properly control the treatment processes to
optimize performance. Filter-to-waste capabilities
at the plant are not used to minimize the passage
of high turbidity water to the clearwells after filter
backwash. The plant was also operated for a
month without a turbidimeter. Iron and manganese
levels were high in the finished water on several
occasions, but no process changes were initiated
by the plant staff, Lime is fed at the same point as
the alum even though the lime raises the pH out
of the optimum range for alum coagulation.

3. Process Control Testing - Operation: A process
control testing program to optimize unit process
performance did not exist. Process control testing
is essential for water plants served by surface
sources because of the frequent and rapid
changes in raw water quality. Basic equipment
was available to conduct this testing, but was not
used.

4, Preventive Maintenance - Maintenance: The lack
of a maintenance program has resulted in many
key pieces of equipment needed for optimal
operation not operating or near failure. Filter
controls, the influerit control valve, the finished
water flow meter, and backwash water reclaim
pumps are not operating. New alum and lime
feeders wers not installed to replace the marginal
units still in operation. Backwash control valves
weara maltunctioning and the drives on the
flocculators were making excessive noises with no
indication of repairs being planned.

5. Water Demand - Administration®. This factor has
an asterisk because 1t is projected that in the
spring of 1990 the water demands of the new
industry and development in the city will exceed
the raw water pumping capacity of the plant. Plant
administrators committed the plant to supply this
water with little regard to its impact on the
capacity or performance of the plant.

Several of the administration’s policies are considered
to have a minor impact on the performance of the
plant. Current rate structures do not allow the plant to
be self-sustaining and cover all needed operation and
maintenance costs. There is a total lack of long-range
planning to allow for growth within the community so
as to minimize impact on plant’'s capacity and
performance. Funding for the plant is also kept low,
preventing repair of key equipment. Other factors
thought to have a minor impact on performance are
the low pay ot the plant staff as compared to other
plants in the State and the lack of process flexibility.

Projected Impact of a CCP

Data collected during the CPE indicated that this plant
usually performs satisfactorily, with some problems
responding to changes in raw water turbidity.
Correcting the identified factors would appreciably
improve the consistency of the plant's performance
and allow it to meet both current and future
reguiations. As such, implementation of a CCP
representad a viable option for this plant.
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