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As a direct result of Divisional 
improvement strategies, all relevant 
state environmental regulations and 
controls were met and, in many cases, 
exceeded during 2009. Under the 
National Pollutant Inventory (2008), 
Adelaide Brighton Limited rated in 
the lowest quartile for all emission 
substances. 

Site-specifi c environmental 
initiatives included: 

An ambient noise monitoring program 
at the Angaston plant, which pinpointed 
areas of the plant emitting higher 
levels of noise. The installation of noise 
absorption material around large fans 
in the lime plant was a successful 
solution.

A new truckwash facility at Birkenhead 
allows water to be captured in recycling 
tanks and used to suppress dust on 
adjacent stockpiles and roadways.

The Munster plant improving 
opportunities for recycling by 
segregating various types of waste 
in stockpiles and storage to avoid 
contamination. 

The Cement and Lime Division’s 
Kwinana bagging plant achieving 
signifi cant reductions in packaging 
waste through:
- a 40% reduction in the micron 
  rating of plastic fi lm in paper sacks
- an 8% reduction in the micron 
  rating of stretch hood wrap
- segregating wood and plastic from  
  general waste so they can be recycled.

Hy-Tec in Queensland trialled aerating 
recycled water to reduce the amount 
of tank sludge that goes to landfi ll.

C A S E  S T U D Y

Industry recognition

The New South Wales Hy-Tec operations received several 
environmental and occupational health and safety awards from the 

peak industry body, Cement Concrete and Aggregates Australia (CCAA):

Bill Magner Memorial Metro Concrete Plant 
Environment Performance Award - Hy-Tec, Glendenning plant.

Truck loading and truck washout are conducted undercover, preventing 
process water from contaminating stormwater, aiding in water treatment effi ciency. 

All site water is captured and recycled back into the concrete batching process.

CCAA Quarry Environment Performance Award (Highly Commended) - Hy-Tec, 
Austen Quarry. The quarry water management system has been effective in preventing 

overfl ow into the Cox River, which forms part of the Sydney water catchment.

CCAA Most Improved Environment Award - Hy-Tec, Mascot Plant.
The Mascot plant improved fl ood water management by changing ground levels within 
the plant and constructing dish drains to channel water through water management 
systems. All the run off is reused onsite, which reduces the need for mains water. 

CCAA Occupational Health and Safety Practical Innovation Award - Hy-Tec, 
Austen Quarry. Radio transmitters have been fi tted to safety helmets, and radio 

receivers in the cabins of mobile equipment. Drivers receive alerts when 
people are in close proximity, raising the safety standard of the site.

CCAA Guarding and Access Award - Hy-Tec, Glendenning plant.
Glendenning plant’s innovative equipment guarding design 

sets a new standard for the industry and allows easy 
and safe access for maintenance.
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C A S E  S T U D Y

Recycling waste for energy

Turning waste into resources to conserve fossil fuels 
is a major focus of Adelaide Brighton’s sustainability program. 

The Company’s Alternative Fuels Program has developed in line with 
international industry standards, developed through the World Business 
Council for Sustainable Development - Cement Sustainability Initiative.

Reprocessed oil is a serious environmental problem faced by industry. Recycling 
it for energy conserves fossil fuels and provides an environmentally responsible 

and economically viable option to disposal, reducing illegal dumping. The industry 
is successfully using oil waste from many sources in kilns in several locations. 

Reprocessed oil has been used in lime production at Mataranka in the Northern 
Territory for more than 10 years and is currently steady at 100% substitution of 

fossil fuel, giving a regional opportunity for waste oil recovery. Dongara lime plant 
in Western Australia, which started its alternative fuel program with reprocessed 

oil in 2008, has reached a 26% substitution rate of its fossil fuels. Together, 
these sites use 10 million litres of reprocessed oil and substituted more than 

18,000 tonnes of coal equivalent. Cockburn Cement’s Munster plant will 
continue to establish the reprocessed oil program in 2010. 

In line with international protocols, Adelaide Brighton is committed to 
local community consultation on the use of alternative resources. 

We conduct investigations and establish licence limits with 
all relevant authorities charged with protecting the 

environment and local communities, and we 
publicly demonstrate our results.
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Adelaide Brighton welcomed the 
Australian Government’s 2009 National 
Waste Initiative to encourage the 
standardised management of waste 
in and across State boundaries. The 
Company’s experience in this area 
has helped inform the development 
of policies and guidelines, which 
ultimately will see the establishment of 
an important new industry in resource 
recovery. Other initiatives include:

Adelaide Brighton was involved with 
the development of South Australia’s 
Draft Environment Protection (Waste 
to Resources) Policy and Explanatory 
Report. This report provides a guide 
to the recovery of waste for conversion 
into a range of resources. The report 
endorses the benefits of using waste 
materials to replace traditional natural 
resources, and the acceptance that 
resource recovery is both economically 
viable and environmentally responsible.

Hy-Tec focused on the use of 
manufactured sands and recycled 
aggregates in place of traditional 
concrete aggregates. Redesigning 
concrete mixes to include these 
materials has been most successful 
in New South Wales and Queensland, 
where 26% substitution has been 
achieved.

Adbri Masonry tested a range of 
by-products for use as substitutes 
for traditional natural materials in 
manufacturing. These included coal 
combustion products, basalt fines, 
manufactured sand, and recycled 
glass as ‘glass sand’. 

The Cement and Lime Division’s 
alternative raw materials program in 
clinker production, which includes: 

Munster plant
Use of kaolin - overburden from 
coalfields, as an alternative to shale.
Using fly ash - a waste from coal fired 
power stations, replacing bauxite.

Angaston and Birkenhead plants
Trialling foundry sand - a by-product 
from the metals casting industry 
displacing shale.

Birkenhead 
Increasing use of Alox - a 
by-product of metal recycling, 
as a substitute for shale.
Mill scale - a by-product from steel 
rolling, as a substitute for iron ore.

The Cement and Lime Division’s 
continuing progress in using alternatives 
to fossil fuels has increased across 
the division again in 2009 to 7.3%. 
Initiatives that have assisted include:

The installation of reprocessed oil 
injection equipment at the Mataranka 
lime plant has achieved 100% 
reprocessed oil firing with no loss in 
production and a reduction in stack 
emissions.

Improvements through the reduction 
of moisture and increased calorific 
value of the waste materials have 
resulted in higher energy content 
in recycled construction 
and demolition fuel 
by 32%.
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E N E R G Y  E F F I C I E N C Y

Energy costs are a major factor in 
the production of cement and lime. 
Adelaide Brighton is reducing energy 
demand through technology, operational 
change and innovation, and by seeking 
opportunities for using alternative fuels. 

The Company has 28 projects on the 
Department of Resources Energy and 
Tourism’s Energy Effi ciency Opportunities 
Register. It is estimated that, combined, 
they will achieve a 5% energy effi ciency 
gain over the next fi ve years across 
participating sites.

Initiatives include:

Dongara plant - the recycling of waste 
materials back into the production 
process is expected to contribute to the 
site’s target of a 3.7% effi ciency gain.

Birkenhead plant - waste heat recovery 
and recycled construction and demolition 
fuel drying projects will contribute to the 
site’s target of a 9% effi ciency gain.

Angaston plant - a focus on reducing 
wet kiln feed moisture variability 
contributing to reduction of the site’s 
energy footprint by 4%.

Munster plant - Operational 
Improvement Plan energy related 
projects expected to contribute to an 
estimated overall 2.5% effi ciency gain.  

Additional energy effi ciency 
highlights for 2009:

Components in the Birkenhead kiln 
were upgraded with new ceramic 
technology to reduce heat loss and 
improve fuel effi ciency.

An effi ciency program at Austen Quarry 
saw power and diesel demand reduced 
by 35% per tonne of aggregate.

The ongoing Greening IT Strategy 
involved an energy effi ciency project 
to virtualise the Company’s computer 
server environment.

Hy-Tec Queensland’s premix batching 
plants fi tted timers to the water stiring 
motors achieving a 40% reduction 
in energy usage.

Hy-Tec introduced higher capacity 
agitator trucks to its fl eet. These trucks 
are being tested for use on large jobs 
and it is expected the benefi ts will 
include reduced transport fuel per 
cubic meter, and the easing of traffi c 
on public roads and around 
construction sites.
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Carbon pollution reduction - Adelaide 
Brighton has been has been engaged 
in the development of the Australian 
Government’s proposed Carbon 
Pollution Reduction Scheme (CPRS). 
The Company supports an Australian 
emissions reduction scheme, so long 
as its impact does not jeopardise the 
competitiveness of Australian industries. 
While the proposed scheme provides 
short term certainty over direct 
emissions for the cement and lime 
industries, Adelaide Brighton believes 
Australia should not commit prematurely 
to an ambitious scheme which weakens 
its international competitive position 
and does not achieve global 
environmental gain.

Renewable Energy Target - In 2010, 
the Australian Government extended 
the Renewable Energy Target (RET) 
with the aim to reduce the greenhouse 
footprint of supplied power. As electricity 
is a significant cost in cement and 
lime production, the industry has been 
working with government to ensure 
that large industrial consumers receive 
appropriate assistance. 

Voluntary commitment - In 2009, 
Adelaide Brighton signed a “Voluntary 
Sector Agreement” with the South 
Australian Government to explore 
opportunities to adopt greenhouse gas 
reduction and sustainability actions in 
its South Australian operations and to 
encourage industry partners and other 
stakeholders to implement similar 
measures. 

Australian Standards - Adelaide Brighton 
is working with Cement Concrete and 
Aggregates Australia to review the 
Australian Standard for cement. The aim 
is to substitute greenhouse gas intensive 
clinker components with materials 
defined as “mineral additions”, without 
changing the performance of cement. 
The new Standard has the potential to 
cut the greenhouse gas emissions by 
more than 60,000 tonnes.

Using industry waste - Industry by-
products, such as slag from steel blast 
furnace operations and fly ash from 
coal fired power stations, can, under 
certain conditions, perform like cement. 
These are known as supplementary 
cementitious materials (SCMs). By using 
these previously wasted materials, the 
greenhouse gas footprint of concrete 
is reduced. 

Work with SCMs continues in Western 
Australia, where improvement in fly ash 
quality has provided opportunities for 
Cockburn Cement to develop blended 
cements for the local market. Further 
trials will be carried out in 2010.

In the past three years, Adbri Masonry 
has also increased the use of SCMs in 
production. Substitution rates of 20% 
have been achieved. This experience 
will be rolled out to optimise concrete 
batch mixes at all sites.

Hy-Tec has been developing a concrete 
mix to increase the use of SCMs and 
maintain or enhance the performance 
of its concrete and acceptance for 
Green Star rating.
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Health and safety

Health and safety is a key performance 
indicator at all Adelaide Brighton 
sites. Each Division operates safety 
committees and there is a Company 
wide exchange of information and 
incident reporting. 

Each division utilises a risk based 
approach to health and safety, with 
a strategic plan developed for each 
division. The outputs from these plans 
result in actions that directly involve 
our people and improve workplace 
safety. Some of the improvement 
initiatives undertaken include:

Refresher training program for high risk 
activities - primarily conducted inhouse 
to ensure relevance to our business.

Training for mobile equipment operators 
and improvements to the physical traffi c 
management systems.

A review of the lock out/tag out systems 
as well as machinery guarding systems.

Initiatives extend further than the 
Company’s site operations. Health 
and safety associated with the use of 
Adelaide Brighton product is also a 
priority. As an example: 

Adbri Masonry’s development of a light 
weight masonry block in New South 
Wales and Tasmania. The product has 
become popular in the trade because 
it is lighter to lift and costs less to 
transport.

Construction industry workers are 
given specifi c training in product 
use as an after sales program.

In the interests of safer manual 
handling, both at the packaging plant 
and in the fi eld, Adelaide Brighton 
Cement and Cockburn Cement products 
have reduced packaging size and 
can only be supplied in less 
than 40kg bags.

People development

In addition to providing university 
students with vacation employment 
and training opportunities within our 
operations, Adelaide Brighton also 
supports a Graduate Program for 
recent graduates. 

In 2009, two graduates, a chemical 
engineer and marketing graduate, 
were successful in securing 
permanent full time positions with 
the Company enabling them to 
further develop the skills gained 
during their training program.

Sam Toppenberg

Executive General Manager

Human Resources

>

>

>

>

>

Employees by location
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For the past decade, Adelaide Brighton 
has been reducing water consumption 
by changing the way it uses water, and 
fi nding new ways to recycle on site. 

During 2009, in all states where 
Adelaide Brighton has key operations, 
governments required businesses to 
develop site specifi c Water Effi ciency 
Management Plans (WEMP).

Queensland

Hy-Tec Queensland rolled out formal 
WEMPs in plants using more than 
10 million litres of mains water, 
and recorded WEMP voluntarily 
at other sites. 

Hy-Tec’s aspirational target, across 
all Queensland operations, is to use 
no mains water. Already the use of 
bore water at Narangba and Beerwah 
concrete plants has replaced 18,000 
million litres of potable water. Dry 
weather during 2009 slowed the 
water harvesting program at Narangba, 
which has fi ve 10,000 litre tanks. 
Bracalba site already is independent 
of mains water, Maroochydore’s WEMP 
delivered a 23% reduction, and 
Kawana achieved 16%. 

Western Australia

In 2009, the Western Australian 
Government required all business sites 
using more than 20 million litres of 
mains water to participate in its Water 
Corporation’s Waterwise Business 
Program. This involves:
- Undertaking an annual Water 
  Management Assessment using 
  a 2006/07 base line.
- Developing a Water Effi ciency 
  Management Plan (WEMP).
- Reporting progress annually.

Cement and Lime’s hydrated lime 
process at Kwinana, under its WEMP, 
has reduced water consumption by 23%.

Munster WEMP addressed the truck 
and car washes eliminating leaks and 
optimising spray operations. Work done 
has led to a lower target for the site 
of 22 litres per tonne of product.

South Australia
Water saving projects in 
South Australia have included:

Angaston plant
- Plant water recirculated to cool the 
  main air compressor and rotary blower.
- Kiln 3 inlet analyser water cooling 
  probe replaced with closed circuit 
  system.
- Installation of valves on slurry pumps 
  to control and measure fl ow rates.

Birkenhead plant
- Disused underground tanks now 
  store run-off water for gardens.
- Gardens replanted with arid zone 
  native plants.
- Birkenhead aims to capture enough 
  stormwater to supply all its needs.
- Catchment area built to capture 
  excess truck wash water for 
  reuse on site.

C A S E  S T U D Y

Water wise and winning 

Adelaide Brighton Cement’s Angaston plant 
operates wet process cement clinker and lime kilns - 

so there is no escaping the need for large volumes of water. 

Nevertheless, the Company has cut mains water use by 
33% and maintained that lower level for two years. Some 
lateral thinking and a symbiotic relationship with a fellow 
Barossa Valley manufacturer were part of the solution.

Since 2006, Barossa Valley wine packaging Company 
Vinpac International has been transferring waste water 
to its neighbour in the Valley - Adelaide Brighton’s wet 

process plant at Angaston. This has saved Adelaide 
Brighton two thousand litres of water - the equivalent 

of the annual consumption of 250 households. 

The project has been a fi nalist in the prestigious 
national Banksia Water Award. This year, 

Adelaide Brighton increased its 
waste water usage by 10%.
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Staying at the forefront of our industry, 
through continuing product development 
and improvement, is vital to Adelaide 
Brighton’s long term business 
sustainability. 

2009 highlights

Hy-Tec and Adbri Masonry in Queensland 
worked together to match the premix 
concrete colour and paver colour range 
for a streetscape extension in Nambour. 
A valued customer achieved its aim of 
matching old with new, and recognised 
the value of dealing with a company 
with the product range and versatility 
of Adelaide Brighton.

Hy-Tec ‘no fines’ is specified as part of 
the Adbri Masonry retaining wall system 
in Queensland. Co-operation between 
the two divisions has produced a robust 
and versatile product for the market.

The Ecopave® range is Adbri Masonry’s 
new approach to developing a 
sustainable product range. Design 
considerations in Ecopave® products 
include:
- water permeability to reduce 
  loss to stormwater
- lightweight for easier manual 
  handling and efficient transport 
- manufactured using sustainable 
  practices (including waste reduction 
  and recycling, natural resource 
  substitution and using alternative  
  non-mains water sources).

C A S E  S T U D Y

All aboard the 6-Star Ark

The challenge for Hy-Tec New South Wales 
was to produce a super strength 100 MPa 

concrete mix for a for a 21 storey office tower in 
North Sydney to comply with the strict Green Star 

rating set by the Green Building Council of Australia.

Incorporated into the mix were substantial amounts of 
recycled products, including slag aggregates, manufactured 
sand and alternative cement products. The super strength 

and durability of the concrete gave engineers and architects 
the ability to include design features that will allow the 

building to be used for multiple purposes over the 
years without major modification. 

The building - called The Ark - has been awarded 
a 6-Star Green Star Office Design rating, which 

the Green Building Council says represents 
‘world leadership’ in environmentally 

sustainable design. 




