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The interaction of cement, 
concrete and lime operations 
with other industries, the 
environment and the community
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Traditional inputs
Fuel (natural gas and coal)
Water
Raw materials (limestone, 
   clay, ironstone, gypsum)
Power

Traditional inputs
Fuel (diesel, natural gas)
Water and cement
Materials (sand, aggregates)
Power

Uses
Concrete products 
   (paving, blocks, walls)
Premixed concrete for
   infrastructure
Commercial and 
   residential buildings
Road construction
Soil stabilisation
Mine backfi ll

Emmissions
GHG Emissions
Noise and dust
Waste water and concrete

Emmissions
GHG Emissions
Noise and dust
Stack emissions
Kiln dust

Recycling industry 
materials
Glass waste
Power generation coal ashes
Concrete waste
Iron blast furnace slag
Waste water
Quarry screenings
Mining fi nes

Uses
Iron and steel production
Aluminium refi ning
Drinking water treatment 
   and air fi ltration
Soda ash for glass making
Soil conditioning (agriculture)
Construction materials
Stabilising landfi ll
Paper production
Mine water neutralisation

Recycling industry materials
Iron blast furnace slag
Alumina smelting pots
Power generation coal ashes
Petroleum refi ning catalyst
Cast metal sand
Steel rolling mill scale
Lead and zinc refi ning slags
Metal processing residue
Wine bottling wash water
Used lubricants greases and oil 
Construction and demolition waste
Chemical Industries (e.g. solvents, 
   and residues)

CEMENT AND LIME PRODUCTION

CONCRETE PRODUCTS AND PREMIX

Alternative resources
Clinker substitution
Alternative fuels
Water recycling on site/
   alternative supply
Raw materials  
 

Alternative resources
Cement substitution
Water recycling on site/alternative supply
Aggregate substitution  
 



Energy, water and raw materials - the key elements used to produce cement 
and lime - need to be conserved. Adelaide Brighton respects the need for 
sustainability - and it respects the communities in which it operates. The Company 
is seeking cleaner, greener ways to conduct its business and manufacture its 
products. All plants are required to conform with state and federal environmental 
legislation, and each site is individually licensed. Larger sites have established 
local community liaison groups and meet regularly on issues of performance, 
progress on environmental improvement plans, and licence conditions.

Cement manufacturing performance

Kiln fuel efficiency

Alternative fuels substitution

Clinker/cement ratio

Greenhouse gas efficiency (GHG)

Electricity efficiency

1 Measures, technologies and programs have been referenced from Cement Technology Road Map 2009, WBCSD and IEA

Best practice technology and programs

WBCSD1 technology and programs

Use of preheater/calciner kiln technology

Using alternative fuels program

Using alternative raw materials program

Clinker substitution program using supplementary cementitious materials (SCM)

Clinker substitution program using mineral addition (MAC)

1 Measures, technologies and programs have been referenced from Cement Technology Road Map 2009, WBCSD and IEA

2 Calculated for high volume (GP) clinkers
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WBCSD1
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4.2

3

79

0.800
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% Adelaide Brighton 
production (cement)

72%2

72%

100%

21%2

4%

Adelaide Brighton
Cement data

5.4

7

77

0.787

115

% Adelaide Brighton 
production (lime)

86%

15%

0%

n/a

n/a

Cement and Lime manufacturing

Energy
The operations in the Cement and Lime Division collectively use more than 98% 
of all energy consumed by the Company. Choosing the right technologies, energy 
sources and efficient operational procedures is vital to ensuring that our products 
remain competitive.

Technology
Adelaide Brighton continually strives to produce cement and lime in the most 
efficient and sustainable ways. In the production of high volume products, for 
example, it employs world-class technology that reuses heat created in the 
process. Technology and equipment in all plants is regularly assessed and updated 
to maintain high levels of efficiency. New plant replaces old, external research 
is used to find new technical practices, and our skilled people are continually 
identifying ways to improve operations. Each cement and lime site has an energy 
efficiency program. Angaston, Birkenhead, Munster and Dongara are required to 
participate in the Federal Government’s Energy Efficiency Opportunities program, 
which requires energy intensive sites to identify, evaluate and report publicly on cost 
effective energy savings opportunities. Over a five-year period, across these four 
sites, Adelaide Brighton estimates it will reduce energy consumption by about 5%.
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Management systems 
Strict procedures at each site ensure staff maintain and operate plant to manufacturers’ specifi cations and in optimum production conditions. 
Sophisticated programming and monitoring ensures that faults are quickly diagnosed and maintenance is thorough. Similarly, across the 
Company plants are controlled by skilled operators who use computers to monitor each part of the process. Consistent operations give us 
good environmental performance and quality products. Angaston has trialled “dash board control’s”, which gives real-time measures 
of process effi ciency. This technology will be rolled out across the Cement and Lime Division. 

Alternative fuels
In cement and lime manufacturing, kiln fuel accounts for 91% of the total energy used and is the source of 35% of greenhouse gas emissions. 
In its Cement Sustainability Initiative, the World Business Council for Sustainable Development (WBCSD - CSI) identifi es as best practice sourcing 
kiln fuels from waste and by-product materials, rather than fossil fuels. Adelaide Brighton has had alternative fuels programs in place at all cement 
and lime manufacturing sites since 2003 and through them currently substitutes more than 6% of their collective fuel needs. From a wider community 
perspective, the use of waste and by-product materials improves the viability of waste recovery streams and helps to use thousands of tonnes of 
substances that would otherwise go to landfi ll, or simply be disposed. 

The implementation of these new practices has required a signifi cant change in approach, not only by the Company, but also by regulators and 
local communities. Suitable alternative fuels are fi rst carefully selected for quality, quantity, cost and consistency of supply. A testing program is 
implemented at each site to prove environmental emissions calculations. Assessment reports from each trial are reviewed by state authorities and 
the results are discussed with the community before any new fuel is approved for regular use. The refi nement of fuels and processes is ongoing, 
to maximise energy effi ciency.  

                                                                         The current programs focus on three particular fuels:
                                                                      > Waste oil used at Angaston, Dongara and Mataranka 
                                                                         conserves natural gas and provides a recycling opportunity 
                                                                         in each region. Munster is investigating the use of waste oil.  
                                                                     > The use of biomass fuel sourced from construction and 
                                                                        demolition waste began at Birkenhead in 2003. It is a 
                                                                        substitute for 14% of the natural gas used to heat the plant.   
                                                                     > Birkenhead also uses carbon powder from treated and 
                                                                        fi ne-crushed spent aluminium smelting pots.

Alternative raw materials
Cement and lime production also requires large amounts of natural raw materials. The Cement and Lime Division’s alternative raw materials 
program uses waste and by-products recycled from other industries, reducing the amount that would normally go to landfi ll, and conserving 
natural resources. The Company is continually searching and trialling materials that enhance our products and can be successfully used in 
production. Before a alternative raw material is approved for use, it is rigorously trialled and proved.
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Clinker substitution in cement
Clinker is the most energy and greenhouse gas-intensive component of cement, comprising  95% of the 
composition of high volume traditional Ordinary Portland Cement (OPC). OPC is the most common used 
around the world. Reducing the clinker/cement ratio in cementitious products is recognised by the WBCSD - 
CSI as a key sustainability opportunity and has become a key performance indicator for the industry.

Changing the ratio has been achieved through:
The introduction of blended cements with higher levels of supplementary cementitious materials (SCM).
The design of cementitious binders for non-structural applications.
A change in the Australian Standard for cements, in 2010, that permits a higher and wider range 
of mineral additions to displace clinker content.

In 2010, the Cement and Lime Division consumed 34,000 tonnes of alternative raw materials, including: 
Air-cooled blast furnace slag was fi rst trialled in Angaston’s clinker production in 2007 and substituted 
4,000 tonnes of greenhouse gas emissions that year. However, at the time the program was not viable. 
Trials are under way again at Birkenhead and it is hoped a viable process can be implemented at both plants. 
Angaston trialled the use of foundry sand as an alternative to soapstone, a natural resource, in the cement 
manufacturing process. The trial was successful and extended to Birkenhead. In 2010 the sites collectively 
used 9,000 tonnes of foundry sand and the quantity is expected to increase as the process is refi ned.
Alox, a by-product from aluminium recycling, successfully substituted for clay at Birkenhead and 
plans are being drafted for a permanent alox handling facility at the plant.
Black sand, a by-product of metal smelting, and mill scale from steel rolling, being used as a substitute 
for iron ore in kiln feed at Birkenhead. 
Munster use of kaolin from coal mining and spent catalysts from petroleum refi ning as an alternative 
to shale with alumina and iron contributions.
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Water
The manufacture of cement and lime 
uses water both directly in the process, 
and indirectly for dust suppression and 
truck washing. Activities to reduce water 
consumption are registered with state 
authorities’ water effi ciency programs 
and recorded in site environmental 
improvement plans.

Adelaide Brighton’s investment in dry 
process technologies has reduced water 
demand by 450 litres per tonne of product.  

Additional water effi ciency initiatives 
adopted across the Division include:
The planting of indigenous gardens.
Harvesting and storing water for low 
grade uses such as dust suppression.
Monitoring water consumption in real 
time to fi nd opportunities for effi ciency. 
Educating the workforce about 
water conservation.

Alternative water sources are also sought. 
Since 2006, Angaston has been using waste 
wash-water from a neighbouring bottling 
company. This practice provides a solution 
for the waste - and saved 35,000 ML of 
mains water in 2010. This project earned 
the Company a place in the fi nals of the 
prestigious National Banksia environmental 
awards in 2007.  

Air quality, noise 
and emissions
Greenhouse gas and stack emissions from 
cement and lime production are monitored 
through compliance with government 
environmental licences and reported to 
the National Pollutant Inventory (NPi) and 
National Greenhouse & Energy Reporting 
(NGER). Kwinana, Dongara, Munster, 
Birkenhead, Angaston, Mataranka, Klein 
Point and Blanchetown quarries all report 
annually to the NPi, and every Adelaide 
Brighton site reports to NGER.  

During 2010, a site visit to Dongara by 
the Western Australian Department for 
Environment and Conservation resulted 
in no major issues of NPi reporting.
 
The Company’s greenhouse gas and 
energy data collection process was 
reviewed to ‘reasonable assurance‘ level by 
PricewaterhouseCoopers, and submitted to 
government for approval and listing on the 
Emissions-Intensive Trade-Exposed Industry 
Register. This data forms the basis of our 
NGER mandatory reporting.  

Minimising dust, noise and emissions is 
a universal goal in all site Environment 
Improvement Plans and these items are on the 
agenda at community consultation meetings:

To combat noise and dust issues outside 
its site boundaries, Adelaide Brighton 
takes four key actions:
Levels are measured regularly.
Barriers minimise the effects at the source. 
Site activities are managed to minimise 
the impact.
Selecting equipment with performance 
specifi cations.

Dust emissions from kiln stacks are 
continuously monitored to optimise the fi ltering 
and combustion process to comply with 
environmental licence conditions. Stack testing 
contractors routinely expertly test emissions. 
When there is a process change the effect at 
ground level is modelled and checked against 
acceptable regulated environmental standards.

Over the past 5 years, Angaston has reduced 
stack emissions by 90% by striving for steady 
kiln operations (a reduction in stops and 
restarts). Munster’s continuous improvement 
plan for kiln 6 includes the installation of a 
baghouse fi lter. 

Munster’s 5 kiln operation is using an extensive 
environmental emissions analysis tool along 
with a real time monitoring system. This helps 
to identify and assess factors related to raised 
levels of stack emissions.

Greenhouse gases
More than 99% of on-site greenhouse gas 
(GHG) emissions are released from cement 
and lime production through the kiln stack. 
These emissions are from process materials 
that emit CO2 as they are heated in the kiln, 
and from the fuels used to heat the kiln. 
Changing the concentration of GHG requires 
a change in fuels and burning technologies. 
The upgrade of kiln burners has achieved 
improvements in burning effi ciencies and 
provided the opportunity for using alternative 
fuels with lower GHG footprints. The new 
burner technology is being extended across 
the Cement and Lime Division.
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Cementitious material
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Rehabilitation programs
Cement and lime manufacturing and mining sites provide a range 
of opportunities for land care projects. Adelaide Brighton’s native 
vegetation rehabilitation programs have been implemented to: 
Encourage biodiversity.
Provide green zones to screen our operations.
Improve degraded land.
Engage with the community. 

Programs at individual sites work to improve the amenity of the 
local area.

Production sites
A program called Earth Care, started at the Angaston plant, has 
restored the old quarry to its natural state. Indigenous plants 
have been reintroduced to provide habitat for birds and animals, 
stabilise the soil, control weeds and deter destructive pests 
like rabbits. Sheep graze the area during summer as part 
of a bushfi re prevention program.

Schroder Park at Birkenhead was created in 1997 to complete 
the greenbelt screen separating the site from the local community. 
The use of locally propagated seed harvested from indigenous 
plants attracts fauna, provides an attractive buffer, manages 
the plant’s run-off water and engages the local community. The 
park is part of the ‘Our Patch’ and ‘Water Watch’ community 
environmental projects.

Munster has developed a wetland system to manage water run-
off from the site and reuse it in wet process kilns, reducing the 
consumption of mains and bore water. The wetlands also support 
community programs, including ‘Air Watch’ and school land care 
projects.

Extraction sites 
Topsoil and overburden from the Klein Point quarry is being used 
to re-establish farmland, for roadside greening projects, and to 
help stabilise coastal areas along Gulf St Vincent. 

For 15 years, Cockburn Sound dredging operations have been 
supporting a seagrass planting research and development project 
that has culminated in world-fi rst achievements in deep water 
‘meadow’ cultivation.

>
>
>
>

Cleaner production
Waste is being reduced at cement and lime 
sites through the implementation of cleaner 
production methods and fi nding alternative 
uses. Employees are encouraged to see 
the creation of waste as ineffi cient, and 
to recognise that segregation creates 
opportunities for recycling. Waste from 
plant processes is managed by:
Knowing where wastage occurs, and 
addressing the issue at the source.
Knowing what on-site waste can be 
reused in products, e.g. kiln dust. 
Seeking off-site recycling opportunities 
for waste oil and lubricants, scrap 
metal and paper.
Changing the composition of waste-
stream items to make them recyclable 
(e.g. replacing paper sacks with 
unbleached ‘kraft’ paper).
The correct disposal of suitable 
treatment materials such as batteries, 
mobile phones and fl uorescent tubes.

Customer focus  
Customers who handle and use Adelaide 
Brighton products need easy access to 
information about product safety and 
application. Our products should perform 
to design expectations every time. The 
Company runs product training programs, 
and produces user guides, material safety 
data and information sheets and believes 
its responsibility includes sustainable 
distribution methods and packaging.

The following examples show how 
our products and practices have been 
modifi ed to improve sustainability:
Packaging waste and manual handling 
issues have been addressed by: changing 
the paper and plastic content in bags; 
moving to more environmentally friendly 
paper; and limiting bag size to 20kg. Bulk 
bags have been redesigned to include 
baffl es, which give greater stability, reduce 
spillage and breakages, and enable 
the bags to be stacked safely in storage.

 
The number of depots has been increased 
in regional areas to allow direct consolidated 
deliveries to growth markets for wider 
distribution. 
A signifi cant portion of the Company’s 
cement and lime product is distributed by 
ship or rail from the works. 
Key distribution centres aim to offer a wide 
range of products for customer convenience.  
Monitoring and measuring customer 
satisfaction through the ‘Perfect Order’ 
management process.    
Providing a product range that meets 
customer expectations for lower greenhouse 
gas and energy footprints and high use 
of recycled materials.
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Premix and concrete masonry product manufacturing

Hy-Tec and Adbri Masonry have 46 sites near 
metropolitan and regional centres, servicing 
the commercial, manufacturing and residential 
construction industries with high volume premix 
concrete and a wide range of concrete pavers and 
blocks. These sites provide employment for local 
people and site management focuses on ‘good 
neighbor’ principles. The sites handle traditional 
inputs to concrete - aggregates and sand extracted 
from local quarries, water, cement, power and diesel, 
and, in the case of concrete masonry products, gas 
used by curing ovens. Concrete manufacturing at 
Hy-Tec and Adbri Masonry is the second stage in the 
production chain of construction materials. Adelaide 
Brighton’s sustainability framework is also used to 
guide this part of the Company’s business.

Energy effi ciency
Both Hy-tec and Adbri Masonry plants have energy 
reduction programs. Successes and experiences are 
shared within their divisions to keep operations competitive.

In the production of concrete masonry, energy is used 
in stationary plant-forming and fi nishing blocks. In the 
production of premix, most energy is used in transport 
and materials handling.  

Hy-Tec is completing the roll-out of a new truck fl eet, 
replacing its standard six-wheel trucks with ten-wheelers, 
so that more concrete can be carried in each load, 
reducing the number of trips cuts fuel consumption and 
exhaust pollution. Fewer trucks on the road means less 
traffi c, and fewer mobile equipment movements on site 
reduces risk and creates a safer work environment.

Higher standards of automation at sites has reduced the 
‘dry running time’ of plant, led to the better coordination 
of operations, and cut power use in some areas by 40%. 
Mobile handling equipment, such as loaders and trucks, 
have been replaced with stationary machinery, improving 
energy effi ciency and safety.

Aggregate quarry operations use energy to power 
equipment such as crushers, and vehicles for mining 
and hauling material. Hartley Quarry has saved signifi cant 
amounts of energy through smart plant design. 
Cooperative changes to work practices have seen 
the reorganisation of energy demand, and 
reduced generator use by 40%.

Alternative resources  
In the production of concrete products, alternative materials 
conserve natural resources, lower greenhouse gas and 
energy footprints and increase the use of waste materials. 
The result is more sustainable products for the market. 
The viability of alternative resources depends on the location, 
quality and quantity of supply. Both Hy-Tec and Adbri 
Masonry are sourcing and testing alternative resources.

Water substitutes
Both Hy-Tec and Adbri Masonry are reducing their 
use of mains water. Activities include: 
On-site metering to identify effi ciencies.
Installing tanks to harvest site run-off.
Recycling process water.
Finding suitable alternative sources, such 
as bore water and other industry wastewater. 

Wastewater is often used in concrete mixes. Adbri Masonry 
Stapleton has installed a system to collect the condensation 
from its block curing ovens for reuse in the process. Hy-Tec 
Queensland has a target to eliminate the use of mains water 
and has implemented Water Effi ciency Management Plans 
(WEMPs) at all sites and is rolling out automated water 
recycling systems.

>
>
>
>
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Cement substitutes
At Hy-Tec and Adbri Masonry, the increased 
use of Supplementary Cementitious Materials 
(SCM), including granulated blast furnace 
slags, fly ash, and blended cements has 
displaced the use of OPC in concrete. OPC 
is the most greenhouse gas and energy 
intensive component of the mix. Hy-Tec 
sells Eco-crete in Victoria with a high OPC 
substitution rate to meet a clear market need.  

Conserving natural aggregates
Supplementary Aggregate Materials (SAM) 
such as manufactured sand and basalt fines 
from screening processes, reconstituted 
concrete from demolition waste, and furnace 
bottom ash from coal fired power generation, 
are becoming a significant part of concrete 
production. Trials and the development of 
mix designs are resulting in the wider 
use of these resources.  

To meet market demand, Adbri Masonry 
NSW has developed mix designs that 
incorporate higher levels of recycled materials. 
For example, its Grey Block product now 
includes 78% recycled materials.

Hy-Tec is focused on the use of manufactured 
sands and recycled aggregates, optimising 
concrete mixes that will provide more 
sustainable products.

Manufactured sand
Manufactured sand is a by-product of 
the Hartley Quarry operations. Trialing an 
additional separation process will create 
two products, each more effective for 
its specific applications.  

Emissions reductions
Noise and dust emissions are environmental 
issues for Hy-Tec and Adbri Masonry. Both 
businesses have introduced management 
standards that include dust suppressant 
agents, changes to operating procedures 
and investment in site improvements. 

Adbri Masonry: 
Uses road sweepers to control dust.
Seals roadways with seconds product.
Uses catchment water to suppress site dust.
Places low-demand products on residential 
boundaries to provide a noise barrier and 
reduce site activity in those areas.

To control dust, Hy-Tec is using more 
effective and efficient water sprays to wet 
raw materials being poured into agitator trucks. 
The installation of vacuum dust collectors 
on loading bays reduces fugitive dust and 
recycles it back to the process. Suppliers 
deliver raw materials in a damp state, and 
this reduces dust when tipping.

A dust management study has been 
implemented at Hy-Tec’s North Melbourne 
site to provide a safer and cleaner work 
environment for drivers. The findings will 
add to the business’s knowledge base 
and lead to improvements in its site 
performance standards.

Cleaner production
Reducing the amount of waste to landfill is 
an important feature of Hy-Tec’s and Adbri 
Masonry’s resource recovery initiatives. 
They aim to: reduce waste from the process; 
reuse any waste in production; and find 
partners who can use the waste, thus 
preventing it from going to landfill. Recycling 
opportunities often depend on which other 
industries operate in a given region.

Technology
In premix plants, wastewater is recovered 
on-site and reused in fresh batches of 
concrete. Returned concrete is used for 
site improvements, or concrete cubes for 
community projects. The residual sludge in 
water treatment ponds is sent off-site for 
recycling. Hy-Tec NSW is about to test a 
more effective way to recycle washwater 
sludge. It involves a concrete reclaiming 
machine that splits the waste into coarse 
grain, fine grain and slurry water, allowing 
optimum reuse of each of the fractions 
to improve cementitious and aggregate 
substitution.

Partnerships
The Adbri Masonry Nowra plant established 
a recovery initiative with its local shire council. 
The waste from concrete block production is 
reused as road base in the council area and 
wooden pallets are chipped for garden mulch. 
Adbri Masonry’s Queensland plants also 
partner with local sugar refineries, which use 
broken pallets for biomass fuel in their power 
plants. 

Product design
Being a sustainable industry means providing 
customers with sustainable product options.  
Hy-Tec and Adbri Masonry look further than 
improving the sustainability of the production 
process.

Adbri Masonry has used design features to 
address environmental issues. For example, 
its Permeable Paving system for roads or 
paths has interlocking pavers with openings 
that are filled with gravel to create drainage 
voids. The water can either drain naturally 
into the soil, or be caught and retained 
for a specific use. 

To meet customer demands for quality 
and safety, Hy-Tec:
Is upgrading the software used in its 
batching process to improve product 
quality and consistency.
Has produced a driver health and safety 
handbook promoting safe work practices.  

Good customer communication and the 
provision of technical support are vital to 
Hy-tec and Adbri Masonry maintaining 
competitive advantage and developing 
product ranges. 

>
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The health and safety of our people - and those who come onto our sites - 
is of paramount importance to Adelaide Brighton. It’s also a key performance 
indicator for all Divisions. All business Divisions operate safety committees and 
there is a company-wide exchange of information and incident reporting. Using 
a risk-based approach, each Division develops a strategic plan. Performance 
against the plan is tracked, and issues are acted on and successes shared.

In 2010 our safety performance continued to improve with the recording 
of improvement in the lost time and severity injury rate in all Divisions. The 
focus on safety was intensifi ed with a number of specifi c initiatives including:
Refreshing the customised training in confi ned spaces and exclusion zones.
The rollout of a new standard of high visibility clothing at all production 
sites, increasing the awareness of foot traffi c in and around mobile 
equipment and vehicles. 
A remote web based contractor induction program. The web based 
program allows contractors to undertake induction for a specifi c site prior 
to attending thereby delivering effi ciencies for the Company and contractor.
A renewed management program across all divisions to assist with the 
management of return to work of injured employees.  

Encouraging diversity 
Adelaide Brighton is committed to being an inclusive workplace that 
values and promotes diversity - not only gender but also race, ethnicity, 
age, physical abilities, religious beliefs etc.

Our approach to improving diversity within the Company is based on 
the following diversity objectives:
Facilitating and promoting a culture of diversity and removing 
barriers to achieving a diverse workforce.
Reviewing and developing our recruitment and selection process 
always ensuring that decisions are based on merit alone.
Providing talent management programs and opportunities for development.
Rewarding and remunerating fairly.
Ensuring we have fl exible work practices which recognise that employees 
may have different domestic responsibilities throughout their career.

Developing a skills base
For many years, Adelaide Brighton has provided university graduates from 
within different faculties with career opportunities through the Graduate 
Program. The two year program provides participants with a broad base 
of experience at different plant operations and locations. Adelaide Brighton 
benefi ts by exposure to talented new employees and skills and 
knowledge transfer from longer serving employees.  

A summer vacation program over several months is available to engineering 
students. Participants are assigned a dedicated project, with supervision 
and are required to present a report at the conclusion of their assignment.

Enticing engineers, particularly women, into the cement industry 
continues to be challenging. Adelaide Brighton has partnered with the 
University of Wollongong to introduce a concrete technologies program 
aimed at third year engineering students. The aim is to change students’ 
perception of the industry as a career path or destination.
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Sam Toppenberg

Executive General Manager

Human Resources
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Examples of support provided during 
2010 include:
Variety the Children’s Charity - benefi ting 
sick, disabled and disadvantaged children.
Construction materials for Reed 
Charity House which provides family 
accommodation supporting patients at 
Nambour Hospital in Queensland.
Construction of a regional community 
aquatic and fi tness centre in the 
Barossa Valley in South Australia.
Research into sea grass meadow 
restoration through University of Western 
Australia, Botanic Gardens and Parks 
Authority and James Cook University.
EW Schroder Scholarship supporting a 
University of Adelaide Chemical Engineering 
post graduate student developing algae as 
a renewable fuel and greenhouse gas sink.
Partnership between Northern Cement and 
the indigenous community at Elsey Station to 
develop a skills education program in mobile 
equipment operation and quarry management.
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Adelaide Brighton strives to be a responsible corporate 

member of the local communities in which we operate. 

We are committed to engaging with the community and 

support a broad range of organisations with donations, 

public tours, community information, work experience 

programs and newsletters.
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programs and newsletters. Felicity Lloyd, Projects Engineer, 
SA/NSW Major Projects
Chemical engineering graduate (2003)

The Graduate Program was a 
kick-start for my career at Adelaide 
Brighton. It has provided a wide 
range of experience and exposure 
to more than just the engineering 
aspects of the business. 

Simon Hains, Marketing Associate, Adbri Masonry
Marketing graduate (2008)

During my time on the graduate program, I worked on some very 
interesting marketing related projects and had the opportunity 
to work with some extraordinary and leading people. I learnt 
a great deal about how each business operates, the markets 
they compete in, and how each division of Adelaide Brighton is 
inter-related. The program gave me the opportunity to travel and 
be taken out of my comfort zone, with six month stints working 
at the Birkenhead plant in Adelaide, Adbri Masonry in Stapylton, 
Queensland, and Hy-Tec in Sydney. After 18 months, I was 
fortunate to be offered a position in Adbri Masonry as a Marketing 
Associate. I’m still there - and am enjoying every moment of it.

Michael Jones, Manager, 
Alternative Fuels and Materials, 
Cement & Lime Division  
Chemical engineering graduate 
(Cadet 1980)
 
In my 30 year career since I started at 
Adelaide Brighton as a Graduate, I’ve 
had the opportunity to travel overseas, 
live and work in the UK and have gained 
a huge range of skills and experience. 
As a professional person, you want 
to be continually challenged - that’s 
the reason I’ve stayed.




