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Management
Foreword

For decades, active participation in environmental protection has been an important 
aspect of the business activities of the entire voestalpine Group.

voestalpine Tubulars GmbH & Co KG also places special emphasis on environmental 
protection. We are aware that we not only have a responsibility to our employees and 
the immediate ecological system, but also to future generations to handle resources 
carefully and frugally and to try to protect the environment as fully as possible. 
Moreover, successful environmental protection in operations and continual development 
of other factors such as the promotion of health and safety in the workplace help 
ensure adherence to all legal and official regulations. 

Environmental protection and the social competence of our company are a high priority 
for our customers and auditors all around the world. They are a decisive factor in the 
ongoing success of our products in global markets. 

In recent years, our company has implemented numerous environmentally-relevant 
projects, and we will continue to use all technically and economically feasible measures 
to minimize the environmental impact of our core business processes, manufacturing 
and processing seamless steel tubes.

Not only do our sophisticated processes, our effective use of materials, and conscious 
consumption of energy, raw materials and consumables fulfill the meaning behind 
the environmental concept „prevent environmental pollution in the first place“, they 
also optimize our cost structures.

We use a targeted, systematic approach to all quality and environmental issues in 
order to continually improve all our processes and to reduce the possibility of errors 
and their negative environmental impact. 

The result is greater customer satisfaction that pays off - for the company and for the 
environment.

„RECONCILING ECONOMY 
AND ECOLOGY MEANS A 
CHIMNEY EMITS SMOKE, 
NOT FUMES“

Peter Gillies, German journalist „Die Welt“ 
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Organization

voestalpine Tubulars GmbH & Co KG is a subsidiary of voestalpine AG - Division Railway 
Systems. The company is 50% owned by voestalpine AG and 50% by the American 
company National Oilwell Varco (NOV) Grant Prideco.

Organization 



voestalpine Tubulars‘ organizational structure
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1700 Already before 1700, the Lord of  
 the Manor, Hart, operated a 
 smithy and a tavern on the 
 neighbouring property called
 ‚the Aun or Taubmuehle‘.

1784 Georg Scheikl establishes a 
 hammer mill. The concession is  
 registered for a ferrier, rake and 
 tool smith with a b loomery 
 furnace with hammer and a drawing   
 furnace with hammer.

1821 The ‚Taubhammer‘, owned by Franz   
 Pfeffinger is declared bankrupt and is 
 auctioned off to Mathias Jandl.

1843 The hammer mill employs seven workers and  
 three loggers. At this time, the workers are still 
 firmly established in the guild system and receive   
 food and housing in addition to an annual salary. When 
 they become unable to work due to old age, they continue to receive  
 charity sustenance.
 The production reaches approx. 1,450 hundredweight which corresponds to  
 approx. 81 tons.

1866 Anton Fischer constructs a smelter which is completed in December 1866.  
 Its core units are the puddle mill and rolling mill.

1874 The Sankt Egydy - Kindberg Iron and Steel Company expands the plant and  
 a second puddle mill and rolling mill are completed in the same year. At the  
 same time, additional housing is constructed for the workers, which form the  
 heart of a residential estate.

1882 The Austrian - Alpine Montangesellschaft builds a railway connection 
 between Kindberg railway station and the mill.

1885 The company employs 507 employees, amongst them approx. 30 women and  
 20 youths.
 The daily working time is twelve hours, but longer if necessary and, at   
 times, there is also work on Sundays. The average monthly wage is 40 Guilders 
 and in the event of illness, it is reduced by 50%.
 The monthly old-age pension is approx. 20 Guilders. However, only very  
 few workers actually benefit from this, as they generally have to work well  
 into old age.
 The annual production reaches approx. 10,000 tons.

1904 The mill is further expanded. The puddle mill is enlarged and a new rolling  
 mill with four steam-powered mill trains as well as additional housing for  
 workers are constructed.

1908 The operation of the puddle mill is abandoned for reasons of profitability.

1927 An annealing and steel tempering plant are added for processing stainless steel.

Company 
History

Company History 



1929 The conversion to electric power of the mill trains is started in this year.

1935 A hammer mill starts operations.

1943 The cold rolling mill is transferred from Rottenmann to Kindberg.

1948 On October 1, the first production of steel pipes in Austria goes into operation.

1962 Commissioning of the newly built conveyor road I.

1969 The state-of-the-art hammer mill starts operations.

1977 Beginning of the plant‘s restructuring which envisages the closure of the  
 hot rolling mill, the hammer mill and the cold rolling mill in the following  
 years.

1980 The seamless pipe plant begins operations.

1982 The OCTG plant begins operations.

1998 Introduction of the CPE (Crossroll-Piercing-Elongating)-  technology.
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Company Profile 
and Site Details 

voestalpine Tubulars GmbH & Co KG, a subsidiary of the voestalpine Group, is located 
in Kindberg.

Geographical Location

The company is located at the confluence of the rivers Mur and Mürz near the town 
of Kindberg (District of Mürzzuschlag) in the Province of Styria. The factory premises 
are bordered by the river Mürz to the north and the S6 Semmering dual carriageway 
to the south.

The tracts of land making up the site are zoned as industrial areas I and II.

There are residential areas in the immediate vicinity of the plant.
The site is protected by flood protection defences and the prevailing winds come 
from the west.



Infrastructure
The site is linked:

n by a feeder road to the S6 dual carriageway, by rail to the Austrian State Railway (ÖBB)  
 network, and to a
n natural gas pipeline as well as a 110 kV line.

Industrial water is supplied by a company-owned deep well and the drinking water by the 
local municipality.

Historical Development
The Kindberg plant can look back on a long tradition as an iron mill.

The products of the outdated manufacturing facilities, still operating in the 1970s and con-
sisting mainly of the hammer mill, the hot and cold rolling mills and the bright steel mill, 
met with increasing competitive pressure on the market.

At the beginning of the 80s, the plant was completely restructured in order to focus on the 
production of seamless pipes.

Today, the Kindberg plant consists of two main operations, the

SEAMLESS PIPE ROLLING MILL
and the

OCTG PLANT

including all necessary auxiliary and supporting facilities, such as workshops, quality 
control, research and development etc.

The plants‘ annual production capacity is approx. 400,000 tons of steel pipes with an 
outside diameter ranging from 26.7 to 177.8 mm (3/4“ to 7“).
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Company Activities 
and Production

Range of products

Steel pipes are manufactured in non-alloyed to medium-alloyed grades in line with all Austrian and 
international standards. Special grades can be produced on request.

The standard production program comprises ready to fit oil country tubular goods (OCTG) for the 
exploration and production of oil and natural gas, couplings and coupling hollows, boiler and heat-
exchanger tubes, pressure tubing, line pipes, mechanical tubes, pipes for the automotive industry as 
well as hollows (tube shells) for drawing shops.

The special product range includes OCTG with gas-tight threaded connections, acid gas resistant 
OCTG, low temperature resistant OCTG (to -60 °C), special solutions, crossovers, upset pipes and 
pipe joints.

Production of Steel Pipes

SEAMLESS PIPE ROLLING MILL (Hot pipe production)

The engineering concept for manufacturing seamless threaded, boiler and distilling pipes as well as for 
OCTG is based on the push bench process.

The raw material consists mainly of continuously cast billets with a diameter of 230 mm (9“), which are 
either cut to the required length of the blocks with billet shears or with carbide-tipped saws. The two 
carbide tipped saws are positioned outside the continuous production flow and the cutting takes place 
at room temperature. Billets to be cut by billet shears have to be heated in a pre-heating furnace to a 
shearing temperature of approx. 200 °C.

After being heated to a forming temperature of approx. 1,280 °C in a rotary hearth furnace, the billets 
are rolled into hollow blocks in a cross-roll piercer mill. After this process, the hollows go to the push 
bench. Here, they are rolled on mandrel bars into tube shells with suitable wall thickness and maximum 
length of 22 metres. Subsequently, the tube shells are heated to approx. 1,000 °C in a re-heating furnace 
and rolled to the required finished pipe dimension in a stretch reducing mill.
Then, the pipes pass through cooling beds and cold saws to an interim storage facility from where they 
are sent either to a finishing line for commercial and special pipes, or to the OCTG plant.

PIPE FINISHING

Quality Tubular Goods Finishing
Commercial-grade threaded tubes and distilling tubes go through the commercial pipe finishing pro-
cess, whereas special pipes, boiler tubes and thick-walled tubes are sent to the special pipe finishing 
plant. They are then delivered to the shipping store.

Oil Country Tubular Goods Plant
The production process in the OCTG plant basically consists of five stages:

n Incoming goods inspection  n Upsetting n Heat treatment
n Threading n Coupling production

Company Activities and Production 



During incoming goods inspection the hot rolled, untested pipes from the seamless pipe mill are 
straightened and undergo non-destructive testing by means of an electromagnetic process. Depen-
ding on their intended use, the tested pipes are then either sent for cutting or to further processing.

Upsetting involves induction heating of the smooth-ended hollows at each end and then bringing 
them to the required dimension in one of the two upsetting presses. Regular OCTG are forged in 
a mechanical-hydraulic press whereas, for special upsetting, a hydraulic press is available.

During heat treatment, the pipes are first heated in an austenisation furnace to annealing or nor-
malising temperature and then quenched by spraying with water. The annealed pipes are then fed 
into a tempering furnace. After this treatment, the normalised or tempered tubes go through one of 
the two roller-straighteners (cold or hot straighteners), followed by: a straightness check of the pipe 
ends, the blow-out station, non-destructive testing with leakage flux and magnetic particle inspection 
of the pipe ends. This ensures that only fully tested, flawless pipes are passed on to threading.

Two threader lines are available for the subsequent processing stages.
Before the pipes enter the automatic threaders, the ends of special-purpose pipes can be calibrated 
with a calibration press. After threading (API and special premium threads) and related inspection, the 
couplings are screwed on, followed by a pressure test in the water pressure press. Then a mandrel 
test is performed. In the next station, caps for protecting the threads on the inside and the outside 
are screwed on.

The flawless pipes with their protective caps are then fed into the so-called API checking and 
registration system of the production line where they are measured, weighed, marked and inspected 
again.

The next stage takes place in two UV varnishing plants where the outer surface of the pipes is 
protected against corrosion by applying solvent-fee UV varnish. The pipes are then dried by using 
state-of-the-art UV technology.

Subsequently, the finished pipes are packaged into customer-specific bundles at the bundling station 
and transferred to the shipping department.

Coupling production
Seamless pipes are used as stock for manufacturing couplings. Individual coupling hollows are fed 
into automatic saws where they are cut to the required length and the resulting pipe pieces are processed 
in CNC threading machines. After threading, the finished couplings are tested in a measuring station 
and then phosphatised. Finally, the phosphatised couplings are screwed onto the pipes in the thread 
cutting shop.

Axle Tube Production
In the production of axle tubes for the automotive industry, a fully automated production line (cutting, 
deburring, blasting, cleaning, weighing, marking, rust-proofing, packaging) is used.
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Production
Flow

Company Activities and Production 
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voestalpine Tubulars has an integrated environmental and safety management system that is 
jointly authored and published by the Management Board. It establishes the fundamental 
principles of the company‘s approach to industrial safety, security, health and the environment.

The integrated environmental and safety management system must meet the requirements set 
by ISO 14001, the EMAS regulation and the OHSAS 18001 regulatory standard. The Industrial 
Safety and Environmental Policy is the binding guideline for the areas environment and safety.

voestalpine Tubulars' 
Environmental Policy

n The environmental and safety management system is subject to all environment- 
 related laws and regulations and is based on national and international guidelines  
 and specifications.

n The main objectives are healthy employees, the best possible working conditions  
 and an unspoilt environment. The implementation of these objectives is regularly  
 reviewed and, if necessary, adapted to new developments.

n Continuous improvement in working and environmental standards serve to protect  
 the employees and ensure responsible use of all resources.

n Each employee is responsible for the quality of his/her work as regards safety and  
 the environment.

n Preventive measures for the protection of employees and the environment are given  
 the highest priority.

Industrial Safety and Environmental Policy

„THE JOINT EFFORTS OF THE 
MANAGEMENT BOARD AND 
ALL EMPLOYEES TO CREATE 
OPTIMUM WORKING AND 
ENVIRONMENTAL CONDITIONS 
GUARANTEES AN OUTSTAN-
DING IDENTIFICATION WITH 
THE COMPANY AND REIN-
FORCES OUR POSITION AS A 
RELIABLE PARTNER.“ 

voestalpine Tubulars‘ Environmental Policy 
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Environmental Impact Assessment 
of Individual Areas

The Company‘s Relationship with the Environment 

voestalpine Tubulars GmbH & Co KG produces seamless steel pipes at the Kindberg plant. The 
plants‘ annual production capacity is approx. 400,000 tons of pipes with outside diameters ranging 
from 26.7 to 177.8 mm (3/4“ to 7“).

The company‘s activities result in an impact on the environment which are especially due to 
production-related, solid and liquid waste, waste water, waste air and energy consumption.

As far as products, production processes, facilities, raw materials and operating materials are 
concerned, there have been no significant changes since the previous Environmental Statement in 
2010 that require adjustments to the environmental management system and the evaluation of the 
environmental aspects.

All environmental aspects related to the production of seamless pipes are recorded, documented 
in a register and regularly updated. Environmental objectives are derived from the evaluation of 
environmental aspects and the necessary measures are taken for achieving these objectives.
When we implement new processes, commission new installation or use new materials, we analyse 
and consider the resulting impact on environmental aspects.

The General Development of the Company

In 2010, the production volume reached 337,998.59 tons which corresponds to an increase 
of 61.04% compared with last year. The production volume refers to the manufacture 
of steel pipes in the hot rolling mill. From December 2009, the number of employees 
increased from 756 to 1050 (by end of December 2010).

The Environmental Impact Assessment of Individual Areas / The Company‘s Relationship with the Environment                                      / The General Development of the Company

                                        



The Officer for Environmental and Safety Management at voestalpine Tubulars 
GmbH & Co KG is Mr. Harald Kohlhofer.

Allgemeine Entwicklung des Unternehmens

Production volume 

Number of employees

0

100,000

200,000

300,000

400,000

500,000

2010200920082007200620052004200320022001200019991998

186,846

400,616
395,110

209,890

337,999

414,872
398,318

310,995
271,287

255,846

329,592

284,500

133,886

0

200

400

600

800

1,000

1,200

2010200920082007200620052004200320022001200019991998

774

1,050 1,023

756

1,0151,050
1,005

890

799823

953
884

646

The Environmental Impact Assessment of Individual Areas / The Company‘s Relationship with the Environment                                      / The General Development of the Company

                                        



2011 _ ENVIRONMENTAL STATEMENT

20   

The Environmental Performance of the Company

The Environmental and Safety Program established for 2010 defines 33 environmental 
and safety objectives in the areas management system, input materials, energy, waste 
water, waste air, waste, hazardous materials as well as health and safety. 

Of these 33 environmental and safety objectives, 31 could be fulfilled on time.
The two objectives ‚guardrails in the commercial pipe finishing plant‘ and ‚escape route 
concept for the Seamless Pipe Rolling Mill‘ will be implemented as investment and as 
major repair in the FY 2011/12.

Achievement of Environmental an Safety Goals 2010

TOPICS Number of objectives Percentage

Management system 3 9.09

Input materials 5 15.15

Energy 6 18.18

Waste water 2 6.06

Waste air 1 3.03

Waste 5 15.15

Hazardous material 1 3.03

Health 1 3.03

Safety 9 27.28
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Management System

In the management system, three objectives were defined and realised. These related 
to the improvement in internal communication and information in the areas manage-
ment system and legal compliance.

Concrete objectives in the area management system:

n Improvement in internal communication and information by implementing an  
 Intranet platform for employee information

n Increase of efficiency when realising measures by documenting the   
 execution of requirements contained in laws, regulatory requirements and  
 company-internal measures resulting from inspections

n Update of the evaluation of the work place taking changed legal regulations  
 and their documentation into consideration in a new software

Input materials 

Five objectives were defined in the area of input materials, which mainly related to 
reducing consumption, the prolonging of the lifetime and the storage of materials. All 
five objectives were implemented on time.

Concrete objectives in the area of input materials:

n Minimisation of the discharge of emulsions in the chip conveyor system  
 in the commercial tube finishing plant by means of a change to the chip  
 conveyor system

n Minimisation of the discharge of cutting oil in the automotive line by 
 extracting the micro-dosage emulsion mist

n Optimisation of the storage of oils and chemicals in the coupling production  
 by purchasing heavy-duty shelves with corresponding collecting containers

n Improvement in the lifetime of water filters in the water management facility  
 of the seamless pipe plant  by de-scaling and cleaning the filters in the   
 company-internal laboratory

n Prolongation of the lifetime of cutting emulsions at the automatic thread  
 cutters in the coupling production by continuous self-overwashing of the  
 emulsion in the company-internal laboratory

Management System

Intranet

Legal Compliance

Heavy-duty shelves

in the coupling department

The Environmental Impact Assessment of Individual Areas / The Environmental Performance of the Company
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Two objectives were defined and implemented on time in the area of waste water. These 
related to the quality of waste water and cleaning water.

Concrete objectives in the area of waste water:

n Ensuring that the quality of the waste water in the installation for phosphatising  
 couplings and the neutralisation plant is maintained by installing level controls  
 in the phosphatising baths

n Improvement in the cleaning of parts to prevent surface water contamination  by  
 re-lining the washing box of the neutralisation plant in the coupling production

Energy

Six objectives were defined in the area of energy, which mainly related to measures in 
connection with energy savings. All six individual targets were realised on time.

Concrete objectives in the area of energy:

n Energy savings in the extraction system of the phosphatising installation in  
 the coupling production by installing a timer to stop the permanent operation  
 of the extractor

n Improvement in the identification of large consumers of the compressed air  
 supply and any leakages by installing various air flow measuring points in  
 the compressed air lines

n Electricity savings in the lighting equipment of the mechanical workshop by  
 exchanging the mercury-vapour lamps for metal halide lamps 

n Preparation of a cost-benefit calculation of the potential use of the waste heat  
 of the cooling bed for heating purposes in the roller cage workshop and the  
 boiler pipe finishing plant

n Reduction in energy consumption of the water management pumps by installing  
 a FU control

n Energy savings at the re-heating furnace by retrofitting the combustion air  
 ventilator with a frequency converter

Waste water

Phosphatising bath 

in the coupling department

Cooling bed 

in the 

Hot pipe production 

The Environmental Impact Assessment of Individual Areas



Waste

Five individual objectives were defined and realised in connection with the operational 
waste management. The objectives related to optimising the handling and storing as well 
as to reducing the quantity of waste. 

Concrete objectives in the area of waste:

n Reduction in the consumption of work gloves and the resulting disposal costs by  
 handing out new work gloves only when the old, soiled or unusable work gloves  
 are returned

n Reduction in the filter waste at the dust extraction of the detaching mill from  
 three to two units per year by longer utilisation of the filters. This is made possible  
 by adding pre-coating powder when new filter cartridges are installed

n Reduction in the quantity of emulsion that has to be disposed of in the cutting  
 shop by installing and regularly controlling drip trays where the chip buckets  
 are stored

n Improvement in the storage conditions of the interim storage of used wood by  
 installing a solid concrete storage box

n Improvement in the control of waste storage in the waste storage facility by   
 installing two closed circuit TV cameras and incorporating them into  
 the existing plant security system

Filter cyclone

in the Pipe finishing plant

Storage box 

for used wood

Waste Air

One objective was defined and implemented relating to waste air.

Concrete objective in the area waste air:

n Reduction in the waste air emissions by installing a filter cyclone in the 
 extraction system of the incoming goods inspection area of the oilfield pipe  
 finishing plant 

The Environmental Impact Assessment of Individual Areas
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Hazardous material

One objective was defined and implemented on time in the area of hazardous material 
transport.

Concrete objective in the area hazardous material:

n Improvement in the monitoring of the correct and proper transport of   
 hazardous material by increasing the control of hazardous goods transports  
 by the dangerous goods officer

Control of 

harzardous goods transport

Sample saw 

in the 

Quality department 

Health

One objective was defined and implemented on time in the area of health promotion.

Concrete objective in the area of health:

n Reduction in the exposure to noise of the operating staff at the sample saw in the  
 quality department by means of an improved clamping device  

The Environmental Impact Assessment of Individual Areas



Safety

Nine objectives were defined in the area of workplace safety, of which seven were ac-
complished on time. These objectives mainly related to reducing the risk of accidents 
by installing safety-related equipment. Two of these objectives will be implemented as 
investments or major repairs during the FY 2011/12.

Concrete objectives in the area of safety:

n Improvement in the realisation of safety-relevant suggestions coming from  
 the company suggestion scheme of the hot pipe production by means of a   
 written agreement on a deadline between all departments responsible and by  
 preparing a quarterly implementation report

n Reduction in the accident frequency in the commercial pipe finishing plant  
 by retrofitting safety rails and safety fences - major repair in the FY 2011/12

n Reduction in the risk of accidents in the oilfield pipe finishing plant by cordoning  
 off work areas that may only be accessed by specially trained personnel

n Reduction in the risk of accidents in the areas of the saws in the oil file pipe  
 finishing plant by integrating the safety barriers in the control system

n Reduction in the risk of accidents from the improper storage of protective 
 caps in the threading department by purchasing and installing heavy-duty  
 shelves

n Identification of risks in control processes at an early stage and reduction in  
 possible risks in advance by augmenting the documentation of electrical 
 modifications with risk analyses, a categorisation of the control system and  
 an indication of the performance level

n Avoidance of accidents during maintenance work in the area of the oilfield  
 pipe finishing furnaces by eplacing or changing the stairs to the annealing   
 and tempering furnaces

n Reduction in the risk of accidents in the office building of the quality department  
 by installing snow traps on the porch roof of the entrance area

n Improvement of the escape routes in the seamless pipe mill by adapting the  
 escape routes and emergency facilities (lighting, marking, alarm system) to  
 the latest technology - ongoing investment project in the FY 2011/12

Heavy-duty shelves 

for the storage of 

protective caps

Cordoning off work areas 

in the OCTG plant
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Company Ecological 
Balance Sheet

Material and Energy Balance Sheet  
The following input/output balance sheet shows the most important material and 
energy flows that entered and left the company in 2010.

MATERIAL AND ENERGY BALANCE SHEET 2010

Input: Output:

Circulating goods (input in t) 379,762.085 Products and packaging  (t) 338,825.493

 Raw materials 378,174.000 Products 337,998.590

Auxiliary material and operating 
supplies

761.182 Packaging of products 826.903

Waste, recoverable 

materials and recyclable 

waste  (t)

55,367.994

Packaging for products 826.903 Recyclable waste 121.080

Recoverable materials 53,983.914

Non-hazardous waste 295.130

Hazardous waste 967.870

Waste for company-owned 
landfill

0.000

Water (input in m³)      2,612,577 Waste water (output in m³) 2,231,835

Drinking and washing water 24,947
Sanitary grey water 
(indirect discharge)

22,090

Process water from wells 2,587,630 Industrial waste water 2,209,745

Compressed air (production in m³) Waste air (emissions in t) 64,009.86
Compressed air 47,969,100 Total gaseous emissions 63,981.44

of which CO2 : 63,962.24 t

other (CO,NOx,SO2,Ctotal,CxHy) : 19.20 t

Dust 5.52

Solvent emissions 22.90

Energy supplies Energy consumption  (MWhel) 420,060.49
Electricity (MWhel) 64,687.25 Energy conversion (electricity) 64,687.25

Natural gas  (m³) 31,895,333.00 Thermal energy (natural gas) 354,038.19

Fuel (litres) 133,047.00 Operating energy (MWhel) 1,335.05

Company Ecological Balance Sheet / Material and Energy Balance Sheet 



In addition to the raw material which is limited to different alloys of round bar steel 
with a diameter of 220 to 230 mm (378,174 t in 2010), the only other input materials are 
auxiliary material and operating supplies, of which a total of 761,182.04 kg were used 
in 2010. The following table gives an overview of auxiliary materials and operating 
supplies as well as the quantity of gaseous substances used in 2010.

Input Materials

Description of the input materials Quantity in kg

Oils 179,730.33
- hydraulic oil 144,668.86

- gear oil 31,630.39

- compressor oil 1,289.47

- engine oil 1,690.00

- other oils 451.61

Lubricants 271,671.63
- grease 64,871.33

- thread grease 74,863.00

- saw lubricant 382.30

- mandrel bar lubricant 131,555.00

Paints and varnishes 148,022.29
- marking paint, enamel paint 12,977.29

- rust-proofing varnish 6,300.00

- UV varnish 128,375.00

- marking ink 370.00

Solvents 19,594.98

Oil binding agents 240.00

Corrosion protection agents 29,646.00

Metal finishing agents 38,064.00

Cleaning agents 24,759.65

De-greasing agents 1,760.00

Cold-galvanising agents 130.00

Rust removing agents 275.00

Phosphatising agents 37,810.00

Water treatment agents 50.00

Fluxing agents 3,107.06

Chemicals 6,321.10

Total: 761,182.04

Gases

- acetylene kg 3,304.00

- argon m3 770.40

- oxygen m3 6,800.00

- nitrogen m3 246.00

- gaseous mixture (Argon-O2-CO2) kg 4,100.00

Company Ecological Balance Sheet / Material and Energy Balance Sheet 
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Waste

The recyclable, non-hazardous and hazardous waste and recoverable materials generated 
by voestalpine Tubulars Kindberg are collected separately at source, placed in appropriate 
interim storage and then handed over to authorised disposal and recycling companies.

The recyclable waste includes glass, metal packaging, organic waste, cardboard and 
lightweight fraction packaging. They are collected separately, then picked up by a waste 
disposal company and sent for appropriate recycling. The total amount of recyclable waste 
was 121,080 kg in 2010, with the major parts being cardboard packaging (63.86 t), organic 
waste (36.41 t) and lightweight fraction packaging (14.82 t).

Non-hazardous waste which was handed over to disposal companies and mainly taken to 
landfills, amounted to 295,130 kg in 2010. The largest parts of non-hazardous waste came 
from spent furnace lining with 72.38 t, commercial waste with 59.18 t, construction waste 
with 53.48 t and used wood with 50.14 t.

As far as hazardous waste is concerned, there are significant quantities of oil-water 
mixtures, emulsions, operating supplies contaminated with oil, used oil, oil sludge, phos-
phatising sludge, aqueous concentrates and sludge from equipment. In 2010, the total of 
hazardous waste disposed of reached 967,870 kg, of which a high percentage went into 
thermal recycling or disposal.

The recoverable material generated in 2010 totalled 53,983,914 kg and consisted mainly 
of scrap, shavings and scale. Scrap and shavings are re-used as input materials in the iron 
and steel industry. Scale is not only recycled on sintering belts in the steel industry but 
also handed over to the cement and chemical industry for further use.

Company Ecological Balance Sheet  / Waste



Comparison of waste volumes from 1999 to 2010 (t)
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Non-hazardous waste, recoverable material and recyclable waste

The following table contains a detailed list of all recyclable, non-hazardous and hazardous 
waste and recoverable materials

Utilisation routes of recoverable material:

Scale Cement industry (Lafarge Perlmoser, Wietersdorfer & Peggauer)

Chemical industry (Donau Chemie) 

Scrap voestalpine Donawitz / Breitenfeld / Kroneisl / Schrott Waltner / Geissler

Shavings Schrott Waltner

Code number Description Quantity 2010 
(in kg)

Disposal interval

91101 Commercial waste 59,180 every 4 weeks

17201 Used wood 50,140 as required

91207 Other plastics 5,700 as required

57129 Other plastics (filter) 6,590 as required

57129 Plastic pipes 6,340 as required

57129 Thermo-mix 21,920 every 14 days

31409 Construction waste 53,480 as required

31408 Flat glass 2,420 as required

18718 Files 400 as required

31103 Furnace lining 72,380 as required

35103 Sheet metal scrap 8,180 as required

31444 Abrasives 7,120 as required

31434 Filter and absorbent material 1,280 as required

Total of non-hazardous waste: 295,130
31468(9) Glass 1,970 every 4 weeks

35105 Metal packaging 4,020 every 4 weeks

92401 Organic waste 36,410 weekly

91201 Cardboard 63,860 every 14 days

91207 Lightweight fraction packaging 14,820 every 14 days 

Total of recyclable waste: 121,080
35102 Scale  5,358,530 as required

35103 Scrap 36,344,574 as required

35103 Shavings 12,280,810 as required

Total of recoverable 

material:
53,983,914

Company Ecological Balance Sheet  / Waste
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Hazardous waste

Waste management data and measures are documented in the company‘s waste 
management concept, which is updated annually.

Objectives were set for 2011 specifically in the waste storage area (extension of the 
storage areas in the waste storage building), the optimisation of waste collection and 
the reduction in volumes of waste.

Code no.

ÖNORM S2100
Description

Quantity 2010 

(in kg)
31637 Phosphatising sludge 27,120

54715 Emulsion sludge from plants 2,590

35322 Lead storage batteries 510

35338 Unsorted batteries 470

52725 Other aqueous concentrates 84,760

54102 Used oils 42,470

54201 Oil sludge 34,510

54202 Grease 44,180

54402 Emulsions 406,240

54408 Oil-water mixtures 209,760

54702 Oil separators, sand, scale 1,580

54926 Used oil absorption material 2,800

54930 Oil-contaminated operating supplies 65,640

55370 Solvent mixtures 8,010

57127 Plastic containers with hazardous content 3,240

59906 Industrial dross containing oil 11,980

59803 Spray cans with residual contents 350

35339 Fluorescent tubes 250

35326 Mercury-vapour lamps 170

58201 Filter cloths/filter bags 10,040

35212 Monitors 700

35221 Electrical and electronic devices >50cm 50

35201 Electronic waste 8,920

35205 Refrigeration and air-conditioning units 1,530

Total of hazardous waste: 967,870
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Construction waste landfill Ground water data taken at the front of and behind the fill 
(Sept. 09, 2010).

The ground water analyses are carried out by the Technical Office for Culture Tech-
nology, Disposal and Environmental Technology, Chemical Laboratory for Health 
and the Environment, Trofaiach.

The measurements show that the values of all parameters and standard values laid 
down in the Drinking Water Ordinance are adhered to or clearly fall below.

Parameters Unit
Reading at the 

front of the fill 

Reading behind 

the fill

Temperature, water °C 12.6 11.3

pH value - 7.13 7.04

Electrical conductivity µS/cm 699 714

Acid capacity up to pH 4.3 mmol/l 4.4 5.1

Carbonate hardness °dH 12.3 14.3

Total hardness °dH 14.8 17.2

Ammonium (NH4+) mg/l 0.012 0.010

Nitrate (NO3-) mg/l 10.3 10.7

Nitrite (NO2-) mg/l 0.011 0.012

Chloride (Cl-) mg/l 73.4 44.4

Sulphate (SO4--) mg/l 23.5 40.3

Iron total mg/l < 0.05 < 0.05

Manganese total mg/l < 0.05 < 0.05

TOC mg/l < 1.0 < 1.0

Hydrocarbons total mg/l < 0.020 < 0.020

Construction waste landfill

Individual types of waste that are generated during building work at the voestalpine 
Tubulars site were deposited at the officially authorised, company-owned construction 
waste landfill until 2006. Only company-internal waste was deposited on this land-
fill. The tipping was monitored in-house and supervised by the authorities.
The construction waste landfill was closed in 2007 as its capacity was exhausted. 
An expansion to bring it up to state-of-the-art technology in line with the Landfill 
Ordinance would not have made economic sense. No further waste was deposited in 
2010. The total quantity of waste deposited in the construction waste landfill came to 
4,436.5 tons.

Rain water flows off the surface into a trench along the supporting wall or a along a 
ground hollow into the adjoining riparian forest where it drains away.

Rainwater seeping into the re-cultivation layer is drained off via a drainage mat onto 
the landfill‘s exterior slope and into the ground hollow for seepage.

In addition, the water parameters are measured by ground water sensors at the front 
of and behind the construction waste land fill and the results regularly controlled by 
an external institute.

Surface drainage

Company Ecological Balance Sheet  / Waste
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Water/Waste Water

Drinking water is obtained from the public utility. The process water comes from the 
company‘s own well and is piped into two separate circuits (open and closed circuit). 
The water is used for cooling purposes and for technical processes such as for de-scaling 
the pipe material or for phosphatising pipe couplings.

Waste water is treated in-house in the water purification plants as follows:

n Sedimentation, for waste water from the seamless pipe mill
n Gravel filters, for the waste water from the CT plant
n Neutralisation, for waste water from phosphatising
n Flotation, for waste water from the upsetting plant

The waste water from the closed circuit is recycled several times. After going through 
various stages of treatment, the waste water is sent to the discharge system of the river 
Mürz, and the sanitary grey water is transferred to the municipal waste water treatment 
plant.

In 2010, the consumption of drinking and washing water was 24,947 m3 and the amount 
of extracted process water reached 2,587,630 m3. The waste water consisted of 22,090 m3 

sanitary grey water and 2,209,745 m3 in-house process water.

The waste water limits prescribed by official notification are monitored both by in-house 
analysis and a specialist external institute at the intervals stipulated by law or the official 
notification.
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Overview of external and internal waste water values

In 2010, the external waste water analyses were carried out twice during the year by 
the Technical Office for Culture Technology, Disposal and Environmental Technology, 
Chemical Laboratory for Health and the Environment, Trofaiach.

The internal water analyses were performed by the company‘s own laboratory. The 
values in the following table are the annual average for 2010.

Measuring station: CT-discharger partial flow CT1 

(external analysis Sept. 09 and 10, 2010)

Measuring station: Flotation partial flow CT 2 

(external analysis Sept. 9 and 10, 2010)

Parameters

Limit per 

official 

notification

Result of 

external 

analysis

Result of

internal 

analysis

Result of

internal 

analysis

Temperature 30°C 20.6°C - continuous

pH value 6.5 – 8.5 8.29 - continuous

Filterable substances 30 mg/l 10.40 mg/l 3.22 mg/l weekly

Iron 1.2 mg/l <0.05 mg/l - not specified

COD 30 mg/l <15 mg/l - not specified

Hydrocarbons 1.2 mg/l 0.18 mg/l <0.20 mg/l every 14 days

TOC 10 mg/l 1.10 mg/l - not specified

Waste water volume 120 m3/h 117 m3/h 120.67 m3/h continuous

Parameters

Limit per 

official 

notification

Result of 

external 

analysis

Result of

internal 

analysis

Result of

internal 

analysis

Temperature  30°C 18.9°C - continuous

pH value 6.5 – 8.5 6.90 - continuous

Filterable substances 50 mg/l 18.6 mg/l 8.44 mg/l every 14 days

Iron 2.0 mg/l <0.05 mg/l <0.30 mg/l every 14 days

Aluminium 2.0 mg/l 0.50 mg/l 0.96 mg/l every 14 days

Ammonium 10.0 mg/l 0.14 mg/l < 0.10 mg/l every 14 days

Chromium 0.5 mg/l <0.10 mg/l <0.10 mg/l not specified

Hydrocarbons 10 mg/l <0.10 mg/l 0.51 mg/l every 14 days

COD 150 mg/l <15 mg/l 67.41 mg/l every 14 days

Waste water volume 8 m3/h 1.75 m3/h 2.07 m3/h continuous

*) Concerning the increased volume of waste water in the CT 1 partial flow, it must 
be noted that for technological reasons it was necessary to reduce the temperature 
of the quenching water from 30° to 27 °C. This means that an increased amount of 
well water was required to cool the water circulation, thus resulting in an increased 
volume of waste water. For this reason, an application for an increase in the approved 
quantity of water was submitted to the relevant authorities.

Company Ecological Balance Sheet  / Water / Waste Water 



Measuring station: Neutraliser

(external analysis Sept. 09 and 10, 2010)

Measuring station: Compressor condensate 

(external analysis Sept. 10, 2010) 

Measuring station: Seamless pipe plant 

(external analysis Sept. 09 and 10, 2010)

The compressor condensate does not enter directly into the discharge system, but 
is fed into the open water circuit in the seamless pipe plant‘s water management 
system (see table below).

Parameters

Limit per 

official 

notification

Result of 

external 

analysis

Result of

internal 

analysis

Result of

internal 

analysis

Temperature 30°C 18.8°C - continuous

pH value 6.5 – 9.0 7.15 - continuous

Filterable substances 50 mg/l 11.20 mg/l - not specified

Iron 2.0 mg/l <0.05 mg/l <0.30 mg/l every 14 days

Manganese 1.0 mg/l 0.25 mg/l 0.22 mg/l every 14 days

Nickel 0.5 mg/l 0.20 mg/l 0.14 mg/l every 14 days

Fluoride 20 mg/l 0.20 mg/l - not specified

Nitrate 40 mg/l 4.67 mg/l - not specified

Phosphorus total 2.0 mg/l 0.83 mg/l 1.19 mg/l every 14 days

Tensides total 3.0 mg/l 0.31 mg/l - not specified

Hydrocarbons 5.0 mg/l <0.10 mg/l - not specified

COD 200 mg/l <15 mg/l 61.70 mg/l weekly

Waste water volume 2 m3/h 1.29 m3/h 1.07 m3/h daily

Parameters
Limit per official 

notification

Result of 

external analysis

pH value 6.5 – 8.5 7.30

COD 90 mg/l 33 mg/l

Hydrocarbons 5.0 mg/l 0.20 mg/l

No 
internal monitoring 

specified!

Parameters

Limit per 

official 

notification

Result of 

external 

analysis

Result of 

internal 

analysis

Interval of 

in-house 

monitoring

Temperature 30°C 27.4°C - continuous

pH value 6.5 – 8.5 8.08 - continuous

Filterable substances 50 mg/l 9.05 mg/l 14.08 mg/l daily

Iron (filtered) 0.5 mg/l <0.05 mg/l <0.30 mg/l daily

COD 50 mg/l 15 mg/l <15 mg/l daily

Hydrocarbons 5.0 mg/l <0.10 mg/l 0.14 mg/l weekly

Phosphorous (filtered) 2.0 mg/l 0.57 mg/l - not specified

Phosphorus (total) 3.0 mg/l 0.66 mg/l 1.03 mg/l daily

Waste water volume 150 m3/h 147.3 m3/h 128.45 m3/h continuous
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Evaluation of the immunological impact of the waste water on the river 
Mürz discharge system

The total load of substances found in the waste water discharged into the river can be 
determined from the waste water volumes and analyses. This is essential for evaluating 
the ecological impact on the body of water. The annual averages of the in-house waste 
water analyses are used as the basis for calculation, since they are representative 
figures.

Total waste 

water load 2010
Parameters

Maximum permissible 

load in kg

Annual load 

in kg per year

Filterable substances 101,616 19,399.56

COD 79,716 18,673.71

Hydrocarbons 8,620 378.18

Phosphorous 2,663 1,170.07

Iron 6,745 345.79

Ammonium 701 1.81

Aluminium 140 17.37

Nickel 9 1.31

Manganese 18 2.05

Chromium 35 1.81

Water / Waste water

Water consumption

Waste water volume

The following diagram shows the percentage ratio for all substances in the waste 
water between the actual discharge and the maximum approved value by official 
notification. 

The diagram shows that the quantity of all discharged substances in the waste water 
is only a small part of the quantities officially permitted.
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Utilisation of the maximum permissable load in % 
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Flood Water Protection

In order to protect the plant location, the existing flood water protection measures 
are being adapted to the requirements of a 100-year flood. Various investigations and 
practical experience with floods have shown that the original level of protection was 
insufficient.

The actions taken guarantee that in the event of a 100-year flood, the whole location 
will be protected from flooding.

2



Actions taken:

n  Raising of the existing flood protection dam on the left bank by 20 to 65 cms  

n  Raising of the concrete flood protection wall on the left bank  

n  Building of a 100 metre long flood protection wall on the right bank to compensate for the  
 higher water level and overflow  

n  Widening of the river bed on the left bank in the area of the left bend downriver from the  
 dual carriageway bridge in order to avoid an possible increase of the water level upriver  
 from the bridge

1

1

2

3

3

4

4
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Company Ecological Balance 

Sheet  / Water / Waste Water 

Company Ecological Balance Sheet  / Waste Air



Waste Air

The majority of the waste air stems from the combustion of natural gas in thermal 
processes and a small percentage from the use of diesel vehicles. In both cases, CO2, 
NOx and smaller amounts of CO and SO2 are emitted.

Waste air is also generated by solvents contained in varnish which is applied to 
tubes as corrosion protection during transport. Smaller quantities of waste air result 
when dust is extracted from tubes and during cut-off grinding. The dust is generally 
trapped in textile filters, but also separated in cyclones. Before the plant was allowed 
to go into operation, one-off emission measurements were required and the figures 
were substantially below the figure stipulated in the official notification. The legally 
prescribed and regularly performed measurements were last taken in 2009. During 
these measurements, the NO2 limits were adhered to without difficulty.

The basis for determining the emissions in the waste air were the consumption of 
natural gas (31,895,333 m3) and diesel fuel (132,395 l) in 2010.

*)  The quantity of solvents is made up of the different emissions of solvents due to  
     the use of solvent-containing material and emissions from diesel fuel consumption.

Individual waste air data

Calculated emissions in waste air from natural gas and diesel consumption

Gaseous emission in t/a: in kg/t product:

CO2 63,962.24 189.2382

CO 1.59 0.0047

NOx 12.84 0.0380

SO2 0.61 0.0018

Ctotal 4.15 0.0123

CxHy 0.01 0.00003

Total dust volumes from natural gas and filter systems

Dust emission in t/a: in kg/t product:

Dust 5.52 0.0163

Solvents

Solvent emissions in t/a: in kg/t product:

Total solvents*) 22.90 0.0678
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The percentage of solvents in the materials used is made up of different volatile organic 
compounds (VOC) which are listed in the following table:

Description Quantity in kg/year

1-Methoxy-2-Propanol 439.12

2-Butanone 455.00

2-Methoxy-1-Methylethylacetate 692.30

4-Hydroxy-4-methyl-pentanone-2 109.79

Acetone 9,522.52

Butanol 960.45

Dichloromethane 30.80

Dimethylbenzene 27.43

Ethanol 30.00

Ethanolamine 381.60

Ethyl acetate 397.31

Ethyl benzene 3.87

Isobutyl acetate 1,523.17

Hydrocarbon mixtures 5,978.18

n-Butyl acetate 1,685.89

Naphtha 209.84

Propane 26.67

Propanol 5.33

Spirit 66.83

White spirit 3,797.40

Toluene 3,987.56

Xylene 20.64

Company Ecological Balance Sheet  / Waste Air



Odour emissions

The odours generated by the use of UV varnish have been reduced to a minimum in 
co-operation with the varnish manufacturers, so that there are no adverse effects on the 
environment and the local residents are not disturbed by an unpleasant smell.
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Total emissions (in kg waste air per ton of steel pipe produced):

The quantity of waste air is made up of gaseous emissions, emitted solvents and dust.
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Energy

The total energy consumption of the location amounted to 420,060.49 MWh in 
2010. The major part of the energy supplied to the plant comes from natural gas and 
amounts to 354,038.19 MWh. Other sources of energy are electricity and fuel.

Electric energy is mainly used for mechanical drives in the production facilities and 
to a lesser extent for induction heating of the pipe ends during upsetting.

Natural gas is used in the thermal production process (heating the billets and heat 
treating the pipes in industrial furnaces).

Diesel fuel is used by company-owned vehicles.

Energy supplies Energy consumption (MWhel) 420,060.49

Electricity (MWhel) 64,687.25 Energy conversion (electricity) 64,687.25

> of which renewable energy: 23,597.823 (MWhel) = 36.5% 

Natural gas (m³) 31,895,333.00 Thermal energy (natural gas) 354,038.19

Fuel (litres) 133,047.00 Driving energy (fuel) 1,335.05

Total energy consumption (in MWh per t of steel pipe produced):
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Company premises

Inside the production buildings, the whole floor space is made up of 20 cm thick 
concrete in order to protect the soil. All cellars are constructed as to be impermeable 
to liquid, and in addition to this, the hydraulic cellars are tiled. The push bench and 
the hot saws are anchored to the floor with neoprene friction bearings in order to be 
vibration free.

The company premises cover a total area of 400,000 m², of which approx. 38% are 
built-over. The remainder consists of paved traffic surface and storage areas as 
well as green spaces not used for operational purposes.

Green spaces 79,127 m2 20 %

Sealed surfaces 168,144 m2 42 %

Buildings (built-over area) 151,847 m2 38 %

Total area 399,118 m2 100 %
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Noise

The noise emanating from the plant is mainly caused by pipes knocking against 
each other during various movements of goods within the plant. Appropriate 
measures are continuously taken in order to reduce noise pollution inside the 
production facilities and to the outside.

Transport

All raw materials (continuously cast billets) are delivered to the plant by rail.
The majority of the finished products leave the plant by rail (78%) and a smaller portion 
(22%) by truck. Trucks are used for transport between the individual production facilities at 
the site.

Storage

All raw materials, auxiliary materials and operating supplies, production equipment, 
waste and recoverable materials are only stored in areas designated and appropriate 
for their storage. All measures to prevent negative impacts on the environment are 
complied with.

Hazardous material

The activities relating to the transport of hazardous goods are documented in a 
hazardous goods report that is updated annually.

Contingency planning and emergency precautions

All necessary measures related to emergencies, as well as the procedures and people 
responsible are documented in a plant emergency plan.



Indirect environmental aspects

Our product, seamless pipes, does not cause any damage to the environment as a 
result of its use, recycling or disposal. The product, when used, is therefore environ-
mentally neutral and generates no emissions when properly employed. At the end of 
its useful life, the pipes can be re-used as a secondary material in the form of scrap 
by the iron and steel industry, which means they are 100% recyclable. In the event 
that these pipes are disposed of in a landfill, no environmentally relevant effects are 
expected.

When developing and designing the pipes, the specifications are mainly given by the 
customer and depend on the purpose of use which means that the company has little 
influence over them.

As far as transport is concerned, it should be mentioned that the customers of 
voestalpine Tubulars operate on a global basis and the main means of transport for 
the worldwide movement of the finished pipes are rail and sea.
The packaging of the finished pipes is not packaging as such, as the pipes are only 
bundled, bound with metal bands and secured for transport by wooden slats and 
blocks.

When procuring environmentally relevant products and services, we adhere to our 
quality management system and take environmentally related criteria into account. 
We pay particular attention to the procurement of auxiliary material and operating 
supplies, packaging and technical material with the least possible environmental 
impact. The selection, evaluation and approval of suppliers are oriented on environmental 
aspects.

voestalpine Tubulars‘ regulations on safety and the environment apply not only to its 
employees, also all contractors and sub-contractors working for the Kindberg plant 
have to comply with them.

When selecting and evaluating suppliers, not only economic and technical criteria 
are taken into account, but also environmental aspects.

It is difficult for the company to influence the volume of traffic generated by the 
employees on their way to and from their workplace. However, the plant is served by 
public buses and, therefore, public transportation could be used. In view of the rural 
character of the area and the related, insufficient public transport network servicing 
the site, most employees are forced to use their own vehicles on their way to and 
from work. There is sufficient parking space available in the immediate vicinity of 
the plant.

Approx. 48% of the employees live in the Kindberg area, another approx. 30% within 
a radius of <10 km, and approx. 17% in a radius of <20 km. The remaining approx. 
15% of the employees have to travel more than 20 km to work.
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Environmental Indicators
The environmental data and figures from the input/output analysis are used as the 
environmental indicators. Absolute figures are not considered as environmental indi-
cators but rather the specific values in relation to the relevant production volume are 
used in order to enable a better comparison over a longer period, to pinpoint possible 
weaknesses and to derive improvement measures from them.

Material and energy balance sheet 

for the production of 1 t of steel pipe (2010)

 

Energy supplies
Electricity: 0.191 MWh 
Natural gas: 94.37 m3

Fuel: 0.394 l

Water 7.730 m3

Drinking and washing water: 0.074 m3

Process water from wells: 7.656 m3

Steel billets 1,118.863  kg

Recoverable materials 159.716 kg
Shavings, scale, scrap

Non-hazardous waste 0.873 kg
Commercial waste, construction waste, 
furnace lining, plastic waste

Waste water 6.603 m3

Sanitary grey water: 0.065 m3

Process waste water: 6.538 m3

Hazardous waste 2.864 kg
Used oil, oil sludge, aqueous concentrates
emulsions, oil-water mixtures,
oil-contaminated supplies, etc

Recyclable waste 0.358 kg

Emissions 189.379 kg
CO2: 189.238 kg
CO: 0.0047 kg
NOx: 0.0380 kg
SO2: 0.0018 kg
Ctot: 0.0123 kg
Dust: 0.0163 kg
Solvents: 0.068 kg

Auxiliary material and operating supplies 2.252 kg
Oils, lubricants, paints and varnishese,
solvents, anti-corrosives, materials for metal 
finishing, phosphatising material,
cleaning materials, oil binders etc.

PRODUCTION
Heating - rolling - finishing - upsetting
heat treatment - inspection - thread cutting
coupling production - preservation

Energy consumption 1.242 MWh
Electricity: 0.191 MWh 
Heating energy (natural gas): 1.047MWh 
Motor energy: 0.004 MWh

Steel pipes 1,000 kg

Packing 2.446 kg

Compressed air 141.921 m3

Environmental Indicators



The balance sheet clearly shows that 1,118.863 kg of raw materials are required to 
produce 1,000 kg of steel pipes, which corresponds to a yield of 89.38%.

The environmental indicators are evaluated annually by means of an environment-
related company balance sheet. This balance sheet serves, on the one hand, to show 
achieved improvements and, on the other hand, to help identify the potential for 
optimisation related to environment-relevant data more easily.

The ecological company balance sheet is used as the basis for evaluating the 
environmental performance and for defining and setting environmental targets. 
It also forms part of the annual management review.
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INPUT 1998 1999 2000 2001 2002 2003 2004 2005 2006 2007 2008 2009 2010

Water consumption in m3/t 12.40 16.38 7.28 7.79 9.73 9.70 7.06 6.53 6.87 7.06 6.72 9.91 7.73

Compr. air consumption in m3/t 189.14 224.23 158.38 141.43 160.02 148.61 132.68 125.80 121.26 130.51 130.87 170.53 141.92

Natural gas consumption in m3/t 126.61 140.04 96.66 93.32 100.94 95.95 96.08 87.40 86.51 87.78 88.08 105.72 94.37

Electricity in MWhel/t 0.27 0.29 0.21 0.19 0.21 0.19 0.19 0.17 0.17 0.18 0.18 0.23 0.19

OUTPUT 1998 1999 2000 2001 2002 2003 2004 2005 2006 2007 2008 2009 2010

Non-hazardous waste in kg/t 0.68 0.59 0.48 0.62 1.35 0.91 0.67 0.74 1.62 1.13 1.03 1.87 0.87

Hazardous waste in kg/t 3.56 4.28 2.96 3.01 3.82 3.14 2.69 2.88 2.98 3.37 2.26 4.05 2.86

Waste water in m3/t 11.37 14.50 6.53 5.62 7.00 7.78 6.70 5.17 5.32 5.58 5.26 7.73 6.60

Waste air in m3/t 253.85 280.78 194.26 187.36 202.73 192.55 192.79 175.43 173.66 176.24 176.80 212.38 189.38

Energy consumption in MWh/t 1.68 1.85 1.28 1.23 1.34 1.26 1.26 1.14 1.13 1.16 1.16 1.41 1.24

Environmental Indicators



Trends in the company‘s environmental indicators

INPUT 1998 1999 2000 2001 2002 2003 2004 2005 2006 2007 2008 2009 2010

Water consumption in m3/t 12.40 16.38 7.28 7.79 9.73 9.70 7.06 6.53 6.87 7.06 6.72 9.91 7.73

Compr. air consumption in m3/t 189.14 224.23 158.38 141.43 160.02 148.61 132.68 125.80 121.26 130.51 130.87 170.53 141.92

Natural gas consumption in m3/t 126.61 140.04 96.66 93.32 100.94 95.95 96.08 87.40 86.51 87.78 88.08 105.72 94.37

Electricity in MWhel/t 0.27 0.29 0.21 0.19 0.21 0.19 0.19 0.17 0.17 0.18 0.18 0.23 0.19

Graph of environmental indicator trends for input 

(electricity, natural gas, water, compressed air)

OUTPUT 1998 1999 2000 2001 2002 2003 2004 2005 2006 2007 2008 2009 2010

Non-hazardous waste in kg/t 0.68 0.59 0.48 0.62 1.35 0.91 0.67 0.74 1.62 1.13 1.03 1.87 0.87

Hazardous waste in kg/t 3.56 4.28 2.96 3.01 3.82 3.14 2.69 2.88 2.98 3.37 2.26 4.05 2.86

Waste water in m3/t 11.37 14.50 6.53 5.62 7.00 7.78 6.70 5.17 5.32 5.58 5.26 7.73 6.60

Waste air in m3/t 253.85 280.78 194.26 187.36 202.73 192.55 192.79 175.43 173.66 176.24 176.80 212.38 189.38

Energy consumption in MWh/t 1.68 1.85 1.28 1.23 1.34 1.26 1.26 1.14 1.13 1.16 1.16 1.41 1.24

Graph of environmental indicator trends for output

(non-hazardous waste, hazardous waste, waste water, waste air, energy consumption)
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Environmental Impact Points based on SAEFL 
(Swiss Agency for the Environment, Forests and Landscape)

Evaluation of environmental influence and impact using the SAEFL method:
Environmental Impact Points EIP = eco-factors X amount of pollutants

The material flows reviewed when determining the environmental impact points were:

n Waste water / Waste / Waste air / Energy

Waste water contents considered relevant to the environment were phosphorous, 
iron, ammonium, nickel, manganese, chrome and COD.

When evaluating waste, differentiation between different types of recycling and dis-
posal is necessary, i.e. it is important for the evaluation whether the waste material 
is recycled or put to thermal use, placed in a landfill or incinerated.

Waste air is analysed for the air pollutants SO2, NOx, CxHy, CO, CO2, dust and 
solvents.

Concerning energy, the use of electricity, natural gas and fuel have an environment-
relevant impact.

By far the greatest percentage of Environmental Impact Points (61%) is generated by 
waste, which means that operational waste is also the area with the greatest potential 
for the reduction of Environmental Impact Points. A reduction in Environmental Impact 
Points can be achieved by either reducing the volume of waste or by increasing the 
amount that is recycled.

Environmental Impact Points 2010:

EIP 2010 Absolute  per t pipe

Waste water 399,415,129 1,181.71

Waste 10,616,109,000 31,408.74

Waste air 3,061,999,500 9,059.21

Energy 3,568,372,605 10,557.36

Total: 17,645,896,234 52,207.02

Energy
20 %

Waste water 
2 %

Waste
61 %

Waste air
17 %

Environmental Impact Points based on SAEFL 
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Environmental Impact Points per t of pipe produced between 2002 - 2010:

As can be seen from the chart, in 2010, there was a decline in the total number of 
Environmental Impact Points relative to the produced quantity compared with the 
previous year.

Development of Environmental Impact Points between 2000 - 2010:

EIP
x 100,000

Produced quantity
in t

EIP
per t of pipe

Environmental Impact Points based on SAEFL 
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Accident Statistics
In 2010, the Kindberg plant worked 1,407,310.30 production hours The average of 
monthly wage earners was 754.25.

2009 2010

Accident rate Accidents per 100 employee 7.46 9.11

Accident frequency Accidents per million hours 52.16 55.42

Accident severity Days of absence per accident 114.94 74.63

Accident absenteeism Absenteeism in % of working time 0.60 0.41

Man-hours lost per year and employee 8.58 6.80

Accident absenteeism
= Absenteeism in % of working time

Accident rate
= accidents  per 100 employee

Man-hours lost
= hours per year and employee

Accident frequency
= accidents per million hours

Accident severity
= days of absence per accident

Accident Statistics
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When looking at the development of the accident statistics, an increase in the accident 
rate and accident frequency can be seen, whereas the accident severity and the related 
man-hours lost show a decline compared with the previous year.

ACCIDENT RATE
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We have set the following targets concerning the implementation of the occupational health and safety and environ-
mental policy and the improvement in the company‘s safety at work and environmental protection.
They are documented in the form of concrete measures (environment and safety programs) and their timely realisation 
will be monitored. The management has approved the funds required for their implementation.

Environment Program 2011

Topic TARGET PROGRAM Respon-

sible

Target 

date
MANAGEMENT SYSTEM
1 Safety at work 

Flood water 

protection

Ensure protection against flood damage 
of the whole premises 

Adaptation of the existing flood protection instal-
lations by taking the possible impact of a 100-year 
flood into account

TM
Manage-
ment

September
2011

2 Information 

platform

Intranet

Improvement in internal information and 
communication 

Intensive training of all employees on the use of 
the newly implemented Intranet platform

TN6
Manage-
ment

March
2012

3 Energy 

management

Optimisation of energy-relevant 
aspects for achieving the best possible, 
resource-protecting treatment of all 
types of energy

Introduction of an energy management system in 
coordination with existing management systems

TN6
Manage-
ment

March
2012

4 Legal compliance 

software working 

materials

Systematic processing and preparation 
of data in connection with the evaluation 
of working material

Implementation of the module ‚working material‘ in 
the existing legal compliance software

TM
HS Officer

March
2012

ENERGY
5 Waste heat 

utilisation

Utilisation of the waste heat potential 
from the waste heat flows 

Preparation of a feasibility study for an ORC plant TN32
Manage-
ment

March
2012

WASTE AIR 
6 Tube cut-off 

machine in cou-

pling production

Reduction in waste air emissions caused 
by emulsion vapours in the coupling 
production

Installation of tube ventilators at the chip conve-
yors of the tube cut-off machine

TN1
Manage-
ment

März
2012

INPUT MATERIALS
7 Seamless pipe 

rolling mill

Consumption of 

lubricants

10% reduction in consumption of 
lubricants in the mandrel lubrication in 
the hot pipe production

Installation of two blowing rings at the mandrel 
lubricating basket for Phosphatherm. This results 
in the excess lubricant being blown into the basket 
so that it flows back into the container

TN21
Manage-
ment

June
2011

8 Coating installation 

of the boiler pipe 

finishing plant

Elimination of solvent-containing varnishes 
for the coating of pipes in the boiler pipe 
finishing plant

Installation of a coating unit using solvent-free or 
low-solvent varnishes

TN21
Manage-
ment

March
2012

9 Boiler pipe 

finishing plant

Marking

Reduction insolvent emissions when 
marking pipes in the boiler pipe finishing 
plant 

Substitution of marking paint containing solvents 
with water-soluble paint

TN21
Leitung

March 
2012

10 Cutting shop

Rust-protecting 

agents 

Reduction in the quantity of rust-protecting 
agents as well as in used emulsion and 
oil, thus saving disposal costs in the 
cutting shop

Re-processing of contaminated rust-protecting 
agents

TN31
Manage-
ment

March
2012

11 Coupling production

Vacuum cleaner

Reduction in the contamination of 
cutting emulsions, thus increasing the 
lifetime of the emulsion in the coupling 
production

Purchase of a heavy-duty vacuum cleaner for 
cleaning the coupling hollows from scale and dust

TN32
Manage-
ment

March
2012

12 Coupling production

Cutting emulsions

Cleaning of the cutting emulsions in 
the coupling production with the aim of 
increasing their lifetime

Installation of a magnetic filter to eliminate metallic 
particles

TN32
Manage-
ment

March
2012

13 Procurement

Thread grease

Central storage and stock-keeping of 
thread grease in SAP in order to ensure 
availability for the cutting shop

Storage of cutting grease in the central storage 
depot, and coding with a material number in 
‚auxiliary material and operating supplies‘

TB
Manage-
ment

September
2011

STORAGE
14 Central 

warehouse

Fire alarm 

system

Early detection of an outbreak of fire 
and as a result the safe storage of spare 
parts and auxiliary materials & operating 
supplies in the central storage depot

Installation of a fire alarm system in the new central 
storage depot

TB
Manage-
ment

July
2011

Environment Program 2011 



Topic TARGET PROGRAM Respon-

sible

Target 

date
WASTE 
15 Cutting shop 

Disposal of 

shavings 

Improvement in the logistics for shavings 
and the prevention of soiling of the open 
storage area in the cutting shop by emul-
sions and shavings 

Placing of containers for shavings in the production 
hall and direct emptying by crane

TN31
Manage-
ment

September
2011

16 Coupling production

Phosphatising

Recovery of residual acid from the sludge 
of the phosphate tank, thus reducing 
sludge weight and disposal costs in the 
coupling production

Installation of separate containers in the phos-
phate tank so that residual acid can leak from 
the phosphate sludge through an opening in the 
bottom

TN32
Manage-
ment

March
2012

17 Waste storage 

building

Optimisation of interim storage in the 
waste storage building 

Extension of the storage area in order to improve 
the proper interim storage of waste

TN52
Manage-
ment

December
2011

SAFETY
18 Seamless pipe 

rolling mill

Danger zones

Safeguards

Minimisation of the accident frequency in 
the seamless pipe rolling mill by securing 
all relevant danger zones by means of 
locked or protected doors

Identification of all relevant danger zones and in-
stallation of electronic safeguards on all accesses 
to the plant in co-operation with the maintenance 
departments

TN1
Manage-
ment

March 
2012

19 Seamless pipe 

rolling mill Fire 

extinguishing 

system

Improvement in safety at work and 
operational safety in the event of fire 
in the hydraulic cellars of the hot pipe 
production

Installation of a fire extinguishing system in the 
central hydraulic cellar of the seamless pipe rolling 
mill

TN1
Manage-
ment

March 
2012

20 Commercial pipe 

finishing plant

Security fences

Improvement in safety at work and 
reduction in accident frequency in the 
commercial pipe finishing plant

Extension of the security fences and the electro-
nically secured accesses to the installations

TN21
Manage-
ment

March
2012

21 Boiler pipe 

finishing plant

Loading

Improvement in safety at work in the loading 
area of pipes for internal transport, in the 
boiler pipe finishing plant

Equipping with cameras of transport vehicles for 
the internal transport of pipes

TN21
Manage-
ment

December
2011

22 Oilfield pipe 

finishing plant

Straightener A

Safe transverse across the roller bed 
from the tempering furnace to the 
straightener of the oilfield pipe finishing 
plant

Construction of a crossing bridge from the control 
stand to the straightener

TN22
Manage-
ment

March
2012

23 Oilfield pipe 

finishing plant

Stairway RMA/B

Minimisation of the accident risk by 
improving the non-slip effect on the 
stairways leading down into the hydraulic 
and electrical cellars

Coveringthe stairway with rubber matting TN22
Manage-
ment

December
2011

24 Oilfield pipe 

finishing plant

Modification of 

controls

Improvement in safety at work in the 
area of straightener B of the oilfield pipe 
finishing plant

Modification of controls, taking all electrical, 
safetyrelated installations of the machine and the 
transport equipment into account

TN22
Manage-
ment

March 
2012

25 Cutting shop

Brushing devices

Improvement insafety at work by avoiding 
manual polishing of threads in the cutting 
shop

Installation of automated brushing and polishing 
devices in cutting line 2

TN31
Manage-
ment

March
2012

26 Coupling production

Safety devices

Improvement in safety at work at the cut-
off machines in the coupling production

Installation of safety devices for the elevators at 
the cut-off machines

TN32
Manage-
ment

March
2012

27 Coupling production

Hall floor

Reduction in the risk of work accidents 
in the coupling production due to stum-
bling or falling

Renovation or renewal of the hall floor around the 
cut-off machines and the flux devices

TN32
Manage-
ment

March
2012

28 Quality Control 

building

Entrance areas

Reduction in accident risk in the entrance 
areas of the quality control office building

Installation of devices to preventsnow and 
remnants of ice from falling off the porch at the 
entrance of TQ and TQF

TQ
Manage-
ment

November
2011

29 Operations 

information 

system

Monitoring of single work places in pro-
duction and cellars

Introduction of an operations information system TN6
Manage-
ment

March
2012
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Topic TARGET PROGRAM Respon-

sible

Target 

date
SAFETY
30 Transformer 

station

Switching station

Substantial improvement in personal 
safety in transformer station 3 during 
switching

Conversion of an open 20 kV switching station 
to a compartmented switch gear in transformer 
station 3

TN6
Manage-
ment

March
2012

31 Plant safety

Risk assessment

Improvement in safety at work during 
refitting of the controls of straightener B 
in the oilfield pipe finishing plant and in the 
API station in the cutting shop of line 1

Performance of a risk assessment and 
implementation of adjustments to the safety 
installations

TM
HS Officer

March
2012

32 Awareness-raising

Individual 

interviews

Raising of employee awareness of safety 
aspects and safety-relevant matters

Implementation of individual interviews by safety 
specialists on site 

TM
HS Officer

December 
2011

33 Company safety 

officer

Raising of employee awareness of safety 
aspects and safety-relevant matters

Implementation of individual interviews by safety 
specialists on site 

TM
HS Officer

September 
2011

34 Maintenance 

work

Improvement in preventive measures 
against accidents during maintenance 
work

Early involvement and information of the safety 
specialist during the preparation of maintenance 
work

TM
HS Officer

July
2011

35 Seamless pipe 

rolling mill

Billet shear

Improvement in safety at work - protec-
tion against falls - during maintenance 
work in the area of the billet shear of the 
hot pipe production

Installation of a step with a railing and of light grills TN1
Manage-
ment

June
2011

HEALTH

36 Oilfield pipe 

finishing plant 

Dust extraction 

RMC

Reduction of dust exposure at straigh-
tener 3 in the oilfield pipe finishing plant

Installation of a dust extractor at straightener 3 TN22
Manage-
ment

March
2012

37 Cutting shop

Pipe end 

phosphatising

Improvement in the working conditions 
during the phosphatising of pipe ends in 
the cutting shop

Installation of an automated pipe end phosphati-
sing machine with safety devices and extraction 
systems

TN31
Manage-
ment

TN31
Manage-
ment

38 Light shower Improvement in the agreeableness of 
night shifts for employees in the seam-
less pipe rolling mill

Installation of a light shower for the employees in 
the seamless pipe mill

TM
HS Officer

December 
2011

39 Quality 

Department

Daylight

Improvement in working conditions in 
the quality department

Installation of daylight illumination in the work-
shop and in the metallography area of the quality 
department

TQ
Manage-
ment

March
2012

Environment Program 2011 
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Audit
Regular and systematic monitoring of compliance with planned and established 
guidelines.

CO2 Carbon dioxide
Colourless, non-combustible gas which a natural component of air (0.3%). It is re-
leased through the combustion of fossil fuels (oil, coal, natural gas), respiration and 
biological decomposition processes (e.g. landfills, composting) and is considered the 
prime cause of greenhouse warming.

EU-Eco-Audit-Regulation (EMAS)
General term for the EU-regulation 761/2001 from March 19, 2001 concerning the 
voluntary participation of commercial enterprises in a community eco-management 
and audit scheme. Its goal is the promotion of continuous improvement in industrial 
environmental protection through: 

n the establishment and implementation of environmental policies, 
 programs and management systems by the companies
n the systematic, objective, documented and regular evaluation of the   
 effectiveness of these tools
n the dissemination of information concerning industrial environmental  
 protection to the public.

Emissions/Immissions
Emissions are the results of chemical, technical or biological processes that escape 
into the environment in the form of solid, liquid and gaseous substances. They also 
include noise, vibrations, heat and radiation measured at the point of origin. Immisi-
ons are the effects that emissions have on people and the environment measured at 
the point of impact.

HSE (Health, Safety and Environment)
HSE is the abbreviation for Health, Safety and Environment. The abbreviation quickly esta-
blished itself as an internationally recognized term. 

Input/Output-Analysis
A tool for the systematic analysis of all occurring input and output flows from the 
system under observation.

ISO 14001
International equivalent of the EMAS-regulation which is valid in all of the EU mem-
ber states. An important difference: The ISO 14001 does not include an environmental 
statement or a site directory. 

Maximal workplace concentration
A limit for gaseous or dust substances that must be complied with so that there is no 
damage to health as a result of exposure over a daily 8 hour workday. 

OHSAS 18001
OHSAS stands for Occupational Health and Safety Assessment Series. The OHSAS 
18001 regulates the most important guidelines for efficient company safety and 
health management. It has become an internationally recognized certificate equi-
valent to the ISO 14001 or ISO 9001 with regard to quality management.

Glossar

Glossar



Ecology
The science of the correlation between the inanimate environment (climate, soil) and 
organisms and their biological environment. Furthermore, ecology is increasingly 
concerned with the influence of human beings and technology on the environment. 

Eco-audit
Internal examination of the functionality and effectiveness of the environment and 
safety management system. 

Environmental statement
Public source of information about the environmental impacts of a company location.

Environmental auditors
State approved persons or groups that audit a company’s location thereby allowing 
them to take part in the EU Eco-Audit-System.

Environmental management system
The organization structure in a company that regulates responsibilities, behaviour, 
as well as formal processes and procedures for implementing environmental policies, 
targets and programs.

Environmental policy (HSE policy)
A statement by executive management concerning the overall goals and principles of 
action with regard to company environmental protection together with an integrated 
approach to workplace safety and the promotion of health.

Environmental programme
A program for the realisation of goals, which in addition to concrete measures, also 
makes provision for the required personnel and financial means to accomplish them.

Validation
Validation statement. The environmental statement must be verified by an indepen-
dent auditor if the company wishes to be registered as participating in the EU-Eco-
Audit-Scheme. 

Verification
Examination by an external auditor as to whether the environmental and safety ma-
nagement system has fulfilled the company-specific planned guidelines and met the 
requirements set by the EMAS-regulation. This is not to be confused with “certifica-
tion” which is only allowed in connection with standardized systems.
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Harald Kohlhofer

Officer for Environmental and 

Safety Management

General Information

„IT IS NOT ONLY FOR 
WHAT WE DO THAT WE 
ARE HELD RESPONSIBLE, 
BUT ALSO FOR WHAT WE 
DO NOT DO“

Molière



If you have any questions concerning our company‘s environmental protection program, 
we will gladly assist you.

Alpinestraße 17, 8652 Kindberg-Aumühl
T. +43/50304/23-0  
F. +53/50304/63-0

Managing Director:  DI Wolfgang Rainer
Officers for the environment: DI Harald Kohlhofer

The Officer for Environmental and Safety Management of voestalpine Tubulars, 
Mr. Harald Kohlhofer, will be pleased to answer any questions on the current environmental 
statement, the company‘s environmental objectives and measures taken so far.

T. +43/50304/23-366
F. +43/50304/63-346
E-mail: harald.kohlhofer@vatubulars.com
http://www.vatubulars.com

General information
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The senior and authorised environmental verifier of the organization for environmental 
verification 

TÜV SÜD Landesgesellschaft Österreich GmbH,
Campus 21, Europaring A04301, A-2345 Businesspark Vienna South
(Registration number AT-V-0003)

hereby confirms that he has verified if the location and the latest version of the envi-
ronmental statement of the company

voestalpine Tubulars GmbH & Co KG 
Alpinestraße 17, A-8652 Kindberg-Aumühl
mit der Registriernummer A-000208

complies with all requirements of regulation (EC) no. 1221/2009 of the European 
Parliament and Council dated 25 November 2009 concerning voluntary participation 
by organizations in a Community eco-management and audit scheme (EMAS).

By signing this declaration, he confirms that

n the audit and validation were conducted in full accordance with the requirements  
 of regulation (EC) no. 1221/2009,

n the result of the audit and validation confirms that there is no proof of any  
 applicable environmental regulations not being adhered to,

n the data and information of the updated environmental declaration of the  
 location gives a reliable, plausible and truthful picture of all activities 
 performed on the site within the areas mentioned in the environmental   
 statement.

This statement may not be construed to be an EMAS registration. An EMAS regis-
tration can only be effected by a responsible authority in accordance with regulation 
(EC) no. 1221/2009. This statement may not be used as an independent basis for 
information to the general public.

The organization for environmental verification TÜV SÜD Landesgesellschaft Österreich 
GmbH has been approved by notification by the Federal Ministry of Agriculture, 
Forestry, Environment and Water Management for the 24.20 (NACE-Code).

Kindberg, March 23, 2011

DI Wolfgang Brandl   
Senior Environmental Verifier

Validation of the 
Environmental Statement

Validation of the Environmental Statement 
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voestalpine Tubulars GmbH & Co KG
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8652 Kindberg-Aumuehl, Austria
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