
www.vatubulars.com

voestalpine Tubulars 

  

A-000208

w
w

w
.v

a
tu

b
u

la
rs

.c
o

m

v
o

e
s
ta

lp
in

e
 T

u
b

u
la

rs
 

E
n
v
ir
o

n
m

e
n
ta

l S
ta

te
m

e
n

t_
2
0
14

                   

               

  
Environmental

Statement

2014

 

Certified Environmental Management

C E R T I F I E D 
E N V I R O N M E N T A L 

M A N A G E M E N T



Contents

Preface 1    

     

The Organisation     

Company History 4    

Company Profile 6    

Company Activities  8    

Production Process 10    

Management Policy 14    

     

Environmental Impact Assessment 

The Relationship of the Company with the Environment 2    

The General Development of the Company 2    

The Environmental Performance of the Company 4    

Management Systems Individual sheet    

Input Materials Individual sheet    

Waste  Individual sheet    

Energy  Individual sheet    

Fire Protection Individual sheet    

Health  Individual sheet    

Safety  Individual sheet    

     

Ecological Balance Sheet     

Material and Energy Balance Sheet 2    

Input Materials 3    

Non-hazardous Waste, Existing Substances, Valuable Substances 4    

Hazardous Waste 5    

Total Waste 7    

Water/Waste Water 9    

Ground Water Analysis 14    

Waste Air 17    

Solvent Emissions 19    

Energy  21    

Transport 22    

Indirect Environmental Aspects 23    

     

Environmental Indicators     

Environmental Indicators 2

Development of Environmental Indicators 5

Environmental Awards 8    

     

Accident Statistics     

Accident Statistics 2013 2    

Accident Rate 3 

Accident Frequency 3    

Hours Lost Through Accidents 3    

     

Environmental Program 2014/15     

Environmental Program 2    

General Information 5    

     

Glossary     

Glossary 2    

     

*) The colour code indicates individual pages and brochures. The length of the bars corresponds to the percentage in the Environmental Statement 2014.



voestalpine Tubulars GmbH & Co KG

With our Environmental Statement 2014, we offer 
you a performance overview of our company, 
presented in the form of figures, facts and data 
that are based on the latest available key data. It 
is a compendium of our efforts and endeavours in 
relation to the environment and production.

Since the introduction of the EMAS (Eco-Man-
agement and Audit Scheme) regulation in 1999 
that aims at supporting a continuous improve-
ment of industrial environmental protection, 
much has been achieved, namely, an increase in 
production and, at the same time, a proportional 
reduction in pollution.

We have accepted responsibility!
Towards our children, our employees and our 
customers, a responsibility to manufacture high-
quality tubes in the most resource-protecting way 
possible. Tubes that are developed in our own 
research department are tested in our own labo-
ratory and have proved themselves worldwide.

For us, as a company operating internationally, 
this is much more than just an ‘annoying‘ respon-
sibility. It is a challenge and a mission.

We want to prove that commitment and enthu-
siasm make commercial sense. Thanks to the 
commitment of our employees, the will to achieve 
something extraordinary, to recognise and to 
follow new paths, it is without doubt, a valuable 
investment in the future of our company location 
and in the environment.

Numerous certifications 
according to the standards 
ISO 14001, OHSAS 
18001 and ISO 50001, 
a klima:aktiv award, 
the ECO PROFIT cer-
tification and being 
awarded the coveted 
EMAS Environmental 
Award in the years 2006 
and 2013 prove to us that 
also external institutions 
are in agreement that we are 
pursuing the right path.

It is an ambitious path that we also intend to 
continue following in the future, for love or our 
company location and the environment. 

Preface

DI Wolfgang RAINER

Technical and 

Administration Managing Director

Mag. Robert PHILIPP

Commercial Managing Director
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Organisation Organisational structure of voestalpine Tubulars

voestalpine Tubulars GmbH & Co KG is a 

subsidiary of voestalpine AG -Division Metal 

Engineering. The company is owned 

equally by voestalpine AG and the 

US-American company National Oilwell Varco 

(NOV) Grant Prideco.

Division
Metal

Engineering

voestalpine Metal Engineering 
GmbH & Co KG

voestalpine
Tubulars GmbH 
& Co KG (50%)

voestalpine AG

Division
Steel

voestalpine
Schienen GmbH

Production

Seamless 
Pipe Plant

Pipe Finishing

Cutting Units

Mechanical 
Maintenance 

Transport

Electrical 
Maintenance 
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Process 
Co-ordination

Quality 
Management

Quality
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R & D 
Management

Product, Process, 
Material Develop-

ment

Thread Deve-
lopment Thread 

Technology

Purchasing

Materials 
Management

Management

Personnel

Payroll

Legal

Asia-Pacific, 
Africa

Commercial 
Logistics

Controlling

Balance 
Sheets, Tax

Technical Sales

Marketing

CIS

Europe & China

Near East

Industrial Pipes

Internal Sales 
OCTG

North and 
South America

Quality
Research & 

Development
Procurement

Personnel, 
Legal, 

Administration

Finance & 
Controlling

Sales & 
Marketing

voestalpine 
Stahl Donawitz

GmbH

voestalpine
VAE GmbH

TSTG Schienen
Technik GmbH

& Co KG

voestalpine 
Austria Draht 

GmbH

voestalpine 
Klöckner

Bahntechnik 
GmbH

voestalpine
Rail Center

Duisburg GmbH

voestalpine 
Böhler Welding

GmbH

voestalpine 
Railpro B.V

(70%)

Division
Special 
Steel

Management

Division
Metal 

Forming
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1700 > Already before 1700, the Lord of the Manor, 
Hart, operated a smithy and a tavern on the neighbour-
ing property called ’the Aun or Taubmuehle’.  1784 > 
Georg Scheikl established a hammer mill. The con-
cession was registered for a ferrier, rake and tool smith 
with a bloomery furnace with hammer and a drawing 
furnace with hammer. 1821 > The ’Taubhammer‘, owned 
by Franz Pfeffinger, was declared bankrupt and was auc-
tioned off to Mathias Jandl.  1843 > The hammer mill em-
ployed seven workers and three wood cutters. At that 
time, the workers were still firmly established in the 
guild system and received food and housing in addi-
tion to an annual salary. When they became unable to 
work due to old age, they continued to receive ’charity 
sustenance‘. In the same year, the production reached 
approx. 1,450 hundredweight which corresponds to 
approx. 81 tons. 1866 > Anton Fischer constructed a 
smelter which was completed in December 1866. Its 
core sections were the puddle mill and rolling mill. 
1874 > The Sankt Egydy - Kindberg Iron and Steel 
Company extended the plant, and a second puddle mill 
and rolling mill was completed in the same year. At the 
same time, additional housing was constructed for the 
workers, which formed the heart of a residential estate 
1882 > The Austrian - Alpine Montangesellschaft 
built a railway connection between Kindberg railway 
station and the mill.  1885 >  The company employed 
507 employees, amongst them approx. 30 women and 
20 youths. The daily working time was twelve hours, 
but longer if necessary and, at times, also on Sunday. 
The average monthly wage was 40 Guilders and in the 
event of illness, it was reduced by 50%. The monthly 
old-age pension was approx. 20 Guilders. However, 

Company History

voestalpine Tubulars - where 

tradition meets innovation.

High-quality products to meet 

the highest demands - 

developed and produced in 

Austria. Quality tubes for the 

whole world.

only very few workers actually benefitted from this, as 
they generally had to work well into old age. The an-
nual production reached approx. 10,000 tons.  
1904 > The mill was further expanded. The puddle mill 
was enlarged and a new rolling mill with four steam-
powered mill trains as well as additional housing for 
workers were constructed. 1908 > The operation of the 
puddle mill was abandoned for reasons of profitability. 
1927 > An annealing and steel tempering plant was ad-
ded for processing stainless steel.  1929 > The conver-
sion to electric power of the mill trains was started in 
this year. 1935 > A hammer mill went into operation. 
1943 > The cold rolling mill was transferred from 
Rottenmann to Kindberg.  1948 > On October 1, 1948, 
the first production of steel pipes in Austria went into 
operation.  1962 > Commissioning of the newly built 
conveyor road I.  1969 > The state-of-the-art hammer 
mill started operations. 1977 > Beginning of the plant‘s 
restructuring which envisaged the closure of the hot 
rolling mill, the hammer mill and the cold rolling mill 
in the following years. 1980 > The seamless pipe plant 
initiated operations.  1982 > The OCTG plant started 
operations.  1998 > Introduction of the CPE technology 
(Crossroll-Piercing-Elongating). 1999 > Environmental 
Management System according to ISO 14001 / EMAS.  
2001 > Re-named voestalpine Tubulars GmbH & Co 
KG.  2004 > Safety Management System according to 
OHSAS 18001. 2008 > Commissioning of a production 
line for axle pipes.  2012 > Energy Management System 
according to ISO 50001. 2014 > Installation of a new 
Test Centre incl. an acid gas laboratory and a thread 
connection test centre. 
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Company Profile

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

Geographic Location

The company is located at the confluence of the 
rivers Mur and Mürz, near the town of Kindberg 
(District of Bruck-Mürzzuschlag) in the Province 
of Styria. The factory premises are bordered by 
the river Mürz to the north, and the S6 Semme-
ring 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 plant is protected by a 
flood protection dam. The main wind direction is 
west.

Infrastructure

The site is linked:

n by a feeder road to the S6 dual 

 carriageway, and by rail to the Austrian  

 State Railway (ÖBB) network

n to a natural gas connection and a 

 110 kV power connection

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

Historical Development

The Kindberg plant has a long iron manufacturing 
tradition. The antiquated production sites in Kind-
berg dating back to the 1970s - hammer mill, hot 
and cold rolling mill, as well as the bright steel 
unit - were confronted with increasing competition 
on the market.

At the beginning of the 1980s, 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 plant
and the 

OCTG plant

including all necessary auxiliary and supporting fa-
cilities, such as workshops, quality control, research 
& development, acid gas laboratory and test center.

The plants‘ annual production capacity is approx. 
420,000 tons of steel pipes with external diameters 
ranging from 26.7 to 177.8 mm (3/4“ to 7“).

ToughTubes, VAroughneck, VAsu-

perior and VAGT are only some of 

the terms that make our tubes much 

sought after products worldwide. 

Relentless research, profound manu-

facturing and production knowhow 

and our reliability are the reasons 

why we are a coveted partner.
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Company Activities

Range of Products

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

The standard production program comprises 
ready to fit Oil Country Tubular Goods for the 
exploration and production of oil and natural gas, 
couplings and coupling hollows, boiler and heat-
exchanger tubes, pressure tubing, line pipes, mech-
anical tubes, pipes for the automotive industry, as 
well as hollows (tube shells) for drawing shops

The special product range includes Oil Country 
Tubular Goods with gas-tight threaded connec-
tions, acid gas resistant Oil Country Tubular 
Goods, low temperature resistant Oil Country 
Tubular Goods (to minus 60°C), special solutions, 
Oil Country Tubular Goods from alloyed steel, 
crossovers, upset pipes, and pipe joints.

Production of Steel Pipes

Seamless pipe plant 
(hot pipe production)

The engineering concept for manufacturing seam-
less threaded, boiler and distilling pipes, as well as 
for Oil Country Tubular Goods, is based on the push 
bench process.

The raw material consists mainly of continuously 
cast billets with a diameter of 230 mm, which are 
either cut to the required block length 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. 

Then, they are heated to a forming temperature 
of approx. 1,280°C in a rotary hearth furnace, the 
billets are formed into hollow blocks in a cross-roll 
piercer. After this process, the hollows go to the 
push bench. Here, they are rolled on mandrel bars 
into tube shells with a suitable wall thickness and 
to a 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 fin-
ished pipe dimension in a stretch reducing mill.

Subsequently, the pipes pass through cooling beds 
and cold saws to an intermediate storage facility 
from where they are sent either to a finishing line 
for commercial and special pipes or to the OCTG 
plant.
 

Further processing of tubes, 
quality tube finishing

Commercial-grade threaded and distilling tubes 
undergo a commercial tube finishing process. 
Special tubes, such as boiler and thick-walled 
tubes undergo a special tube finishing process. 
After manufacturing, the tubes are delivered to 
the shipping store.

OCTG plant
The production process in the OCTG plant basic-
ally consists of five stages:

n Incoming goods inspection  

n Upsetting 

n Heat treatment

n Threading unit 

n Coupling production
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Production Process

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

In the upsetting unit, the ends of the smooth-
ended hollows undergo induction heating and 
are then brought to the required dimensions in 
one of the two upsetting presses. Regular OCTG 
upsetting is performed in a mechanical-hydraulic 
press, whereas a hydraulic press is available for 
special upsetting.

During heat treatment, the pipes are first heated 
in an austenization furnace to annealing or 
normalising 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 by means of leakage flux and 
a magnetic particle inspection of the pipe ends. 
This ensures that only fully tested, defect-free 
pipes are passed on to the threading shop.

Two threading lines are available for the subse-
quent processing stages.

Before the pipes enter the automatic threading 
machines, the ends of special-purpose pipes can be 
calibrated with a calibration press. After threading 
(API and special premium threads) and a related 
inspection, the couplings are screwed on, followed by 
a pressure test in the water pressure press, as well as 
a drift check by means of mandrel testing. In the next 
station, caps are screwed on which protect the threads 
on the inside and the outside. 

The defect-free pipes with their protective caps are then 
fed in line into the so-called API checking and regis-
tration 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 pro-
tected against corrosion by applying solvent-free UV 
varnish. The pipes are then dried by using state-of-
the-art UV technology. 

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

Coupling Production

Seamless pipes are used as source material for 
manufacturing couplings. Individual coupling 
hollows are fed into automatic saws where they 
are cut to the required length The resulting pipe 
sections are subsequently processed in a double 
spindle threading lathe. 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 threading shop.

Axle Tube Production

The production of axle tubes for the automotive 
industry takes place in a fully automated production 
line (cutting, deburring, blasting, cleaning, weighing, 
marking, rust-proofing, packaging).
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Our Management System is based on the 

requirements of national and international 

standards or specifications such as DIN EN 

ISO 9001, API Specification Q1, ÖNORM EN 

ISO 14001, ISO 50001 and BS OHSAS 18001, 

and, at the same time, adheres to all statutory 

and legal requirements.

The basis for the effectiveness and the continuous improvement process of the Management System 
are the high qualifications and distinctive personal responsibility of all employees, as well as modern 
and state-of-the-art installations.

To us, quality means:

n Defect-free products

n Customer orientation 

 and customer satisfaction

n Fulfilment of customer requirements

n Clear responsibilities 

 and controlled processes

n Flexibility and reliable delivery

To us, safety and health protection means:

n Safe work places, work equipment 

 and installations

n Protection of employees 

 - creation of awareness

n Minimisation of accident risks 

 - accident prevention 

 - accident avoidance

n Healthcare

The focal points of the Management System are the criteria: quality, environment, energy, safety and 
health protection.

To us, environment protection means:

n Conservation of resources 

 - minimisation of emissions

n Avoidance of adverse effects 

 on the environment

n Legal Compliance 

To us, energy management means:

n Increase in energy efficiency 

 - reduction of energy cost

n Use of renewable forms of energy

n Recycling and sustainability

Management Policy
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The Relationship of the Company with the Environment

voestalpine Tubulars GmbH & Co KG produces seamless steel pipes at the Kindberg 
plant. The plant‘s annual production capacity is approx. 420,000 tons of pipes with 
external 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 is especially 
attributable 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 that require adjust-
ments to the environmental management system and the evaluation of the environ-
mental aspects since the previous Environmental Statement in 2013.

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

The General Development of the Company

In 2013, the production volume reached 414,893.88 tons, which corresponds to a reduc-
tion of 4.30% when compared with last year. The production volume refers to the manu-
facture of steel pipes in the hot rolling mill. The number of employees has increased 
from 1106 to 1207 (as of December 2013) compared with last year.

We produce in the most 

resource-saving way possible. 

Continuous improvement in 

technical and ecological aspects 

guarantees high-quality 

products.

Output (t)

Number of employees (as of 31/12)
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The Environmental Performance of the Company

Realisation of Environmental and Safety Objectives in the 
FY 2012/13 (continuations)

Seven objectives were continued from the 2012/13 program, six of which were realised. One target was not realised 
as it was no longer required.

Objectives that were realised:

n Savings of 3.5% of energy consumption 
 per ton of input material in the area of the  
 rotary hearth furnace of the hot rolling mill,  
 by substituting the old heating system of the  
 rotary hearth furnace with a regenerative  
 burner system

n Traceability of access to the warehouses
 outside the official opening hours by means  
 of installing a keyless access system for the  
 main warehouses and the NRW warehouse

n Reduction in the CO2 emissions of the rotary  
 hearth furnace in the hot rolling mill by 3.5% 
 per ton of input material by installing regenerative 
 burners instead of the conventional burners in  
 heating zone 1 of the rotary hearth furnace

n Reduction in the solids content and the hydrocarbon 
 content in the area of water management of 
 the OCTG plant in order to ensure adherence 
 to threshold values by adding flocculants in 
 the scale sedimentation tank so as to achieve 
 better sedimentation behaviour of the fine scale

Environmental and Safety 
Program:
The jointly designed Environmental and Safety 

Program for the FY2013/14 (01/04/2013 to 31/03/2014) 
defines 32 environmental and safety objectives in the 
areas Management System, input materials, waste, 
energy, fire protection, as well as health and safety.

n Optimisation of the organisation and 
 documentation of recurring inspections of lifting 
 equipment and lifting accessories by means of 
 electronic records of all lifting equipment and 
 lifting accessories for loads

n Optimisation of the organisation and documentation 
 of recurring inspections of conveyor belts by means 
 of electronic records of all conveyor belts >5m

Objectives that were not realised:

n Improvement in the working environment in 
 the area of the sample workshop in the Quality 
 Department by renewing the lighting and by 
 painting the sample workshop
 Not realised - transfer of the sample workshop

Realised Environmental and Safety Objectives in the FY 2013/14

Two objectives will be continued in the 2014/15 program with new realisation dates

n Varnishing plant for short products in the 
 threading unit – investment project FY 2014/15

Two objectives were not realised:

n Improvement in the safety of the transport of 
 pipe bundles by reducing the use of aramid 
 fibre lifting straps in the boiler tube finishing 
 plant by means of a trial use of PES lifting 
 straps for a temperature range of up to 150°C 
 as a possible substitute for existing lifting straps 
 > not realised - no noticeable improvement, 
 but significantly higher costs

n Re-classification of scale as waste – ongoing 
 procedure with the authorities

n Improvement in the workshop climate and 
 the reduction of draughts in the workshop of 
 the seamless pipe rolling mill by visualising 
 the workshop ventilation in the WINCC OA, 
 in order to create targeted ventilation > 
 not realised - no technically reasonable 
 solution available

Of 32 environmental, health and safety objectives in the FY 2013/14, 28 were implemented on time 
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Management Systems

Two objectives were defined in the area of Management Systems, both of which were realised on time. 

Concrete objectives in the area of Management Systems:

 Establishing a regional environmental 
 network by participating in the Ecoprofit 
 project in order to obtain the Ecoprofit 
 Certification

 Introduction of a new environmental 
 performance indicator in connection with the  
 emission of greenhouse gases by defining the  
 ecological footprint ‘CO2 Footprint‘ of the site
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Input Materials

Two individual objectives were defined, one of which was realised on time. 
A new realisation date will be set for the second objective.

Concrete objectives in the area of input materials:

n Increase of the resting time of the threading  
 emulsion by reducing the formation of bacteria 
 by improving the run off at the automatic 
 lathes in the coupling production and by 
 installing special cover plates at the cooling  
 water trays

n Substitution of solvent-based varnish 
 by water-based varnish for varnishing short  
 products in the threading unit by investing
  in new varnishing equipment in the area
 of short product manufacturing 
 (investment FY 2014/15)
 > new realisation date 12/2014
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Waste

Four individual objectives were defined in connection with the operational waste management, 
three of which were realised on time. A new realisation date will be set for one objective.

Concrete objectives in the area of waste:

n Improvement in waste management by   
 saving approx. 200 spray cans of cable grease  
 and brake cleaners by procuring the material  
 in barrels. The material is then mixed into 
 a sprayable consistency and sprayed with an  
 available device.

n Optimisation of the disposal and recycling  
 of protective caps by disposing of the protective  
 caps as ferrous waste - savings in disposal  
 costs 

n Improvement in waste separation, especially  
 of residual waste, by performing analyses 
 of residual waste and informing / training  
 employees

n Improvement in recycling possibilities of  
 scale generated in operations by having it re-  
 classified by the authorities from waste and  
 recognised as a by-product (ongoing procedure 
 with the authorities)
 > continuation in FY 2014/15

                   

               

  
Environmental

Statement

2014



voestalpine Tubulars
www.vatubulars.com

Energy

One individual objective was defined and realised on time in the area of energy.

Concrete objective in the area of energy:

n Development of heat extraction by means of a
 natural gas expansion turbine for the use of  
 operational waste heat in the generation of  
 electricity
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Fire Protection

One individual objective was defined and realised on time in the area of fire protection.

Concrete objective in the area of fire protection:

n Improvement in the information chain in the  
 event of an alarm triggered by fire by means  
 of the visualisation, with a situation display,  
 in the fire alarm system on WINCC OA
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Health

Seven objectives were defined in the area of health promotion. Six objectives were reached 
on time. One objective was not realised as no technically reasonable solution exists.

Concrete objectives in the area of health promotion:

n Improvement in the working conditions in the  
 phosphating section of the coupling shop by  
 substituting the current phosphating agent with  
 a non-toxic alternative

n Reduction in the exposure of employees to dust  
 in the carpentry shop by procuring a new work 
 bench with abrasion dust extraction

n Extension of occupational health promotion by
 including additional offers in the area of health  
 promotion of the internal training catalogue

n Setting-up of an internal network in the area of  
 the Company Health Management by training 
 approx. 50 health representatives over all 
 operational units

n Improvement in the food on offer during night shifts 
 by making warm soup available or by the possibility 
 of using a micro wave oven for heating food 
 employees bring themselves
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Health

n Setting-up of an external network in the area of  
 occupational health management by making   
 available medical support (AMZ [Centre of 
 Occupational and Social Medicine], by specialists,  
 therapeutically, Company Health Management) in  
 co-operation with the Company Health Insurance  
 and progil GmbH within one week

n  Improvement in the workshop climate and the 
 reduction of draughts in the workshop of the
 seamless pipe rolling mill by visualising the
 workshop ventilation in the WINCC OA, in order 
 to create targeted ventilation 
 > not realised - no technically reasonable solution  
 available

Concrete objectives in the area of health promotion:
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Safety

Fifteen objectives were defined in the area of workplace safety, fourteen of which were 
realised on time. One objective will not be realised.

Concrete objectives in the area of safety:

n 20% reduction of the accident rate in the
 area of hot pipe production by means of 
 employee training and by increasing their  
 awareness

n Improvement in safety at the delivery location  
 of billets and the reduction in the potential risk of 
 collisions between forklifts and freight traffic by
 installing traffic lights to symbolise a ban on 
 access to, and remaining in, the danger zone

n Improvement in production safety in the area of 
 the stretch reducing mill in the hot pipe production 
 by installing traffic lights to symbolise a ban on  
 access to, and remaining in, the danger zone

n Reduction in the risk of injury by sharp ends 
 of binding wire in the boiler tube finishing 
 plant by the acquisition of wire cutters for 
 reducing the lengths of binding wires
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n Improvement in the occupational safety during 
 tool changes in the calibration area of line 
 2 of the threading unit by installing a balancer 
 system for handling tools

n Improvement in occupational safety while 
 handling short products in the area of the 
 short product threading machine of the 
 threading unit by investing in a light over-
 head crane in the area of the short product 
 threading machine of the threading unit

n Improvement in awareness of safety at work 
 of employees by introducing semi-annual 
 special topics concerning safety at work and 
 by the training of employees

n Improvement in 
 safety when trans-
 porting pipe 
 bundles by 
 reducing the use 
 of aramid fibre 
 lifting straps 
 in the boiler 
 tube finishing 
 plant by means of 
 a trial use of PES lifting 
 straps for a temperature 
 range of up to 150°C as a 
 possible substitute for existing lifting straps 
 (not realised - no noticeable improvement, 
 but significantly higher costs)

Safety

n Improvement in the work and process safety 
 when the mandrel bars are pushed through 
 the hollows at the push bench during hot 
 pipe production, by installing an automatic 
 monitoring system for the mandrel feed - the 
 push process is only initiated when planned 
 and actual values coincide

n Improvement in the recognition of photoelectric 
 curtains of installations in the boiler tube 
 finishing plant by applying floor markings 
 and signboards in order to make photoelectric 
 curtains more noticeable

n Simplifying getting in and out of partly filled 
 storage boxes in the OCTG finishing department 
 by installing ladders to facilitate entry and 
 exit

n Safe storage of solvent containers at the grinding 
 places in the OCTG finishing department by 
 selecting and marking suitable storage areas

n Improvement in the safety for operating personnel 
 and the restriction of access to the straightening 
 machine in the OCTG finishing department by 
 installing a lifting device in the area of the 
 straightening rollers

n Standard safety precaution for the exit roller 
 table of Rotomat II in the OCTG finishing 
 department by renewing the safety fence 
 along the exit roller table of Rotomat II

n Improvement in personnel and operating 
 safety in the area of substation UW2 by 
 modernising and adapting safety measures 
 in substation UW2

voestalpine Tubulars GmbH & Co KG
Alpinestrasse 17
8652 Kindberg-Aumuehl, Austria
T. +43/50304/23-0
F. +43/50304/63-346
www.vatubulars.com

Concrete objectives in the area of safety:
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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 exited the company in 2013.

Input Materials

In addition to the raw material, which is limited to different alloys of round bar steel with a 
diameter of 220 to 230 mm (462,593 t in 2013), the only other input materials are auxiliary 
material and operating supplies, of which a total of 866,290.58 kg were used in 2013. The 
following table gives an overview of auxiliary material and operating supplies as well as the 
quantity of gaseous substances used in 2013.

MATERIAL AND ENERGY BALANCE SHEET 2013

Input: Output:

Circulating material 

(input in t) 
464,839.406 Products and Packaging (t) 416,273.995

Raw materials 462,593.000 Products 414,893.880

Auxiliary and operating 
materials 

866.291 Product packaging 1,380.115

Waste, valuable substances 

and existing substances (t)
68,900.329

Packaging for products 1,380.115 Existing substances 135.770

Valuable substances 66,375.190

Non-hazardous waste 392.728

Hazardous waste 1,996.641

Waste for company-
owned landfill

0.000

Water (Input in m³) 2,230,470 Waste water (output in m³) 2,211,200

Drinking and washing water 41,307
Sanitary waste water 
(indirect feed)

36,557

Industrial water from the well 2,189,163 Process waste water 2,174,643

Compressed air (production in m³) Waste air (emissions in t) 72,446.75
Compressed air 69,037,500 Total gaseous emissions 72,415.09

of which CO2: 72,393.16 t

Remainder  (CO,NOx,SO2,Ctot,CxHy): 21.93 t

Dust 4.22

Solvent emissions 27.44

Energy procurement Energy consumption 
(MWh)

478,437.01

Electricity (MWhel) 76,292.30 Energy conversion (electricity) 76,292.30

Natural gas (m³) 36,079,867.00 Heating energy (natural gas) 400,486.52

Fuel (l) 165,250.00 Operating energy (fuel) 1,658.19

Designation of the input material     Quantity in kg

Oils 247,673.03
- hydraulic oil 195,692.59

- gear oil 46,926.31

- compressor oil 1,296.48

- engine oil 920.00

- diverse oils 2,837.65

Lubricants 234,467.35
- greases 63,394.35

- thread grease 83,713.00

- mandrel grease 87,360.00

Paint and varnish 175,159.54
- marking paint, enamel paint etc. 21,996.54

- protective varnish 1,900.00

- UV varnish 150,803.00

- marking ink 460.00

Solvents 17,825.10

Solvents without  VOC content 6,720.00

Oil binding agents 9,575.00

Corrosion protection agents 30,536.25

Metal processing agents 47,354.60

Cleaning agents 24,435.80

Sealing agents 1,200.00

Lubricants 48.00

Cold galvanizing agents 119.00

Rust removing agents 300.00

Phosphating agents 56,000.00

Water treatment agents 50.00

Fluxing agents 4,284.50

Chemicals 10,542.41

Total of auxiliary materials and operating supplies: 866,290.58

Gases

acetylene kg 2,936.00

argon gas m3 1,297.50

oxygen m3 6,130.00

nitrogen m3 912.00

gas mixture (argon CO2) kg 1,359.30

test gas hydrogen sulphide m3 210.46
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Non-hazardous and Hazardous Waste

The following tables give a 

detailed listing of all existing 

substances, non-hazardous 

and hazardous waste.

Utilisation routes of valuable substances:

Scale Cement industry (Lafarge Perlmoser, Wietersdorfer & Peggauer)
Chemical industry (Donau Chemie)

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

Shavings Schrott Waltner

Code no.

ÖNORM S2100
Designation Quantity 2013 

(in kg)
Disposal interval

91101 Commercial waste 129,030 every 4 weeks

17201 Waste wood, treated 134,080 as required

35103 Protective caps, shredded 220 as required

35103 Sheet metal scrap 9,660 as required

31409 Rubble 67,900 as required

31434 Filter and absorbents 2,020 as required

57129 Thermal mix 22,480 every 2 weeks

57129 Plastics (protective caps) 5,280 as required

57129 Plastics (filter) 6,080 as required

57502 Old tyres with rims 60 as required

57504 Rubber-metal 295 as required

31444 Abrasives 10,623 as required

91501 Street cleaning waste 4,000 as required

94702 Sewer residues 1,000 as required

Total of non-hazardous waste: 392,728
31468(9) Glass 2,380 every 4 weeks

35105 Metal packaging 5,280 every 4 weeks

92401 Biological waste 36,430 weekly

91201 Cartons 68,760 every 2 weeks

91207 
Lightweight fractions, 
packaging

22,920 every 2 weeks

Total of existing 
substances:

135,770

35102 Scale 13,998,490 as required

35103 Scrap 44,886,447 as required

35103 Shavings 7,490,253 as required

Total of valuable 
substances:

66,375,190

Hazardous Waste

Code no.

ÖNORM S2100
Designation  Quantity 2013 (in kg)

31637 Phosphating sludge 26,620

17209 Wood, oil impregnated 300

31108 Furnace lining 461,080

35322 Lead accumulators 700

35326 Mercury vapour lamps  103

35339 Fluorescent tubes 150

35338 Batteries, unsorted 330

51112 Electroplating sludge 41,780

52102 Acids and acid mixtures 88

52402 Lye and lye mixtures 480

52404 Lye and lye mixtures with additions 1,075

52725 Other aqueous concentrates 21,080

54102 Waste oil with over 10% water 31,560

54102 Waste oil 1,420

54201 Oil sludge 111,550

54202 Greases 38,155

54402 Emulsions 548,570

54408 Oil-water mixture 549,633

54701 Sand trap residues 3,600

54926 Used oil binding agents 2,813

54930 Operating supplies contaminated by oil 92,380

55370 Solvent mixture, halogen-free 175

55502 Paint and varnish residues 10,531

57127 Plastic containers with hazardous content 13,701

59305 Laboratory waste, liquid           96

59906 Industrial refuse, oily    13,900

59803 Spray cans 646

58201 Filter cloth/Filter bags 7,473

31434 Filter and absorbents 1,720

31435 Filter and absorbents, noxious 3,502

35212 Monitors 300

35201 Electronic waste  10,860

35205 Electrical equipment below 50 cm 160

35220 Electrical equipment above 50 cm 110

Total of hazardous waste: 1,996,641
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Waste generated in relation to output

Quantitative development of waste from 2004 to 2013 (t)

2004

2005

2006

2007

2008

2009

2010

2011

2012

2013

Total Waste

Existing substances Non-hazardous waste Hazardous waste

kg existing substances per 
ton of product

kg waste per ton of product

kg non-
hazardous 
waste per ton 
of product

kg hazardous waste per ton of 
product

6.09
0.33

0.95

4.81
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Water/Waste Water

Sanitary waste water:
Drinking and washing water consumption: 41,307 m3 

Sanitary waste water: 36,557 m3

Despite the increased demand 

for cooling water caused by 

new demands on products 

and technologies, it has been 

possible to further reduce the 

amount of waste water.

Industrial waste water:
Waste water sub-flow of industrial waste water:

n Sedimentation, for waste water from   

 the seamless pipe mill 

n Gravel filters, for the waste water   

 from the CT plant 

n Neutralisation, for waster water from  

 phosphatising

n Flotation, for waste water from the 

 upsetting plant

Measuring station:  CT-discharger sub-flow CT 1

(external analysis on Nov. 20/Nov. 21, 2013)

Parameter

Threshold value

per official 

notification

Measuring result

external analysis

Measuring result

internal analysis

Interval of

internal monitoring

Temperature 30 °C 20.7 °C - continuous

pH-value 6.5 – 8.5 8.22 - continuous

Filterable substances 30 mg/l 5.15 mg/l 1.86 mg/l weekly

Iron 1.2 mg/l 0.012 mg/l - not mandatory

COD 30 mg/l <10 mg/l - not mandatory

Hydrocarbons 1.2 mg/l < 0.10 mg/l 0.27 mg/l every 2 weeks

TOC 10 mg/l 1.90 mg/l - not mandatory

Waste water volume*) 120/160 m3/h 136 m3/h 121.32 m3/h continuous

*)Consensus request for an increase to 160 m3/h
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Measuring station:  Neutraliser 

(external analysis Nov. 20/Nov. 21, 2013)

Measuring station: Flotation partial flow CT 2 

(external analysis Nov. 20/Nov. 21, 2013)

Measuring station: Compressor condensate 

(external analysis Nov. 21, 2013)  

Measuring station: Seamless pipe plant NRW 

(external analysis Nov. 20/Nov. 21, 2013)

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

Threshold value 

per official 

notification

Measuring 

result external

analysis

Measuring 

result internal

analysis

Interval of internal 

monitoring

Temperature 30 °C 16.5 °C - continuous

pH value 6.5 – 8.5 6.99 - continuous

Filterable substances 50 mg/l 8.15 mg/l 8.07 mg/l every 14 days

Iron 2.0 mg/l <0.01 mg/l 0.26 mg/l every 14 days

Aluminium 2.0 mg/l 0.14 mg/l 0.48 mg/l every 14 days

Ammonium 10.0 mg/l 0.041 mg/l 0.08 mg/l every 14 days

Chromium 0.5 mg/l <0.001 mg/l - not specified

Hydrocarbons 10 mg/l 0.15 mg/l 0.33 mg/l every 14 days

COD 150 mg/l <10 mg/l 21.39 mg/l every 14 days

Volume of waste water 8 m3/h 0.75 m3/h 2.08 m3/h continuous

Parameters

Threshold value 

per official 

notification

Measuring 

result external

analysis

Measuring 

result internal

analysis

Interval of internal 

monitoring

Temperature 30 °C 16.20 °C - continuous

pH-value 6.5 – 9.0 7.90 - continuous

Filterable substances 50 mg/l 1.40 mg/l - not mandatory

Iron 2.0 mg/l 0.092 mg/l 0.27 mg/l every 2 weeks

Manganese 1.0 mg/l 0.69 mg/l 0.43 mg/l every 2 weeks

Nickel 0.5 mg/l 0.056 mg/l 0.18 mg/l every 2 weeks

Fluorine 20 mg/l 0.25 mg/l - not mandatory

Nitrate 40 mg/l 11.30 mg/l - not mandatory

Phosphorus, total 2.0 mg/l 0.70 mg/l 1.05 mg/l every 2 weeks

Surfactants, total 3.0 mg/l <0.20 mg/l - not mandatory

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

COD 200 mg/l 19 mg/l 34.30 mg/l weekly

Volume of waste water 2 m3/h 1.34 m3/h 1.03 m3/h continuous

Parameter

Threshold value 

per official 

notification

Measuring result

pH-value 6.5 – 8.5 8.30

COD 90 mg/l 14 mg/l

Hydrocarbons 5.0 mg/l <0.10 mg/l

No internal 
analyses mandatory!

Parameters

Threshold value 

per official 

notification

Measuring 

result external

analysis

Measuring 

result internal

analysis

Interval of internal 

monitoring

Temperature 30 °C 21.2 °C - continuous

pH-value 6.5 – 8.5 8.25 - continuous

Filterable substances 50 mg/l 14.80 mg/l 22.40 mg/l daily

Iron (filtered) 0.5 mg/l <0.010 mg/l 0.24 mg/l daily

COD 50 mg/l <10 mg/l 14.60 mg/l daily

Hydrocarbons 5.0 mg/l < 0.10 mg/l 0.28 mg/l weekly

Phosphorus (filtered) 2.0 mg/l 1.02 mg/l - not mandatory

Phosphorus, total 3.0 mg/l 1.23 mg/l 0.80 mg/l daily

Waste water volume 150 m3/h 147.5 m3/h 123.82 m3/h continuous
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Total loads 2013

Parameter
Max. permissible load

in kg per year

Annual load

in kg per year

Filterable substances 101,616 26,420.07

COD 79,716 16,535.93

Hydrocarbons 8,620 596.64

Phosphorus 2,663 877.26

Iron 6,745 266.98

Ammonium 701 1.21

Aluminium 140 6.81

Nickel 9 1.63

Manganese 18 3.90

An sound environment in 

industrial surroundings is not a 

contradiction for us.
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Utilization of maximum permissible waste water loads in %

Ground Water Analysis:

In the area of the decommissioned construction debris landfill, ground water analyses must be performed 
every two years.

Measuring 

location  

construction 

debris 

landfill: 

At the front 

of and 

the back 

of the fill 

(02/05/2013)

Parameter                        Unit

Measured 

value in 

front of the fill

Measured 

value at the 

back of the fill

Temperature, water °C 8.1 8.8

pH value                                    - 7.82 7.51

Electrical conductivity                                     µS/ cm 761 754

Acid capacity up to pH 
4.3   

mmol/l 3.9 4.8

Carbonate hardness                °d H 10.9 13.4

Hardness total                °d H 14.5 17.6

Ammonium (NH4 +)                   mg/l < 0.01 0.014

Nitrate (NO3 -)     mg/l 13.4 14.5

Nitrite (NO2 -)   mg/l < 0.01 < 0.01

Chloride(Cl +) mg/l 107 63.3

Sulphate (SO4 --)          mg/l 20.8 47.4

Iron total mg/l 0.016 <0.01

Manganese total mg/l 0.0019 < 0.001

TOC mg/l < 1.0 < 1.0

Hydrocarbons total mg/l <0.020 < 0.020
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Waste Air

Waste air assessment:
The basis for determining the emissions in waste air were the consumption of natural 

gas (36,079,867 m3) and diesel fuel (164,642 l) in 2013.

*) The quantity of solvents is derived from 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 fuel consumption

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

CO2 72,393.16 174.486

CO 1.80 0.0043

NOx 14.71 0.0355

SO2 0.72 0.0017

Ctot 4.69 0.0113

CxHy 0.01 0.00002

Total dust volumes from natural gas and filter systems

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

Dust 4.22 0.010

Solvents

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

Solvents total*) 27.44 0.066

The use of modern 

environmental technology pays 

off. New and improved systems 

guarantee reduced pollution.
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Total emissions 
 (in kg waste air per ton of steel pipe produced):
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The percentage of solvents in the material used is derived from different volatile 
organic compounds (VOC) which are listed in the following table:

Denomination Quantity in kg/year

1-Methoxy-2-Propanol                                                          462.52

2-Butanone                                                                                523.00

2-Methoxy-1-Methylethylacetate                                         713.08

4-Hydroxy-4-methyl-pentanone-2                                        161.35

Acetone                                                                               13,728.44

Alcanolamine                                                                            146.40

Butanol                                                                                 1,217.33

Dichloromethane                                                                         37.80

Dimethyl benzene                                                                        27.21

Ethanol                                                                                     369.40

Ethanolamine                                                                            524.64

Ethyl acetate                                                                               648.98

Ethyl benzene                                                                               10.32

Isobutyl acetate                                                                      2,413.58

Hydrocarbon mixtures                                                          1,470.32

n-Butyl acetate                                                                        2,234.33

Naphtha                                                                                       205.91

Propane                                                                                         48.85

Propanol                                                                                      11.29

Spirit                                                                                               14.85  

White spirit 1,176.15

Toluene                                                                                     5,465.68

Xylene                                                                                             38.70

Total: 31,650.13

Solvents used in kg 31,650.13

Solvent emissions in kg 26,736.13

Solvent waste in kg 4,914.00

Solvent Emissions
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Energy

Energy procurement Energy consumption  (MWh)  478,437.01

Electricity  (MWhel) 76,292.30 Energy conversion (electricity) 76,292.30

> of which renewable energy:  22,695.218 (MWh) = 29.75%

Natural gas (m³) 36,079,867.00 Heating energy (natural gas) 400,486.52

Fuel (l) 165,250.00 Operating energy (fuel) 1,658.19

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

2013201220112010200920082007200620052004
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Transport

Indirect Environmental Aspects

All raw materials (continuously cast billets) 
are delivered to the plant by rail. 79% of the 
finished products are delivered by rail and the 

The 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 environmentally neutral and 
generates no emissions when correctly 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 custo-
mer 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 voestalpine Tubulars customers 
operate on a global basis and the main means 
of worldwide transport of finished pipes are 
rail and sea.

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 purchasing of auxiliary material 
and operating supplies, packaging and technical 

The product, seamless pipes, 

does not cause any damage 

to the environment as a 

result of its use, recycling or 

disposal. 

material so that there is the least possible 
environmental impact. The selection, evalua-
tion and approval of suppliers are also oriented 
on environmental aspects.

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

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 
around the site and the related, insufficient 
public transport network servicing it, 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. 49% of the employees live in the Kind-
berg area, and approx. 36% within a radius of 
<20 km. The remaining approx. 15% of the 
employees have to travel more than 20 km to work.

smaller portion of 21% is transported by truck. 
The company-internal transport between different 
production units is carried out by truck.
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The environmental indicators and figures are ba-
sed on the input/output analysis. Absolute figures 
are not considered as environmental indicators, but 
rather the specific values in relation to the relevant 
production volume.

Environmental Indicators

From the balance sheet, it can be seen that for the production of 1,000 kg steel pipe, 1,114.967 kg of raw 
materials are required. This corresponds to an output of 89.69%.

Material and energy balance sheet for 

the production of 1 t of steel pipe (2013)

 

Energy supplies
Electricity: 0.184 MWh
Natural gas: 86.962 m3

Fuel: 0.398 

Water 5.376 m3

Drinking and washing water: 0.100 m3 
Process water from wells: 5.276 m3 

Billet 1,114.967 kg

Materials 159.981 kg
Shavings, scale, scrap

Non-hazardous waste 0.947 kg
Commercial waste, construction rubble, 
wood, sheet-metal scrap, plastic waste

Waste water: 5.330  m3

Sanitary waste water: 0.089 m3 

Industrial waste water: 5.241 m3

Hazardous waste 4.812 kg
Used oil, oil sludge, aqueous concentrates, 
emulsions, oil-water mixtures, furnace lining, 
operating supplies contaminated 
with oil, etc.

Existing substances 0.327 kg

Emissions 174.615 kg
CO2: 174.486  kg
CO: 0.0043 kg
NOx: 0.0355  kg
SO2: 0.0017  kg
Ctot: 0.0113   kg
Dust: 0.010 kg
Solvents:  0.066  kg

Auxiliary material and operating supplies 2.088 kg
Oil, lubricants, paint and varnish, solvents, corrosion 
inhibitors, metal treatment agents, phosphating agents, 
cleaning agents, oil absorbents, etc.

PRODUCTION
Heating - rolling - finishing - upsetting - heat 
treatment - inspecting - threading coupling 
manufacture - preserving

Energy consumption 1.153 MWh
Electricity: 0.184 MWh
Thermal energy (natural gas): 0.965 MWh 
Operating power: 0.004 MWh

Steel tubes 1,000 kg

Packaging 3.326 kg

Compressed air 166.398 m3

Production volume = hot pipe production for interim
storage
Production volume 2013: 414,893.88 t
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Development of Environmental Indicators

INPUT 2004 2005 2006 2007 2008 2009 2010 2011 2012 2013

Water consumption in m3/t 7.06 6.53 6.87 7.06 6.72 9.91 7.73 6.25 5.78 5.38

Compressed air consumption in m3/t 132.68 125.80 121.26 130.51 130.87 170.53 141.92 168.46 175.31 166.40

Natural gas  in m3/t 96.08 87.40 86.51 87.78 88.08 105.72 94.37 86.56 85.66 86.96

Electricity in  in MWh/t 0.19 0.17 0.17 0.18 0.18 0.23 0.19 0.18 0.175 0.184

Graph of environmental indicator trends for input 

(electricity, compressed air, natural gas, water

Environmental indicators 

form the basis of the analysis 

of environmental impact and 

they allow us to achieve 

continuous further 

development.

2013201220112010200920082007200620052004

Electricity

Compressed air

Natural gas

Water
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OUTPUT 2004 2005 2006 2007 2008 2009 2010 2011 2012 2013

Non-hazardous waste in kg/t 0.67 0.74 1.62 1.13 1.03 1.87 0.87 1.18 0.93 0.95

Hazardous waste in kg/t 2.69 2.88 2.98 3.37 2.26 4.06 2.86 3.34 3.10 4.81

Waste water in m3/t 6.70 5.17 5.32 5.58 5.26 7.73 6.60 5.77 5.19 5.33

Compressed air in m3/t 192.79 175.43 173.66 176.24 176.80 212.38 189.38 173.7 171.9 174.6

Energy consumption in MWh/t 1.26 1.14 1.13 1.16 1.16 1.41 1.24 1.14 1.13 1.15

Graph of environmental indicator trends for output

(energy, waste air, waste water, hazardous waste, non-hazardous waste)

2013201220112010200920082007200620052004

Energy

Waste air

Waste water

Hazardous waste

Non-hazardous waste



8   

Environmental Awards

Ecoprofit

The basic concept of Ecoprofit is to sustainably strengthen the economic 

performance of companies by means of innovative, integrated technologies 

and processes, and, at the same time, improve their ecological position. With 

the successful conclusion of the program in the form of an audit , voestalpine 

Tubulars is entitled to use the ECO PROFIT quality label.

klima:aktiv 

klima:aktiv stands for energy efficiency, which is an important aspect of the 

environmental management system. A project for reducing the consumption 

of natural gas and the related reduction of CO2 emissions was submitted and 

subsequently received an award in 2013.

®
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We consider these awards to be a confirmation of the path we are following, and as 
motivation for future activities.

EMAS AWARD 2013

Since EMAS was introduced in 1999, our company regularly informs the employees 

and the general public by means of an environmental statement. The presentation 

of the data is regularly renewed and adapted accordingly. Our efforts were rewarded 

with the EMAS AWARD in 2006, and again in 2013.

Environmental Team: Harald Kohlhofer, Karin Zisser
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Accident Statistics 2013
In 2013, the Kindberg plant worked 1,750,073 production hours. The numbers of workers was 1018 
(as of 31/12/2013).

2012 2013

Accident rate Accidents per 100 employees 8.68 7.76

Accident frequency Accidents per 1 million hours 47.47 45.14

Accident severity Absence from work per acci-
dent in hours 

92.24 80.41 

Work hours lost to 

accidents
Absence from work in % of 
working time

0.44 0.36 

Hours lost through 

accidents 
per year and employee 8.00 6.24

Work hours lost to 

accidents
= absence from work in % 
of working time

Accident rate
= accidents per 
100 employees

Hours lost through 

accidents
=  per year and employee

Accident frequency
= accidents per 1 million hours

Accident severity
= hours lost per accident

When looking at the accident statistics, a reduction in all key indicators can be seen when 
compared with the previous year.

Accident Rate

Hours Lost Through Accidents

Accident Frequency

0.44

8.68
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45.14

80.41
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If you have any questions concerning our 
company‘s environmental protection program, we 
will gladly assist you.

Tubulars GmbH & Co KG 
A-8652 Kindberg-Aumuehl, Alpinestrasse 17
T. +43/50304/23-0  F. +43/50304/63-0

Managing Director: Dipl.-Ing. Wolfgang Rainer

Environmental Officer: Dipl.-Ing. Harald Kohlhofer

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

Environmental Team: Karin Zisser, Harald Kohlhofer 

General Information



Environmental Program 2014/15

Topic OBJECTIVE PROGRAM Respon-

sible

Target 

date
INPUT MATERIALS
1 Hot pipe production 

Application of lubricants

Reduction of applied 
Phosphatherm lubricant by 5%

Adding a check valve to the 
current lubricant container 
- i.e. no post-spraying of the 
lubricant

TN1 
Manage-
ment

March
2015

2 OCTG finishing 

department 

Machine parts

Cleaning

Environmentally-friendly 
cleaning of machine parts 
and spare parts by minimal 
use of water and cleaning 
liquids

Review and assessment of a 
suitable automatic cleaning 
system

TN22
Manage-
ment

March
2015

3 Threading unit

Hazardous materials

Storage shelves

De-congestion of the current 
flammable liquids ware-
house

Installation of storage shelves 
for hazardous materials that 
do not have to be stored in the 
flammable liquids warehouse

TN31
Manage-
ment

March
2015

WASTE
4 Testing center

Waste collection point

Appropriate storage of 
waste accumulating at the 
testing center

Installation of a secure waste 
collection point for the 
collection and storage of 
waste

TM
Manage-
ment

March
2015

5 OCTG finishing department

Grinding places

Appropriate storage and 
disposal of grinding belts 
and cutting disks

Grinding belts and cutting 
disks must be collected in 
separate and appropriate 
containers and made ready 
for disposal

TN22
Manage-
ment

March
2015

6 OCTG finishing department

Incoming goods inspection

Grinding location

Appropriate waste 
separation at the grinding 
location of incoming goods 
inspection

Evaluation of the accumulating 
waste volume and placement 
of appropriate waste 
containersr

TN22
Manage-
ment

March
2015

WATER / WASTE WATER 
7 Water management

CT sub-flow 1

Monitoring

Monitoring of the waste water 
quality in the area of the OCTG 
plant sub-flow 1 with a 
continuous measuring 
installation

Automated measuring of the 
content of solids and hydro-
carbons in the collecting tank 
of the water management CT 
sub-flow 1

TQ
Chemical 
Laboratory

July 
2014

WASTE AIR 
8 Coupling production

Waste air

Improvement in the air quality 
of the workshop by a reduction 
of the aerosol spray of the 
cooling lubricant at the Heid 
automatic lathe

Installation of high-performance 
aerosol spray filters with glass 
fibre drainage technology

TN32
Manage-
ment

December
2014

ENERGY
9 Hot pipe production

Rotary hearth furnace

Natural gas consumption

Reduction by 3% in natural 
gas consumption at the 
RHF without reducing the 
heating quality 

Optimisation of the RHF 
furnace vessel and the flue 
gas duct. Reduction in the fur-
nace flap size and the flue gas 
ventilator performance, thus 
accumulating the flue gas in 
the furnace vessel resulting 
in improved heating and less 
gas consumption

TN1
Manage-
ment

March
 2015

10 Threading unit

Pipe washing installation

Optimisation by 10% of the pipe 
washing installation as regards 
reduction in compressed air

Reduction in compressed 
air consumption by means 
of individual pressure control 
at all 4 blowing rings in each 
installation

TN31
Manage-
ment

March
2015

11 Plant in general

Compressed air

Savings in compressed air 
of a total of 1,000,000 m³ 
per year

Targeted leakage measure-
ments in all operational units 

TN5
Manage-
ment

March
2015

Topic OBJECTIVE PROGRAM Respon-

sible

Target 

date
12 Threading unit

Gas jet

Energy savings by changing 
the existing natural gas jets 
of threading line 1 - saving 
in natural gas of 40,000 m³ 
per year

Installation of new and more 
energy-efficient jets with 
temperature-dependent 
controls

TN63
Manage-
ment

March
2015

13 OCTG finishing department 

Annealing furnace 

recuperator

Increase in energy efficien-
cy of the annealing furnace 
and reduction of natural gas 
consumption by 300,000 m³ 
per year

Installation of an additional 
recuperator and thus increasing 
the air pre-heating temperature 
by approx. 100°C

TN63
Manage-
ment

March
2015

ORDER AND CLEANLINESS
14 Boiler pipe finishing plant Change of the overall 

impression by consistently 
maintaining order and 
cleanliness in small areas of 
responsibility. Nomination 
of concerned areas and 
the persons responsible 
for them

Creation of small units (work-
place area). Nomination 
of responsible persons and 
continuous (increased) 
checks until self-enforcing 
dynamics have developed

TN21
Manage-
ment

March
2015

15 Testing center Defined responsibilities for 
safety, order and cleanliness 
(SOC areas)

Nomination of a person in 
charge of SOC

TF
Manage-
ment

March
2015

SAFETY
16 Hot pipe production

Push bench monitoring

Automatic switch-off of the 
push bench in order to avoid 
warping of pipes at the push 
bench

Introduction of an early 
warning system. Such a 
system should detect a lifting 
of push bench baskets and 
automatically switch off the 
push bench.

TN1
Manage-
ment

March
2015

17 Boiler pipe finishing plant

Auxiliary units

Improved protection of 
employees during
the strapping of pipe 
bundles with steel bands

Installation of new bundling 
stations with protective 
troughs

TN21
Manage-
ment

March
2015

18 OCTG finishing department

Storage box walkways

Facilitating the access to 
and from the storage boxes 
by flat steps

Installation of wide and 
secured staircases at suitable 
locations

TN22
Manage-
ment

March
2015

19 Mechanical maintenance

15 minutes reflection on 

safety

Holding regular 15 minutes 
reflection on safety

To be held at least once every 
2 months (6x per year)

TN5
Manage-
ment

March
2015

20 Substation UW5 Increase in safety for 
employees and operations 
in the area of substation 
UW5

Modernisation and 
safety-related adaptations in 
substation UW5

TN61
Manage-
ment

March
2015

21 OCTG finishing department

Annealing furnace

Adaptation to state-of-the-
art technology of the safety 
installations of the annealing 
furnace

Installation of UV monitoring 
sensors for burners and 
implementation of gas-air 
ratio controls in accordance 
with EN 746

TN61
Manage-
ment

March
2015

22 Plant in general

Personal protective 

equipment

Improvement in the quality 
of wearing comfort of 
personal protective 
equipment

Obtaining feedback on 
currently used products. 
Performing wearing tests on 
new products. Entering the 
test results in the Wearing 
Test Form. In cases of positive 
assessment, inclusion of 
those products in the Work 
Protection Catalogue.

TM
Safety
Officer

December
2014

Topic OBJECTIVE PROGRAM Respon-

sible

Target 

date
23 Plant in general

Instructions 

System for the 
comprehensive tracking 
of instructions given to all 
employees

Setting up a system for the 
comprehensive tracking 
of instructions given to all 
employees

TM
Manage-
ment

December
2014

HEALTH
24 NRW warehouse

Air conditioning

Improvement in the working 
conditions in the warehouse 
in the seamless pipe plant

Installation of air conditioning 
in the NRW warehouse

TM
Manage-
ment

March
2015

25 Plant in general

Functional underwear

Functional underwear for 
all employees that are ex-
posed to draughts or who 
work in the open air

Making functional underwear 
available (2 vests and under-
pants each)

TM
Health
Manage-
ment

December
2014

26 Plant in general

Focus ‘Nutrition & Exercise‘

Participation of at least 10 
employees in the project 
‘Easily Lose Weight‘

10 employees with the intention 
of changing (acc. to the 04/12 
survey, approx. 250 EM) should 
participate in the project

TM
Health
Manage-
ment

April
2014

27 Plant in general

Focus ‘Nutrition & Exercise‘

Participation of at least 20 
employees in the project 
‘Consciously Abstaining‘

20 employees with the intention 
of changing (acc. to the 04/12 
survey, approx. 250 EM) should 
participate in the project

TM
Health
Manage-
ment

April
2014

28 Plant in general

Exercise project ‘Cycling 

for Your Health‘

Participation of at least 225 
employees in the project 
‘Cycling for Your Health‘

Motivation project for cycling TM
Health
Manage-
ment

May
2014

29 Plant in general

Skin protection

Comprehensive 
implementation of skin 
protection

Assessment of the actual 
situation of availability, preparation 
of a skin protection program and 
implementation thereof

TM
Health/
Safety
Officer

March
2015

30 Plant in general

Mental health

Implementation of the action 
plan ‘Mental Health‘

Preparation of the action plan 
‘Mental Health‘ (creation of 
awareness, training, internal 
and external contacts per-
sons)

TM
Health
Manage-
ment

March
2015

31 Plant in general

WHP Quality Certificate

Application for the WHP 
Quality Certificate with 
the Styrian Public Health 
Insurance

Preparation of an application 
for the Quality Certificate in co-
operation with the Styrian Public 
Health Insurance

TM
Health
Manage-
ment

August
2014

32 Plant in general

VAT Jogging Meeting

Integration of the VAT Jogging 
Meeting in Company 
Health Management offer

Weekly jogging meetings orga-
nised by ambitious runners who 
have experience in three per-
formance categories, in order to 
improve the practice of physical 
activity of employees

TM
Health
Manage-
ment

April
2014
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Audit A regular and systematic review of adherence to planned and 

defined guidelines.

CO2 Carbon
dioxide

A colourless, incombustible gas, of which 0.03% forms part of our 

air. It is generated by the combustion of fossil fuels (petroleum, car-

bon, natural gas), by breathing and through processes of biological 

decomposition (e.g. waste disposal sites, composting). It is considered 

the main cause of global warming (greenhouse effect).

EU Eco-
Management 
and Audit 
Scheme 
(EMAS)

This is the general term for Regulation (EC) No 1221/2009 

EMAS III of December 22, 2009, on the voluntary participation of 

industrial enterprises in a community system for environmental 

management and audits. The objective is to encourage companies 

to implement the continuous improvement of environmental pro-

tection by means of:

n definition and implementation by companies of environmental policies 

and programs, as well as of environmental management systems;

n systematic, objective, documented, regular assessment of the 

performance of these tools;

n availability of information for the general public on environmental 

protection by companies.

Emissions/ 
Ground level
concentrations 
of pollutants

Emissions are solid, liquid or gaseous substances, as well as noise, 

vibrations, heat and radiation resulting from chemical, technical 

or biological processes and that are emitted into the environment 

and measured at the point of origin. Ground level concentrations of 

pollutants refer to the impact of these emissions on people and the 

environment, measured at the point of impact.

HSE is the abbreviation for Health, Safety and Environment. 

This abbreviation is meanwhile used internationally as a technical 

term.

HSE (Health, 
Safety and 
Environment)

The international equivalent of the EMAS Regulation that is applic-

able in all EU member states. The main differences to the EMAS 

Regulation are: ISO 14001 does not include an environmental statement 

and a directory of locations.

ISO 14001 
Environmental 
Management 
System

The threshold limit value: is the threshold value of gaseous or 

powdered substances which, when adhered to, does not damage a 

person’s health during an eight hour work day.

TLV value

OHSAS means Occupational Health and Safety Assessment Series. 

The OHSAS 18001 standard regulates the main guidelines for efficient 

corporate safety and health management, and it has established itself 

as an internationally important certificate that corresponds to the ISO 

14001 for environmental management or to ISO 9001 for quality 

management.

OHSAS 18001
Health and 
Safety 
Assessment 
Series

An international standard for establishing a systematic energy 

management system.
ISO 50001
Energy 
Management 
System

An internal audit of the functionality and effectiveness of an environ-

mental management system.
Environmental 
Audit

A source of information for the general public about the environmentally 

relevant impacts of a location. 
Environmental 
Statement

A government-certified person or group of persons that audits a 

company location and through it makes the participation in the Eco 

Audit System of the EU possible.

Environmental 
Verifier

An organisational structure within a company that regulates the 

responsibilities, behaviour, formal proceedings as well as processes, 

for the definition and implementation of environmental policies, 

objectives and programs. 

Environmental 
Management 
System

A declaration by the Management Board concerning the overall 

targets and principles of action in corporate environmental protection, 

and integrated in it are safety at work and health promotion.

Environmental 
Policy (HSE 
Policy)

A program for the realisation of objectives that, in addition to concrete 

and planned measures, also defines the responsibilities within the 

company and the allocation of personnel and financial resources.

Environmental 
Program

An Environmental Statement must be verified and declared valid by 

an independent verifier when a company intends to register itself in 

connection with the EU Eco-Management and Audit Scheme.

Validation

An audit by an external auditor in order to find out if the environmental 

management system fulfils the planned company-specific instructions, 

and that the requirements of the EMAS Regulation are implemented 

accordingly. This should not be confused with the term ‘Certification‘ 

that may only be used in connection with standardised systems.

Verification

Glossary
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Wolfgang Brandl, Head Environmental Verifier

of TÜV SÜD Landesgesellschaft Österreich GmbH,

Campus 21 Europaring A04301,

A-2345 Businesspark Vienna South, Austria

The next consolidated Environmental 
Statement of voestalpine Tubulars 
GmbH & Co KG will be presented for 
verification in March 2017.

The leading and authorised environmental verifier of the environmental organisation 

TÜV SÜD Landesgesellschaft Österreich GmbH, 

Campus 21, Europaring A04301, A-2345 Businesspark Vienna South (Registration 
Number AT-V-0003) 

herewith confirms to have verified that the location mentioned in the updated 

Environmental Statement of 

voestalpine Tubulars GmbH & Co KG

Alpinestrasse 17

A-8652 Kindberg-Aumuehl

with the Registration number AT-000208, fulfils all requirements of Regulation (EC) 
No 1221/2009 of the European Parliament and of the Council, of 25 November 2009, 
on the voluntary participation by organisations in a Community eco-management and 
audit scheme (EMAS).

By signing this declaration, it is confirmed that the

n verification and validation have been conducted in full accordance with the  

requirements of Regulation (EC) No 1221/2009;

n that the result of the verification and validation confirms that there is no  

evidence that any applicable environmental regulation are not adhered to;

n that the data and information included in the updated Environmental 

Statement 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 as an EMAS registration. An EMAS registration 
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 organisation for environmental verification TÜV SÜD Landesgesellschaft 
Österreich GmbH has been approved by notification of the Federal Ministry of 
Agriculture, Forestry, Environment and Water Management for the 24.20 (NACE-
Code).

Kindberg, March 20, 2014

Validation of the 
Environmental Statement


	Environmental Statement_2014
	Contents
	Preface
	The Organisation
	Company History
	Company Profile
	Company Activities
	Production Process
	Management Policy

	Environmental Impact Assessment
	The Relationship of the Company with the Environment
	The General Development of the Company
	The Environmental Performance of the Company

	Individual Sheet
	Management Systems
	Input Materials
	Waste
	Energy
	Fire Protection
	Health
	Safety

	Ecological Balance Sheet
	Material and Energy Balance Sheet
	Input Materials
	Non-hazardous Waste, Existing Substances, Valuable Substances
	Hazardous Waste
	Total Waste
	Water/Waste Water
	Ground Water Analysis
	Waste Air
	Solvent Emissions
	Energy
	Transport
	Indirect Environmental Aspects

	Environmental Indicators
	Environmental Indicators
	Development of Environmental Indicators
	Environmental Awards

	Accident Statistics
	Accident Statistics 2013
	Accident Rate
	Accident Frequency
	Hours Lost Through Accidents

	Environmental Program 2014/15
	General Information
	Environmental Program 2014/15

	Glossary
	Glossary

	Imprint
	Validation of the Environmental Statement




