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Message from the Managing Director
Celsa Armeringsstål is strongly committed to contribute to the sustainable development of the society:
We care about the safety of our employees and the environment.
SAFETY
We believe that all work accidents can and
should be prevented. Celsa Armeringsstål has
incorporated safety in its daily activities by:
• Investigating and learning from 		
accidents and incidents.
• Sharing the knowledge about the 		
lessons learned.
• Progressively involving all the 		
employees in the identification and 		
correction of unsafe conditions and 		
behaviors.
• Providing training to our employees on
safety.

ENVIRONMENT
Celsa Armeringsstål has a history of being
an environmental pioneer:
• In 1992 the Company issued its first
environmental report.
• In 1996 the Company was the first mill
in Europe to be certified according to
ISO 14001.
• During 2007 and 2008 the company
invested in the Best Available Technology to capture mercury.

• In 2010 the Company was one of the 3
first mills to achieve the EMAS mark.
Our environmental agenda is based on
the responsible and efficient use of natural
resources and energy and the minimization
of the emissions and waste.
All steel products produced by Celsa
Armeringsstål come from the recycling of
scrap and are 100% recyclable.
CO2 emissions are recognized as the main
factor impacting the global climate change.
Around 40% of the global CO2 emissions
can be attributed to the construction
sector’s supply chain. Construction sector is
the main end-user of Celsa Armeringsstål’s
products. A life-cycle analysis of our
products shows that Celsa Armeringsstal’s
CO2 emissions are well below the steel
sector’s average. Celsa Armeringsstål’s
sister companies are focusing on developing reinforcing solutions that increase the
efficiency in the usage of resources within
the construction sites.
Celsa Armeringsstål has significantly
reduced the emissions to the atmosphere

of dust, dioxins, mercury and heavy metals
due to the investments projects put into
operation during 2008. In the case of the
active carbon filter plant, Celsa Armeringsstål has been a pioneer in the steel industry.
This new technology almost entirely
captures mercury and dioxins.
Mo i Rana 4.7.2012,
Carles Rovira,
Managing Director
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Celsa Group
Celsa was founded in Barcelona in 1967 as
a small reinforcement bar re-roller. Through
the years the company has developed by
reinvesting income in upgraded equipment
together with the acquisition and development of other companies.
At present the company is one of the
foremost producers of long steel products in
Europe, and thanks to the vertical integration, the subsidiaries of Celsa Group have
increased the added value of their products
and further broadened their range of
products.

developing our production process and to
assure quality in our products and in our
services.
The geographic locations operating under
the Celsa Group Trademark represents
a significant strategic and competitive
advantage. The sites of Celsa Group which
incorporates melt shops and rolling mills
are located close to major commercial
ports and all have easy access of incoming
and outgoing products by sea: Barcelona,
Bayonne, Vizcaya, A Coruña, Santander,
Cardiff and Mo i Rana.

Right from the outset, the Celsa Group has
geared its company philosophy towards
pursuing a global commitment with regard
to its customers, its suppliers, its workforce
and society in general. This commitment
translates into a commitment to technology and quality in the form of major investments in machinery and in research for

Celsa Armeringsstål AS
Celsa Armeringsstål AS is the leading
producer of reinforced steel products in the
Nordic countries. The plant consists of a
steel plant and a rolling mill, and is situated
in Mo Industrial Park in Mo i Rana. The raw
material used in the production mainly
consists of scrap metal. The melting of the
scrap is done in an electric arc furnace and
casted into long billets for further proces-

sing. The hot rolling mill rolls the billets
to straight and coiled reinforcing bars and
wire rod. The bulk of the production is used
for concrete reinforcement for the Nordic
market.
Celsa Armeringsstål AS is a part of Celsa
Nordic which consist of Celsa Steel Services
(CSS) and Celsa Armeringsstål AS in Mo
i Rana. The CSS sites that are situated in

Norway, Sweden, Finland and Denmark
are responsible for sales and processing of
reinforcement products in their respective
country.

Celsa Armeringsstål AS
P.O.Box 500
N-8601 Mo i Rana
Visiting address: Mo Industripark
Tel.: + 47 75 13 65 00
Fax: + 47 75 13 68 45

For further information about the company:

www.celsanordic.com
www.gcelsa.com
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Environmental profile
One tonne of scrap based steel saves
nature for 1350 kg iron ore, 450 kg
coal and 20 kg limestone. Additionally,
emissions to air and water are reduced by
approx. 80 %

•

•
•
•

•

•

The materials are mainly transported
by vessels, to and from Mo i Rana
Transportation is organized in a shuttle
traffic between Mo i Rana and the 		
various destinations.
Production of scrap based steel 		
requires 25 % of the energy needed
to produce steel by smelting iron ore in
a blast furnace.
We are predominantly utilizing 		
hydro electric power, and due to the
close proximity to the power station,

the transfer losses are small.
Other sources of energy are CO gas
and light fuel oil, where CO gas is a
by-product from a secondary company
in the industrial park.
Light fuel oil cuts the emission of SO2

Our steel production
is 100 % scrap based and
Celsa is the largest recycling
company in Norway

•
•

by 75 %, compared to the use of heavy
fuel oil.
Residual products from the production
are slag, mill scale and dust.
Approx. 90 % of the dust is sold to
Eras Metall in Høyanger, for the extrac

•

•

•
•

tion of zinc. Remaining quantities are
permanently deposited in Mofjellet.
The red dust deposits are sealed in
accordance with a plan approved by
the Climate and Pollution 		
Agency (Klif), and a risk evaluation
has been conducted by the Norwegian
Geotechnical Institute (NGI).
Slag is approved by Klif for the 		
production of tarmac, as filling material
and for making concrete.
Mill scale is sold as an additive for the
ferroalloy industry.
CO2 emissions from Celsa Armerings
stål amounts to approx. 8 % of the
quantity, coming from integrated 		
steel plants utilizing iron ore as the
base material.

Steel and health
The human body does not respond negatively to steel, something which is apparent
in the widespread use of steel in surgical

instruments.
Steel used as building material eliminates
the need for chemicals to counteract with

vermin, rot and similar. Steel products
do not emit gases, volatile chemicals or
radon.

About steel, reinforcement steel and concrete applications
Steel can be recycled almost unlimited,
without losing its distinctive properties.
Worldwide in 2011 a total of 1490 mill tons
of steel was produced, whereof all can be
recycled to new steel products.
Because of steel can be recycled more than
any other constructional material, this
signifies that the planet’s limited natural
resources are retained and contributes
to keep steel outside each nation’s waste
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mountain.
The steel industry continuously invests
millions in making the processes even
cleaner and to increase the knowledge of
both themselves and the rest of the world
regarding steel in our environment.
Reinforcement steel, in particular, is the
skeleton of concrete structures which
enables the concrete to withstand tension
loads, making it the most common

construction material in the world.
Reinforced concrete is used in many types
of constructions; houses, tunnels, bridges,
dams and roads. Concrete is durable from a
sustainable point of view, contributing to a
more efficient, functional and comfortable
community. It is today also easy to separate
reinforcement from crushed concrete for
recycling purposes. Concrete can also be
reused, for instance as landfill material.

Environmental management and EMAS statement
Celsa Armeringsstål has an environmental
management system and became in 1996
the first steel company to conform to the
standard, NS-EN ISO 14001. The internal
occupational health and safety control is
integrated in this system; meaning that
health, environment and safety are subject
to the audit rules defined by the standard.
ISO 14001 is an environmental management standard. It specifies a set of requirements for environmental management
systems.

The purpose of this standard is to help
all types of organizations to protect the
environment, to prevent pollution, and to
improve their environmental performance.
In addition to audits conducted by external
companies and inspection authorities, we
have implemented self inspection routines.
All departments are audited annually with
reference to the same principles employed
by the inspection authorities and certification bodies.
The top management reviews the environ-

mental management system at planned
intervals, to ensure the continuing suitability, adequacy and effectiveness.
A total of 6 nonconformities concerning
the environment were given during internal
audits in 2011 and all are corrected and
verified. During external audits in 2011 a
total of 4 nonconformities were given and
all are corrected and verified.

EMAS
The environmental report for 2011 is our
third according to the EMAS regulation.
Bureau Veritas has verified the environmental
information given in this report 25.06.2012.
Accredited environmental auditor Bengt Åke

Andersson, BVC Sverige AB (nr 1236) has
verified and approved the environmental
information given in this report 04.07.2012.
Eco Management and Audit Scheme (EMAS)
is a management tool for companies and

other organizations to report and improve
their environmental performance. EMAS is a
voluntary scheme available for participation
by companies since 1993.
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Process flow
Primary raw materials
Steel scrap
Ferroalloys

1 125
13

Energy
Total energy

	Secondary raw materials		
Limestone
Processed coal

Electrical energy
Thermal energy

48
9

Scrap

Melting

By-products

Quantity in kg/tonnel billet

610 kWh/t
300 kWh/t

	Melt shop + Rolling mill

Consumption in kg/tonne billet

Slag
Dust
Mill scale

910 kWh

Refining

Sewage water
149
14
13

Total

20 486 286

Waste
Hazardous waste 27 tonnes
Other waste

262 tonnes

Dust to deposit 569 tonnes
Melt shop + Rolling mill

Total in 2011

By-products
Slag: Utilised among other things in road building, land filling and insulating industry.
Mill scale: Utilised in the manufacturing of ferroalloys and cement
Dust: Classified as commercial waste and sold for extraction of zinc

Waste
Other waste is a collective term for residual waste, cardboard/paper, plastic, wood and EE
waste. As for the hazardous waste it is recycled.
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Casting

Incoming goods
Norway: Steel scrap from Norway contributed with 84% of the total tonnage.
Import: Steel scrap from abroad contributed with 16% of the total tonnage.

Energy
Our electrical consumption is based on 98% hydroelectric power.
In 2011 Celsa Armeringsstål aquired 80 GWh of CO gas from Vale. Due to the closing of Ruukki Profiler
our share of the CO gas has increased compared to previous years. For heating up the steel billets furnace,
CO gas and oil contributes with 61% and 39% respectively.

Rolling

Finished products

Emissions to air

Emissions to water

CO2

88 900 tonnes

NOx

54 tonnes

SOx

10 tonnes

Total in 2011

Oil
Mill scale

Total in 2011

9,5 tonnes
970 tonnes

Finished products
Steel billets

598 000

Rolled products

489 000

Quantity in tonnes

Outgoing goods
Norway: Chartering by trucks and vessels came to 6% and 27% of the total tonnage respectively.
Export(mainly Nordic countries): Chartering by trucks and vessels came to 5% and 62% of total tonnage respectively.
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Environmental projects 2011
Operating experiences Consteel
In July 2008 the Consteel installation was
commissioned. This project involves a new
technology for preheating of steel scrap
together with a new fume treatment plant.
After three years of operation we see amongst
other things the following improvements:
• cleaning of mercury has significantly 		
improved and the low level of emissions
makes Celsa Armeringsstål one of the
cleanest steel plants in the world
• reduced energy consumption during the
melting phase of scrap
• increased productivity compared to the
old process with basket charging
• flicker in the power grid has been reduced
➢ working environment in melt shop has
improved

Declaration of Steel Reinforcement Products for Concrete
A third party verified Environmental Product
Declaration (EPD) has been prepared during
2011, in line with the environmental objectives
for 2011. The Life Cycle Assessment (LCA) has
been done by IVL Swedish Environmental
Research Institute and the EPD has been registered at EPD International (www.environdec.
com). The EPD considers the raw material
supply, transportation to fabricators in the
Nordic markets and fabrication at the Celsa
Steel Service production sites.
The EPD is based on the most recent standards
(EN 15804) and the Product Category
Rules (PCR) for construction products and
construction services. The LCA is based on
mainly specific data from our operations in
2010.
The EPD will meet demands from Celsa’s

The new sampling robot takes automatically a sample in the steel furnace and is controlled by the
operators from the control room.

clients in the Nordic countries and it is a tool
for the Celsa Nordic group to show environmental performance (for instance CO2). It is
also a verified and verifiable source of information that can be used to show environmental
improvements and transparency. The EPD is
marketed through Celsa Steel Service as a tool
to communicate how the company is working
with environmental performance and the
effects of measures taken over time.
While working with a life cycle perspective
Celsa has learned how different materials
influences the environmental performance of
the final product, but also that emission from
transportation is limited by the use of vessels
and that the use of renewable energy (hydro
power) for the steel production is an advantage that makes Celsa Armeringsstål environmentally competitive.

Steel reinforcement products for concrete
Company

CElSa StEEl SErviCE aS

Website: www.celsa-steelservice.com
Certification No.: S-P-00306
Validity: 2014-12-31
LCA coverage: cradle-to-gate
Climate change: 340 kg CO2 eq/tonnes

Celsa Steel Service – EPD – NO

1

The EPD is available at www.environdec.com

Other environmental projects
Celsa Armeringsstål is together with the
other bigger companies in the park an
involved party in the programme for

monitoring the air quality in Mo i Rana. We
also participate in the sweeping programme
of the Mo Industrial Park to improve the

atmospheric quality in Mo i Rana. Our share
amounts to 550 000 NOK in 2011.

heavy metal content in moss. The survey
was done in 2010 and the report written

in 2011.

Biodiversity
Celsa Armeringsstål has together with other
companies in Norway financed a survey of
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Environmental policy for Celsa Armeringsstål AS
Background
Celsa Armeringsstål is the main supplier of
reinforcement steel to the Nordic countries.
Celsa Armeringsstål production is 100%
based on recycled steel scrap which is
melted in an Electric Arc Furnace (EAF).
Celsa Armeringsstål recognizes its business’s
environmental impact and the part it has
to play in maintaining a clean and healthy
environment.

Policy
Celsa is committed to continual improvements in its activities so that any adverse
impacts on the environment are either
minimized or eliminated.

Celsa will therefore ensure:
•

•

•

•

•

•

To work with environmental management system, duly certified and
adapted to the nature of our activity
To have all applicable environmental
legal and regulatory requirement 		
identified, monitored and compiled
To identify the environmental aspects
of all processes and to place appro-		
priate controls to reduce pollution,
with regular monitoring of emissions
To keep the consumption of energy,
use of natural resources and generation of waste on a minimum, as far as it
is possible
To promote more environmental 		
friendly policies amongst suppliers 		
and contractors including as a criteria
for their selection their commitment and
evolution in this matter, and to 		
communicate to all stakeholders the
relevant information
To ensure that environmental aspects
are well known among all employees
and that each person in our organization acts in an environmental friendly
manner

Celsa Armeringsstål has recently invested
in the Best Available Technologies (BAT) for
major parts of the process. A natural area
of concentration for Celsa Armeringsstål the
next years will be to work toward optimal
running of these installations, so that the
emissions of heavy metals, mercury, dioxins
and dust can be at its minimum.

Through the committed support and participation of all those involved in its operations, Celsa Armeringsstål will fulfil this
commitment achieve its objectives and
help safeguard the environment for future
generations.

Mo i Rana 4.7.2012,
Carles Rovira,
Managing Director.
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Significant environmental aspects
for Celsa Armeringsstål AS
The identification and mapping of direct and indirect environmental aspects are a continuous process with the intention
of determining former, prevailing and any future influences on the environment as a consequence of our activities. Celsa
Armeringsstål AS has made big investments to reduce emissions related to the top four ranked items in the table below.
The investments has paid off and today the company are at significantly lower levels than before and well below the
levels given in the permit.
	Ranking Environmental aspect

10

Environmental effect	Significance

1

Dust from chimneys

Reduces air quality.

Very important

2

Emissions of mercury

Can affect health negatively.

Very important

3

Emissions of dioxins

Can affect health negatively.

Very important

4

Emissions of other heavy metals

Can affect health negatively.

Very important

5

Emissions of NOx and SOx

Contributes to acidification of air and water.

Very important

6

Diffuse emissions

Reduces air quality.

Very important

7

Emissions of mill scale from rolling mill

Affects life at bottom of the fjord.

Very important

8

Emissions of CO2 from the reheat furnace

Contributes to global warming.

Important

9

Emissions of oil from rolling mill

Affects water quality negatively.

Important

10

Emissions of dust from reheat furnace

Reduces air quality.

Important

11

Emissions of CO2 from melt shop

Contributes to global warming

Important

12

Emissions of mill scale from melt shop

Affects life at bottom of the fjord.

Important

13

Diffuse emissions (dust) from handling and grinding of slag Reduces air quality.

Moderate important

14

Hazardous waste from melt shop

Needs special handling not to pollute environment

Moderate important

15

Energy consumption

Consumption of natural resources.

Moderate important

16

Visual impression/steam from slag treatment

Visual impression.

Moderate important

17

Emissions of oil from melt shop

Affects water quality negatively.

Moderate important

18

Dust from vehicles

Reduces air quality.

Moderate important

19

Emissions from transportation of materials

Reduces air quality.

Moderate important

20

Hazardous waste from rolling mill

Needs special handling not to pollute environment. Less important

Environmental objectives for Celsa Armeringsstål AS in 2012

1. Market environmental friendly steel
Target: Promote steel produced with 		
renewable energy in Mo I Rana
2. Primary dust emission
Target: 0,60 mg/Nm3 during 12 consecu-		
tive months*
3. Secondary dust emission
Target: 1 mg/Nm3 during 12 consecutive 		
months*
4. Mercury emissions to air
Target: 16 mg/tonne steel during 12 		
consecutive months
5. Reduce emissions of scale to water 		
from Rolling Mill
Target: 250 mg/l (limit from authorities is
330 mg/l)
6. Reduce emissions of NOx and SOx
Target: 90 tonne/year NOx and 10 tonne/		
year SOx

The objectives are evaluated and set by the top management, and are associable
with our settled environmental policy. The coordination of formulating and
following-up environmental objectives has strong connection with optimization
of invested equipment in BAT in 2008.
* Based on continuous measurements in the chimneys.
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Atmospheric emissions

Heavy metals and dioxins
The measurements on emissions also
focus on our emission of heavy metals and
dioxins. The measurements are performed
with respect to lead, cadmium, chromium,
copper and various other heavy metals
together with dioxins. Emissions of dioxins
in 2011 was estimated to 0,19 g (annual
permit is 0,5 g).

Diffuse emissions
Subsequent to new technology with continuous feeding of the furnace, effectual from
7 July 2008, the diffuse emissions have
been significantly reduced. In 2011 we saw
an increase in the diffuse emissions to 29
tonnes. Although this is inside our permit
we will try to reduce this figure during 2012.
Other diffuse emission that is worth mentioning is the handling of slag, located west of
the melt shop. This generates a considerable
amount of dust. We attempt to eliminate
this by spraying with water, albeit some
dust escapes and are whirled up into the
air. During 2012 Celsa Armeringsstål will
try to reduce the dust from slag handling
by trying to capture the dust that escapes
with a fine water mist generated by snow
cannons.

Measuring programme
Celsa Armeringsstål has established a
regular programme for mapping the

Dust emissions from the secondary
treatment plant (continuous measurement)

mg/Nm3

mg/Nm3

4.8
4.5 mg/Nm3

2.45
0,65 0,66 0,37
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6,6
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3.3 3.5

0
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5

10 mg/Nm3

9

57.000

11.3

10

15 mg/Nm3

12.7
11.8

1000 tonnes

13.6

Total emissions of CO2
100

70.000

Dust emissions from the primary
treatment plant (continuous measurement)
15

emissions to the atmosphere, both from the
melt shop and the rolling mill. The measurements are performed by an accredited
laboratory – Molab.
Continuous measurements are made on
the emissions of dust and mercury from the
melt shop. The data is logged around the
clock during furnace operation. The logs
are available for all auditing and inspecting
authorities performing operational controls
on the treatment plants. These recordings constitute the basis of our reports
to the authorities. Additionally, Molab AS
is performing calibration of our measuring
equipment, together with two yearly
checks of the dust emission from the treatment plant. Sampling and analysis of the
dioxins emission is also performed. Control
of dust emission from the rolling mill is
done by quarterly measurements. All data
of emissions from the company is available
through www.norskeutslipp.no
From 1 January 2005 the quota regulation
and trading with quotas for emission of
climate gases (climatic quota law) carried
into effect. The guidelines concerning
the assignment of quotas for the period
2008-2012 are stated in paragraph 8 and in
the Propositions to the Odelsting, chapter
10. The requirements for accuracy and
measurement of CO2 emissions are strict
and Celsa Armeringsstål AS has a permit for
the emission of climate gases. If additional
quotas beyond those assigned by the authorities are needed, we have to buy such CO2
quotas on the open market.

89.000

mercury. Plastic, oil and paint are sources
of organic pollutants during standard
manufacturing of scrap-based steel.

61.000

Dust emissions from the melt shop and
rolling mill are regulated by a permit from
the Climate and Pollution Agency (Klif),
dated 9.7.2008.
Due to the high dust rate in the area, Klif
has instructed us to collect and clean the
dust emissions from the process in a best
possible way. Our current concession is
much stricter than previous.
Continuous measuring records the dust
content from the primary treatment plant
(directly from the furnace) and the secondary treatment plant (hall extractor) respectively.
Alarms are triggered in case the dust
concentration becomes so high that action
has to be taken to prevent overstepping the
permitted limit.
Due to the composition of the dust, Klif has
found it necessary to set specific limits for
the dust concentration in our emissions.
As annual average limits, the value of 4.5
mg/Nm³ is set for both chimneys and a
maximum of 30 mg/Nm³ for any individual
day.
Quarterly dust measurements are also
performed on the reheating furnace in the
rolling mill.
Any deviations from normal operations are
recorded and handled by our system for
nonconformities. The company has had no
acute dust emissions in 2011.
Pollution from the melting of scrap partly
consists of various metals present in the
scrap and partly from organic material. The
metals having the largest environmental
impact are lead, zinc, cadmium, copper and

1.85
1,43
1,19 1,01
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Air quality monitoring
programme
Prevailing programme for monitoring
the atmosphere quality in Mo i Rana was

Measuring program
In 2011 Celsa Armeringsstål AS measured
the following components:
Melt shop: dust emissions, diffuse emissions, heavy metals, NOx, mercury and
dioxins.

started in 2002. Celsa Armeringsstål is an
imposed party in covering the operational
costs. The purpose with this programme is
to monitor and inform about the local air

quality regarding dust concentrations. Air
quality is measured continuously at Moheia
at PM10 level. Results can be found at
www.luftkvalitet.info.

The following heavy metals were analysed in the dust: Sb, As, Pb, Cr, Co, Cu,
Hg, Mn, Ni, V, Sn, Cd, Ti og Zn

Additionally, an overall calculation on
emission of sulphur dioxide (SO2) and
carbon dioxide (CO2) are conducted.

Rolling mill: dust emissions and NOx

Permit from the Climate and Pollution Agency
The following limits do apply for the primary and secondary treatment plants, in addition to diffuse emissions. The permit is based on a
production of 1000 000 tonnes in the meltshop and 600 000 tonnes in the rolling mill. All figures are annual continuous average values:

Dust

Components
NOx....................................... 100 tonne
Zink..................................... 22,5 tonne
Lead.........................................2000 kg
Copper....................................... 220 kg
Chromium.................................. 150 kg

Rolling mill................................ 8 tonne
Melt shop, primary................... 8 tonne
Melt shop, secondary............22 tonne
Melt shop, diffuse..................30 tonne

Cadmium..................................... 50 kg
Mercury........................................ 16 kg
Arsenic............................................4 kg
Dioxins.......................................... 0,5 g

Emission of Mercury
180

Concession limits 2011

150

Kg

120

Melt shop primary extractor (12 months average) = 4.5 mg/Nm³
Melt shop secondary extractor (12 months average) = 4.5 mg/Nm³

130 132
100

110 113

110

84

90

83

60
30
0

None of our atmospheric emissions do exceed these limits.
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Emissions to water
Oil/grease

Celsa Armeringsstål is constantly working
with reducing our effluents of oil and mill
scale. In 2005 the Norwegian Institute for
Water Research was commissioned by us
to evaluate the environmental impacts of
oil and mill scale. Their report concluded
that neither oil nor mill scale constitutes
any environmental risk for the Rana fjord.
The measurements of emissions to water
is a part of the measurement program for
Celsa Armeringsstål AS and is conducted
by an accredited laboratory – Molab – who
makes four measurements per year.

company will focus on capturing more
scale from the pit. During 2012-2013 the
company is planning an investment in more
efficient grabbing equipment in the scale
pit in the rolling mill with the aim of capturing more mill scale and preventing it from
going to the sewage.

Effluents of oil and grease to water are
substantially below the permitted limits.
The various types of lubrication oil and
grease are vegetable and have an insignificant environmental impact.

Mill scale
The mill scale from the rolling mill is a
commercial product for Celsa Armeringsstål, and is utilised by the ferroalloy
industry. The environmental objective for
2011 is not yet fulfilled though and the

Oilemissions to water
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Noise
The company’s contribution to outdoor
noise is regulated in the permit and allows
maximum 55 dB(A) daytime and maximum
45 dB(A) at night. Our objective, as far
as this is technological and economical
feasible, is to implement noise reduction
actions.

Calculations from the measurement made
in 2005 indicate that the noise contribution
from our scrap shear in Blåbærveien is 49.1
and 33.4 dB (A) respectively when cutting
ship steel and reinforcing steel. Our noise
contribution in Kongsveien is 48 and 32.5
dB (A) respectively. The noise immission to

Revelmyra is estimated to 50.3 dB (A). It is
supposed that our noise immision is lower
in 2011 due to the investment made in the
menltshop in 2008. The company will make
a new noise measurement in 2012.

Neighbourhood complaints
Celsa Armeringsstål has well-established
procedures for recording complaints from
the vicinity. In addition, a phone service
exists where local residents can ring for any

emissions to the environment. This phone
service is managed by MIP and is operating around the clock. During 2011 we
received four neighbourhood complaints;

1 regarding smell, 2 regarding noise and 1
concerning dust. The complaints have been
handled and answered by Celsa.

Working environment
Celsa Armeringsstål AS is working systematically to improve the working environment at
the various workplaces. HSE is the first issue
on the agenda on all shift meetings and
management meetings. All the safety representatives and their deputies, managers and
members of various safety committees have
taken part in basic courses in safety and
environmental work.
Fixed plans for carrying out safety rounds,
meetings etc. have also been agreed on
in accordance with internal procedures.
The safety organisation is established and
upheld in the same way as the rest of the
organisation.
One of the most important improvement
projects for 2011 was to improve the safety
of our employees. The company has with
this improvement work, established a consecutive action plan with concrete measures
in order to improve the Health, Environment
and Safety.
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Injuries
The frequency index for 2011 was 14,3
which represents an increase compared to
the previous year. In 2011 it was registered
a total of 7 injuries with absence, 14 injuries
without absence and 549 HSE reported
incidents.
The injury statics for the company shows
the following distribution according to type:
Type
Number
%
Blow
6
28 %
Fall
7
33 %
Burn
4
19 %
Pinch
0
0%
Eye
2
10 %
Electric
0
0%
Other
2
10 %
Sum
21
100 %

Absenteeism
The absentee rate in 2011 was 5,4 % which
is lower than pervious year.
The long-term absence was 2,4 %, whereas

the short-term absence was 3,0 %.
The company is established as an IW
company.

Assessment of the working
environment
Celsa Armeringsstål has a fixed programme
to assess the physical working environment in both the steel plant and the rolling
mill. This implies that we have a continual
overview of all relevant exposures in the
working environment.
Mapping of pollutants in the steel plant
have in recent years been performed on
dust, noise and lead, as well as heavy metals
in the atmosphere such as mercury, arsenic,
cadmium, chromium and copper.
Average value of dust concentration was
over ¼ administrative norms at several
working places in the melt shop. The
measurements show that there are relatively big variations in noise level in different
places in the melt shop and that it is impor-

tant to wear noise protection.
The results from the dust measurements in
the rolling mill show low levels of exposure,
in comparison to maximum allowable
concentration of dust. With regards to
the noise immission, the limit value was
exceeded on the majority of shifts. As a
consequence, hearing protection is obligatory.
Various working environment actions are
described in reports from the Working
Environment Committee (WEC), the
Rehabilitation Committee (RHC) and the
Employment Committee on Alcohol and
Drug Addiction (ECADA).
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Social aspects
The company has arranged for and
employed personnel of both genders. Of
the company’s 310 employees at the end
of the year, 21 were women. The percentage of women is stable from last year. It is
a declared aim of the company to increase
the percentage of women in all occupational
groups.
In our recruitment work we have special
focus on recruiting local belonging
apprentices to the relevant occupational
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groups. This is done through partnership
agreements with Gruben Junior High
School and Polarsirkelen Higher Secondary
School. In practical terms this means that
the students and teachers at the schools are
invited for short-term work, visits and that
we arrange for project work.
In Celsa Armeringsstål AS we also have
a very active company athletic club that
contributes greatly to the social solidarity in
the company. In 2011, the athletic club has

participated in football and handball tournaments as well as in competitions such as the
Blåvegen run, Marcialonga, Vasa run, Alstahaug marathon, Holmenkollen relay and
the Arctic Circle race. The athletic club has
also established tour books and arranged
a”cycle or walk to work” campaign. These
activities have been joined by many and the
club hopes that even more will join in the
years to come.

Radioactivity/Explosives
All ingoing scrap metal is controlled with
regards to radioactivity and explosives.
Even though we demand that our suppliers
shall guarantee radioactive and explosive free deliveries, all incoming scrap is
controlled on arrival at Mo i Rana.
This control is conducted as soon as the ship
docks at Mo i Rana.
Both a visual control (explosives) and a
Geiger counter control (radioactivity) are
carried out.
Subsequent to the control at the docks, all
incoming scrap, including scrap arriving by
trucks, is passing through a gateway where
any radioactive contamination is registered.
In case any explosives or radioactive
elements are discovered, we have procedures for contacting the military or the
national radiation authority respectively,
and they dispose of or advise on disposal of

All scrap is examined for radiioactivity in this gateway.

the undesirable elements.
In 2011 we had one incident with radioacti-

vity in scrap metal at the company.

arrest device, located in our industrial safety
rooms.
The company has organised industrial safety
such that both plants cooperate when a
rescue operation is necessary. At any given
time 3 smoke divers shall be on site.

and altogether, is more than demanded by
the Norwegian Industrial Safety and Security
Organisation (NSO) in their “Decisions and
Guidelines for Industrial Safety”.
Area classification for the gas network and
end user places in the Industrial Park are
approved and given in the necessary permits
by the Directorate for Civil Protection and
Emergency Planning (DSB). In 2011 it was
invested in a new fire truck at MIP safety
center.

Industrial Safety
Celsa Armeringsstål AS is one of 9 companies
in the Industrial Park that have continuous
security watch by means of fire-fighting
vehicle and ambulance, and forms a part of
the jointly industrial protection of MIP.
We contribute with crews for fire-fighting,
smoke diving and first aid.
All safety personnel participating in the
emergency squad have complete training
in industrial safety at the highest state of
preparedness, class I. They have had training
in fire-fighting, gas handling, smoke diving
and leading rescue operations. They have
also supplementary training in cardiac

To uphold the level of alertness, Celsa
Armeringsstål has two safety persons
per shift in each plant. In this manner we
can still meet the requirements in case of
absence.
This comes in addition to the safety
personnel available in the Industrial Park,
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Dioxin. Chlorine containing substances
that is formed under combustion of
organic material where chlorine is present. Dioxin is harmful to people.
Direct environmental aspects. Environmental aspects that we can control
and affect ourselves as for example
emissions to air/water, noise and own
transportation.
EE-waste. Electric and electronic
waste.
EMAS. Eco-Management and Audit
Scheme. A voluntary arrangement for
environmental registration within EU.
EPD. Environmental Product Declaration. Declaration that describes the
environmental impact of a product
(CO2 emissions)..
Mill scale. Oxide layer formed when
steel is oxidized at high temperature,
especially during forging and rolling.
Indirect environmental aspects.
Environmental aspects that we do not
control ourselves as for example suppliers and contractors environmental
impact.
Carbondioxide (CO2). Greenhouse gas
that is formed under complete combustion.
Nitrogenoxides (NOx). Chemical compound of oxygen and nitrogen formed
when these components react under
combustion at high temperature.
Contributes to acid rain.
Sulphuroxides (SOx). Formed by
combustion of substances containing
sulphur.
Next environmental report is
published summer 2013.

The Largest Recycling Company in Norway

Celsa Armeringsstål AS
P.O.Box 500
N-8601 Mo i Rana
Visiting address: Mo Industripark
Tel.: + 47 75 13 65 00
Fax: + 47 75 13 68 45
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For further information about the company:

www.celsanordic.com
www.gcelsa.com
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