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SUSTAINABILITY FOCUS 
STRENGTHENS INTERESTCONTENTS

Stena Aluminum entered a consolidation phase 
during 2016; a natural result of three years of 
strong growth during which we increased our 
sales by more than 50 percent. With all growth 
being accomplished without investments in new 
capacity, extensive productivity increases have 
been necessary. To match the higher rate of pro-
duction, we now need to develop and optimize 
processes and logistics for raw materials and 
 finished products.

During the autumn of 2016, we decided to invest 
in new structures for materials. Roofing over the 
majority of all raw material processing areas pro-
duces good effects both for logistics, internal and 
external environmental impact. Fewer and shorter 
internal transports mean a safer workplace and 
fewer kilometers entail significantly reduced 
 environmental impact. Step 1 of construction is 
expected to be completed during the summer  
of 2017.

We have also commissioned our unique, innovative 
facility for cooling and recycling of aluminum from 
slag. Here we can extract and recycle even more 
aluminum raw materials, which has contributed  
to our largest post – salt slag – having decreased 
by approximately 10 percent. 

Stena Aluminium has an uncommonly strong 
 focus on safety. In 2016 we set a new record when 
we reached all of 1,203 days without an accident 
that led to anyone missing work. 

Demand for aluminum remains strong. This is  
due both to the general state of the market and  
to aluminum’s unique qualities. It is a perpetual 
material with qualities well suited for industry,  
not the least the automotive industry where Fredrik Pettersson, CEO, Stena Aluminium

2016
 aluminum contributes to reduced weight and 
 consequently decreased emissions. 

As always, we work closely with our customers  
to be able to deliver according to their needs and 
expectations. The requirements for alloys are con-
stantly changing and the increased demand for 
aluminum for new vehicle components means,  
for example, increased requirements for strength 
since these components were previously made  
of steel.

Aluminum from recycled raw materials saves  
95 percent of the energy needed when virgin raw 
materials are used. Stena Aluminium makes an 
important contribution to the circular economy 
and we actively contribute both in national and 
 international branch organizations to meeting 
 society’s and customers’ needs and requirements. 

During 2016, we participated in a research project 
conducted by Stena Metall in which the goal was 
to recycle lithium-ion batteries (the rechargeable 
batteries that are used in cars, for example) in the 
best possible way. Using our smelting process, it 
could be demonstrated that several metals could 
be extracted from battery cells.

During 2017, we will continue to work with our 
customers and other partners to develop tailored, 
sustainable products and services.

We’ll be in touch!

Multi Art Silk is FSC-certified and bears the EU Ecolabel. Multi Art Silk is on the Nordic Council  
of Ministers’ list of inspected paper and can be used in Swan-marked printed matter. Produced  
by the Stena Metall Group.  
Photography: Mats Samuelsson and Pontus Almén.

The next edition of the Environmental Report will be released  
in the spring of 2018. 
If you have any questions about this environmental report  
or are interested in knowing more about our environmental 
management, please do not hesitate to contact us. Ulf Persson, 
Environmental Technology Manager, Phone +46 10 445 9512,  
email: ulf.persson@stenaaluminium.com.

The environmental report encompasses our production  
in Älmhult, Sweden. The report is based on data regarding  
the  environmental impact from operations during the year. 
Implemented measures that improve the environment are  
also presented.
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   nordisk miljömärkning.

       

NORDIC ECOLABEL 3041 0250



4 5

Together with our customers, we create solutions 
that facilitate and streamline their operations 
and thus strengthen their competitiveness.  
Our plant is in Älmhult, in southwestern Sweden. 
Here we produce upwards of 300 different 
aluminum alloys for aluminum foundries in 
Northern Europe. Besides aluminum alloys, we 
also help our customers with technical matters 
in metallurgy, materials and processes, as well 
as market impact and sustainable business 
solutions. 

To be a long-term, sustainable business partner, 
we are continuously making investments in our 
operations for efficient, environmentally friendly 
production and handling of both raw materials 
and waste. All operations are characterized by  
a major focus on the environment and safety,  
led by senior management and clearly regulated  
in our operational policy. Environmental 
management is conducted by the environ-
mental manager who ensures compliance with 
the  environmental management system in all 

Stena Aluminium’s mission is to help our customers to be more successful. 
We achieve this through close collaboration with both customers and 
 customers’ customers. Stena Aluminium is a part of the Stena Metall Group 
and is the leading producer of aluminum alloys from recycled raw materials 
in the Nordic countries. 

OPERATIONAL DESCRIPTION 

To produce customer-specific, high quality 
aluminum alloys from recycled aluminum with 
the least possible resources and environmental 
impact, and to profitably conduct commerce 
with these.

BUSINESS CONCEPT

aspects of operations. All incidents are in-
vestigated to prevent reoccurrence and work 
is continuously underway to further develop, 
strengthen and improve the organization’s 
 routines. Each shift has a person designated  
to file reports and all employees are responsible 
for informing of any incidents and deviations 
from the norm. 

The environmental management system is 
certified per ISO 14001:2004. 
The occupational health and safety management 
system is certified per OHSAS 18001:2007.
The quality management system is certified per 
ISO 9001:2008

STAFF

FINANCE
ADMINISTRATION

MARKETING RAW MATERIALS
LOGISTICS

PRODUCTION HRTECHNOLOGY

CEO

Founded: 1906
Total employees, 2016:  104 
Turnover, 2015/2016:  SEK 1,192 billion
Sales, 2015/2016:  75,000 tons 

ABOUT STENA ALUMINIUM
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The production plant is situated beside the main southern rail line. On the other side 
of the plant there is a safety zone of about 100 meters and then a residential area and 
sports field. Central Älmhult is to the south of the industrial area and the Municipality 
of Älmhult’s source of water, Lake Möckeln, is to the north.

The company’s main offices adjoin the industrial area. The CEO’s office is located 
here, as well as the departments for finance, sales, communications.

GEOGRAPHICAL OVERVIEW

1. RECEIVING, INCOMING GOODS
2. SCRAP YARD
3. SORTING AND PRESS
4. CHIP BRIQUETTING
5. RAW MATERIALS STORES
6. SMELTING WORKS OFFICE
7. SMELTING WORKS
8. FINISHED GOODS STORES
9. SHIPPING
10. SALT STORES
11. SLAG RECYCLING
12. RAW MATERIALS STORES
13. TEST FURNACE BUILDING

Assembly points 

14. CENTRAL WAREHOUSE
15. FORKLIFT SHOP
16. MECHANICAL SHOP
17. MAIN OFFICE
18.  LOCKER ROOMS FOR PERSONNEL/

VISITORS, MULTI-PURPOSE ROOM, 
CONFERENCE FACILITY

19. OFFICE
20. ENTRANCE, OUTGOING GOODS
21.  FLUE GAS PURIFICATION AND HEAT 

RECOVERY
22. LABORATORY

Stena Aluminium’s plant in Älmhult covers about 46 acres. Material handling  
and production of aluminum alloys are conducted on the property. There is also  
a lab for product development and routine product quality control. 

10,185,000
INGOTS DELIVERED BY 
 STENA ALUMINIUM IN 2016

PLANT
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ALUMINUM IS A SUSTAINABLE MATERIAL,  
OF ALL PRODUCED ALUMINUM GLOBALLY,  
75 PERCENT IS STILL IN USE.

LIQUID ALUMINUM

Stena Aluminium is the only company in the 
Nordic countries that supplies liquid aluminum to 
industry. The deliveries are made in specially built 
industrial thermoses, each containing eight tons 
of aluminum, with three thermoses per truck. 
Because customers specify the temperature  
of the aluminum in the thermoses, they can 
 immediately put it to use in their processes. 
Large amounts of energy are saved by customers 
not needing to melt the aluminum ingots. This 
entails that each delivery of liquid aluminum 
means two tons less of carbon dioxide emissions.

During the 2015/2016 fiscal year, 6,890 tons of 
liquid aluminum were delivered.

Aluminum is the third most plentiful element  
and the most common metal in the Earth’s crust.
New aluminum is obtained from bauxite and 
contains a large amount of aluminum oxide. 
Bauxite is mined from the Earth’s crust and the 
aluminum oxide is thereafter extracted through  
an advanced and very energy-intensive process. 
Pure, molten aluminum is separated from the 
aluminum oxide during the process and the 
aluminum is then tapped and refined into 
primary aluminum.

Aluminum is a light metal that is easy to shape, 
strong and resistant to corrosion. It has a low 
density, which enables it to be used in many 
different constructions and applications. The 
range of uses extends from small household 
utensils, such as pots and pans, to large 
construc tions subjected to heavy loads, such  
as diverse components for the automotive 
industry. In the automotive industry, aluminum 
contributes to lower vehicle weights, which 
among other things, leads to lower fuel 
consumption and consequently less environ-
mental impact. Aluminum’s good resistance  
to corrosion is especially advantageous in the 
construction industry in that it provides longer 
service life and low maintenance costs for roofs, 
facade plates and window frames, for example. 

Aluminum is a material that is very well suited  
for recycling since it can be recycled an infinite 
number of times without losing its qualities. 
Recycling of aluminum creates environmental 
benefits in several ways. Thanks to its recycling 
properties, a lesser portion of society’s waste 
products go unused, which reduces incineration 
and landfill costs. Moreover through recycling,  
the aluminum production process consumes  
just 5 percent of the total amount of energy 
required to extract aluminum from bauxite.

Stena Aluminium produces aluminum through 
recycling. The aluminum produced here is 
primarily used in components for the automotive 
industry and the electrical/telecom industry,  
but also for designer products and other cast 
products. The aluminum is delivered to customers 
in solid form, cast in ingots, or in liquid form  
with delivery in large, specially built industrial 
thermoses.

With a sustainable product based on recycling, 
Stena Aluminium contributes to strengthening our 
customers’ sustainability. Stena Aluminium also 
conducts its own sustainability management, 
where not just obvious aspects such as energy  
and waste are in focus, but also the social questions 
that are based on a sustainable company.

AN IMPORTANT PART OF  
A SUSTAINABLE ECO-CYCLE

Aluminum produced by Stena Aluminium in Älmhult is an important part  
of a sustainable eco-cycle. Aluminum can be recycled an unlimited number 
of times without the metal losing its qualities.
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STENA ALUMINIUM  
AND SOCIETY

Aluminum has been rapidly growing in popularity for several 
decades. Here you can read more about how it is used, its 
 environmental benefits and some of the various steps in 
 Stena Aluminium’s production. 

The use of aluminum is constantly increasing. 
Aluminum has many good properties and is used for 
everything from kitchen utensils and components 
for windows to automobiles and airplanes.

The processed raw material is melted in rotating, 
tiltable, smelting furnaces with oxy-fuel burners. Salt 
(sodium and potassium chlorides) is added to purify 
and protect the metal against oxidation. The melt  
is then transferred to the alloying furnaces for 
refining. Salt slag is sent for disposal.  Flue gases  
from the smelting furnaces are led to the flue gas 
purification unit.

In the alloying furnaces, the molten aluminum is given its 
 specific and final composition for attaining the finished prod-
uct’s properties according to our customers’ requirements.  
This is done by the addition of alloying elements, primarily 
 silicon and copper. The melt is purified using nitrogen and 
 chlorine gases. Contaminants and slag are raked out and 
 recycled in the process. The generated flue gas is led to  
the flue gas purification unit.

During the entire process, samples are taken to 
ensure correct analysis and to guarantee fulfillment 
of customer requirements. We carry out material 
analyses in our laboratory. Together with technical 
support and training, we are increasing the benefits 
of using recycled aluminum.

The finished aluminum products are 
primarily delivered in the form of ingots but 
also in liquid form. All our products are 
delivered in accordance with customers’ 
specific requirements.

The recycled aluminum is ultimately transformed 
into new quality products. Over and over again.  
A discarded wok can become a component in an 
eco-car or anything else that requires lightweight 
construction.

The waste heat from our production is distrib-
uted to Älmhult’s district heating network and 
can heat up to 1,200 homes all year round.

Aluminum can be recycled over and over again. 
Recycling aluminum results in a saving of 95% of the 
energy that is used in the production of aluminum from 
bauxite. A large portion of the aluminum collected in 
Sweden is recycled by us in Älmhult.

The first step is to weigh and assess the quality of the 
received material. We also ensure that the material is free 
from radioactivity. The raw materials used in production 
consist of aluminum scrap in the form of factory waste 
and worn-out aluminum products such as car rims.

The raw materials are first prepped for optimal 
 handling in the recycling process. This means that  
they are pressed or briquetted, for example, to 
optimize melting. Non-aluminum scrap is sorted out 
and sent to the appropriate recycling facility, while 
emulsions of oil and water from chips are sent  
for destruction.

1

5 6

7 8

9 10

2

3 4

CONSUMPTION

SMELTING ALLOYING/REFINING

QUALITY CONTROL CASTING, PACKAGING  
AND DELIVERY

NEW PRODUCTS WASTE HEAT

RECYCLING

RECEIVING INCOMING  
MATERIALS

PREPARATION
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ENERGY

Stena Aluminium’s continuous efforts for 
achieving lower energy consumption per 
ton of produced aluminum are enabling  
a more resource-efficient production 
process and thus creating even more 
 environmental benefits. They are also 
leading to increased profitability due to 
lower energy costs per ton. 

Stena Aluminium presently uses LPG  
as the sole source of energy for the 
smelting and alloying furnaces, and all 
work vehicles are powered by electricity 
or environmental diesel. When replacing 
work vehicles, the goal is to buy non- 
diesel powered vehicles as much as 
 possible.

WASTE/SALT SLAG/SALT

Continuous efforts are underway with 
the waste generated by our operations  
to reduce waste volumes, to reduce alu-
minum residue content and to return 
portions to the process. As an aspect  
of this, recycling of aluminum from salt 
slag has begun. This is accomplished by 
a slag cooling facility that utilizes rapid 
cooling to separate the metal content. 
The metal content is mechanically sorted 
and non-aluminum materials go to recy-
cling while the aluminum is returned to 
the smelting process. The slag cooling 
facility was put in service in 2016 and 
employs a new and innovative technique.

ENVIRONMENTAL IMPACT

Salt is added during the smelting pro-
cess, which increases metal yield during 
smelting and leads to more efficient use 
of our resources, raw materials and 
 energy. 

During 2016, collaboration was initiated 
with a new receiver of salt slag, which 
cleans the salt slag and returns the salt 
to the plant so that it can be reused in 
the smelting process. With this reuse, 
impact on natural resources is further 
decreased. The potassium alone was 
previously extracted from the salt slag, 
and the rest was deposited in landfills.  

CHLORINE

Contaminants can occur in the melt  
due to many different reasons, and if 
they are not removed, they can have a 
negative effect on the metal’s quality.  
For this reason, nitrogen and chlorine 
gases are added to the melt, because 
they purify the metal from contaminants, 
such as slag and oxides. 

EMISSIONS INTO THE ATMOSPHERE

Flue gases are formed in the process  
and are purified in an advanced flue gas 
unit. As an example, the addition of salt 
and chlorine in the smelting process 
generates hydrogen chloride emissions. 
By adding bicarbonate in flue gas purifi-
cation, the hydrogen chloride is absorbed 
in the filter. There are also other sub-

stances in the flue gases that pass the 
filter, such as hydrogen chloride, hydro-
gen fluoride, nitric oxide, carbon dioxide, 
dioxins and particles. Each has a differ-
ent effect on the environment and they 
are thus regulated through emission 
 regulations related to environmental 
 permits. Stena Aluminium measures  
and checks all the substances above  
in accordance with the emission regula-
tions and inspection programs.

NOISE 

Minimizing noise from all parts of the 
plant is an important focus area for both 
the plant surroundings and the working 
environment. Handling of raw materials 
often produces noise in some form and  
is a highly prioritized area. A strategic 
 decision was consequently made in 2016 
to construct material handling structures 
to enable raw materials to be handled in 
a more isolated fashion. This investment 
will create many benefits for both opera-
tions and the neighboring area, in among 
other ways, by minimizing noise and 
making raw material handling more 
 efficient. Construction began in  
early 2017.

Stena Aluminium is striving for operations that are as sustainable as possible and is setting  
up goals that contribute to more efficient resource utilization and lower impact on nature and 
the surroundings. Essential aspects are the continuous efforts to reduce energy consumption 
(measured in energy per produced ton), to reduce the amount of waste that goes to landfills 
and incineration, and to use raw materials as optimally as possible. Besides working with, for 
example, improving energy performance in general in the processes, opportunities are also 
regularly investigated for alternatives and/or supplements to existing fuels. 

The bars indicate the total energy consumption each year, divided by the consumption of LPG, heating oil, electricity 
and automotive diesel. The line indicates energy consumption per produced ton of aluminum per year specified in 
kW/ton. During 2012, an LPG-powered afterburner chamber was installed for purifying flue gases. This entailed  
an overall increase in energy consumption per ton of finished product.

During 2016, a new facility was put in service for slag cooling, which increased electricity consumption. This in 
 combination with somewhat lower production of aluminum alloys (compared with 2015) resulted in higher overall 
energy consumption per ton for 2016.
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ENERGY CONSUMPTION FOR STENA ALUMINIUM
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RESULTS OF ENVIRONMENTAL MANAGEMENT PROGRAM, FISCAL YEAR 2015/2016:

MEASURES FOR ENVIRONMENTAL 
IMPROVEMENTS  
– EFFECTS AND GOALS

ENERGY SAVING 

During the fiscal year 2015/2016, 
one of our goals in the environmental 
management program was to reduce 
the company’s energy consumption, 
per produced ton, and enable increased 
extraction of waste heat for the district 
heating network in Älmhult. Focus areas, 
where diverse improvement activities 
were conducted to reduce energy con-
sumption (per produced ton) were ladle 
handling and optimization of flue gas 
flows and flue gas temperature.

WASTE MANAGEMENT

Reducing salt slag volumes, which go  
to external processing and landfills, is 
an important goal that Stena Aluminium 
is constantly working with. The goal for 
fiscal year 2015/2016 has been to reduce 
the volume of salt slag that goes to 
landfill with ≥7%. The slag cooling facility 

Each year Stena Aluminium establishes an environmental management program. The general 
purpose of the program is to create a plan and targets for working actively with reducing the com-
pany’s environmental impact. The program illuminates and appraises facts relating to all environ-
mental aspects in such a manner that enables identification of the factors that have the greatest 
impact on the environment. The results of this work are then used as a basis for establishing 
 environmental goals for the coming fiscal year. The goals for fiscal year 2016/2017 and  
the results for 2015/2016 goals are presented in the following section.

that was put in service during 2016 has 
enabled extraction of aluminum from the 
slag, which directly leads to reduced salt 
slag volumes and the extracted alumi-
num can be re-melted. The result  
is less slag and more recycling.  

746,400
DURING 2016, OPERATIONS IN ÄLMHULT CONTRIBUTED TO AVOIDING 
CARBON DIOXIDE EMISSIONS OF 746,400 TONS – COMPARED TO PRO-
DUCTION OF PRIMARY ALUMINUM. THE ENVIRONMENTAL BENEFITS 
ARE COMPARABLE TO HEATING 1.4 MILLION SWEDISH SINGLE-FAMILY 
DETACHED HOMES FOR AN ENTIRE YEAR.

ENVIRONMENTAL 
MANAGEMENT 
 PROGRAM 2016/2017

Energy consumption
Reducing energy consumption is 
 always a prioritized area and Stena 
 Aluminium actively works with 
 reducing the company’s energy 
consumption per produced ton.  
Our goals are to reduce energy 
 consumption in production and for 
the flue gas purification unit.
 Stena Aluminium is also focusing 
this fiscal year on increasing the 
amount of waste heat that goes  
to the district heating network in 
Älmhult.

Waste management
Stena Aluminium has a goal for 
 fiscal year 2016/2017 of recycling 
≥7% aluminum from the slag and 
 reducing the amount of salt  
slag with ≥7%.
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STENA ALUMINIUM SHALL

•  Comply with the laws, directives, 
 requirements and expectations from 
the authorities, customers, owners  
and other stakeholders that affect  
the company.

•  With clear goals, conduct occupational 
health and safety, environmental and 
quality management that strives for 
continuous improvements. 

•  Maintain high awareness of these 
 matters throughout the organization  
so that work can be performed in  
a responsible, safe and efficient 
 manner. 

•  Observe and improve the working 
 environment and quality aspects in  
all processes and activities, and 
 conduct regular follow-up. 

•  Provide facts and documentation 
 regarding the working environment,  
as well as environmental and quality 
management, to stakeholders and  
be open to their opinions.

Stena Aluminium’s operations shall be characterized by a good, safe and enriching working 
environment, as well as active environmental management, with a striving to reduce the 
organization’s environmental impact and with a clear focus on contributing to the success  
of our customers. 

•  Conduct continuous follow-up and 
 ensure that the organization is being 
developed within the framework  
of this policy.

STENA ALUMINIUM EXPECTS  
THAT EACH EMPLOYEE

•  Actively participates in work with safety 
in among other ways, with safety walks.

•  Finds out about, understands and 
 carries out work per each workplace’s 
environmental requirements.

•   Ensures that we live up to our 
 customers’ requirements and 
 expectations.

•  Actively contributes to continuous 
 improvements.

220
TOTAL CONDUCTED SAFETY 
WALKS, 2015/2016

“All employees at Stena Aluminium work 
actively with contributing to continuous 

improvements. We always do our best 
and are proud of what we do.”

OPERATIONAL POLICIES 
– OCCUPATIONAL HEALTH AND SAFETY, ENVIRONMENT AND QUALITY
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The biggest environmental 
investments in the company’s 
history were made in 2012.  
A new flue gas purification 

unit, new afterburner chamber, new chimney and deliveries  
of waste heat to the district heating network were all inaugu-
rated during the year. In the future, production can continue 
to increase but with less overall environmental impact  
than before. 

A FEW MILEPOSTS IN OUR WORK 
WITH THE ENVIRONMENT

In 2001–2002, new smelting furnaces 
with modern production technology 
were installed. The new furnaces provided increased 
 capacity, improved capabilities for refining aluminum 
scrap, a better working environment and a reduction   
of energy consumption in the production process. 
 Consumption of salt per produced ton was halved.

An important step was taken in 2010 
in our work with the environment and 
safety: New equipment for chlorine 
handling was introduced that reduced 
emission risks.

During 2015, an inauguration 
ceremony was held for a facility 
for recycling aluminum from 
slag, and it entered service in 

2016. Slag is the byproduct of aluminum production. In the new 
facility, the slag is cooled, permitting the aluminum to be 
extracted and returned to the smelting furnaces. Less slag is 
now sent to landfills at the same time as customers receive 
more environmentally friendly raw materials.

Stena Aluminium inaugurated its labora-
tory operations for material analyses in 
2011. This helps the company to create 
new value for customers and to increase 
the use of recycled aluminum.

NEW FURNACES PROVIDE INCREASED CAPACITY WITH LESS ENERGY CONSUMPTION
AND REDUCED CARBON DIOXIDE EMISSIONS

THE ALUMINUM CAN BE EXTRACTED AND

NEW SLAG COOLING FACILITY CONTRIBUTES TO INCREASED

RETURNED TO THE SMELTING FURNACES

 DEGREE OF ALUMINUM RECYCLING

2010

2015

2011

20082001
In 2008, deliveries of liquid aluminum were begun, which Stena 
Aluminium alone can provide in the Nordic countries. Energy con-
sumption is reduced with this type of transport since customers 
do not need to melt aluminum ingots. Liquid aluminum is delivered 
in specially built thermoses to customers’ production lines. 
 During 2016, the 2000-unit delivery mark was passed. Each  
fully loaded rig reduces carbon dioxide emissions by two  
tons through energy savings.

ROOF OVER MATERIAL HANDLING

In 2016, it was decided to roof over large 
parts of material handling areas.  More 
operations in roofed areas provide several 
benefits when it comes to quality, safety 

and not the least the environment. Less leachate needs to be handled  
and noise from operations is reduced. 

2016

2012

SLAGALUMINUM
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KEY INDICATORS, ÄLMHULT PER TON PRODUCED ALUMINUM

CONSUMPTION UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Total energy  kWh 806 740 751.5 817 846 740 790 820
(el, HO1, forklift diesel, LPG)

LPG m3ntg 24 23 23.1 25.1 23.2 17.9 18.7 17.6

Heating oil (HO1) l - - - - 8 11 12 15

Electrical kWh 150 128 131 142 134 140 158 188

Chlorine kg 0.11 0.09 0.09 0.07 0.06 0.14 0.12 0.10

Nitrogen gas m3 0.7 0.8 0.8 0.9 1.0 1.0 1.0 1.0

Oxygen m3ntg 78 88 81 82 81 81 81 72

Salt kg 89 94 96 99 92 90 90 90

Water* l 353 235 208 235 252 247 247 303

Bicarbonate ton 3.86 4.53 5.88 5.18 5.06 - - -

Activated carbon ton 1.00 0.55 0.66 0.59 0.89 - - -

WASTE UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Salt slag kg 239 258 262 286 281 248 257 260

Filter particles kg 22 22 37 27 28 28 28 28

Oil emulsion kg 7.7 9.1 10 11 10 16 13 6

Venturi sludge kg - - - - 1.0 2.4 0.4 1.4

EMISSIONS INTO 
THE ATMOSPHERE UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Particles kg 0.01 0.02 0.02 0.02 0.04 0.11 0.07 0.02

HCl kg 0.07 0.01 0.1 0.01 0.06 0.14 0.07 0.04

HF kg 0.025 0.014 0.049 0.001 0.01 0.001 0.01 0.0005

SO2 kg 0.01 0.17 0.18 0.24 0.41 0.37 0.33 0.39

CO2
** kg 143 134 141 159 168 143 157 153

NOx kg 1.32 1.07 0.99 0.8 0.78 0.38 0.24 0.26

TOC as C kg 0.05 0.03 0.05 0.03 0.14 n/a n/a 0.39

Dioxin*** µg 0.15 0.1 0.1 0.3 0.7 1.8 1.4 0.16

* Water consumption was higher during 2016 due to a water leak on the property being localized and repaired during December 2016
** Based on production’s, including afterburner chamber’s, consumption of fossil fuels
*** TCDD equivalents per I-TEQ

FLOW AND KEY INDICATORS
TOTAL KEY INDICATORS, ÄLMHULT

PRODUCTION UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Total production  ton 74,640 77,613 74,801 62,956 56,578 49,890 49,265 37,500

Drops ton - - 1,736 2,710 3,781 3,033 3,259 2,250

Liquid ton 8,436 7,651 5,934 6,141 5,162 6,846 6,457 2,150

Ingots ton 66,204 69,962 67,130 54,106 47,635 40,012 39,548 33,100

CONSUMPTION UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Aluminum scrap ton 86,062 89,545 87,252 74,072 65,927 58,573 55,850 42,650

Silicon ton 5,350 5,649 5,432 4,613 3,973 3,409 3,380 2,625

Other alloying elements ton 453 478 528 476 437 343 350 300

LPG m3ntg 1,826,697 1,765,721 1,730,461 1,578,908 1,313,532 893,742 923,200 659,700

Heating oil (HO1) m3 - - - - 479 531 572 563

Electricity GWh 11.2 10 9.8 9 7.6 6.9 7.8 7.1

Chlorine ton 7.9 7.2 6.6 4.5 3.4 6.7 6.0 3.6

Nitrogen gas m3 52,408 61,688 61,796 56,270 54,470 52,274 49,332 39,200

Oxygen Mm3ntg 5.8 6.8 6 5.10 4.60 4.05 4.00 2.71

Salt ton 6,606 7,286 7,193 6,256 5,189 4,479 4,450 3,390

Water m3 26,345 18,251 15,774 14,779 14,256 12,307 12,150 11,350

Bicarbonate ton 288 351 440 326 286 - - -

Activated carbon ton 74.5 43 49.3 36.9 50.1 - - -

WASTE UNIT 2016 2015 2014 2013 2012 2011 2010 2009

Salt slag ton 17,813 20,002 19,584 18,007 15,887 13,387 12,650 9,725 

Filter particles ton 1,660 1,704 2,777 1,704 1,593 1,394 1,350 1,025

Oil emulsion m3 574 706 739 671 580 812 628 223

WASTE GENERATED IN ÄLMHULT, 2016

HAZARDOUS WASTE
Filter particles: 1,660 tons
Salt slag 17,813 tons
Oil emulsion: 574 m³

Oil waste: 4 tons

WASTE
Demolition timber: 24 tons
Asphalt, concrete m m: 219 tons
Unsorted waste:   92 tons
Combustible waste: 12 tons
Mixed scrap: 272 tons
Sorted plastic and paper: 5 tons



ACTIVATED CARBON
A form of the element carbon that 
is used in the flue gas purification 
process.

ALUMINUM
Chemical designation: Al
A soft light metal that is the third 
most plentiful element in the 
Earth’s crust.

BICARBONATE
Chemical compound of sodium, 
hydrogen, carbon and oxygen. 
Used to neutralize elements with 
low pH in the flue gas purification 
process.

DIOXINS
Umbrella term for very environ-
mentally hazardous, organic 
compounds that can be formed 
during incineration processes 
upon the simultaneous presence 
of chlorine/chlorides, oxygen  
and hydrocarbon.

IRON
Chemical designation: Fe
Metallic element. Depending  
on the alloy type, iron can be 
 considered as a compound or  
as a desirable alloying element  
for strengthening specific 
 properties for aluminum. 

POTASSIUM CHLORIDE
Chemical designation: KCl
Chemical compound. Usually 
used with other salts such as 
 sodium chloride. It has two 
 functions during smelting. It pro-
tects the aluminum melt from 
oxidation, which means that the 
valuable metal is kept intact. In 
the next step, it helps to separate 
the slag from the aluminum melt. 

SILICON
Chemical designation: Si
Element. The most common 
 alloying element in aluminum 
 alloys for cast goods. Added  
to strengthen specific 
 characteristics.

CHLORINE GAS
Chemical designation: Cl2
Gaseous element. Used in the 
process for purifying liquid alumi-
num from oxides and hydrogen. 

HYDROGEN CHLORIDE
Chemical designation: HCl
Chemical compound that occurs 
in gaseous form as well as 
 dissolved in water. The form 
 dissolved in water is called 
 hydrochloric acid. 

CARBON DIOXIDE
Chemical designation: CO2

Gaseous chemical compound. 
Formed upon incineration of car-
bons, such as oil, LPG and diesel. 

HYDROCARBON 
Chemical designation: CHx
Hydrocarbon is an umbrella term 
for chemical compounds of carbon 
and hydrogen. Formed upon break
down of organic substances in 
oxygenpoor environments. 

COPPER
Chemical designation: Cu
Metallic element.  
Added as alloying element to 
strengthen specific characteristics 
of aluminum alloys. 

NITRIC OXIDES
Chemical designation: NOx
Nitric oxides is an umbrella term 
for the oxides of nitrogen that 
 occur upon incineration at high 
temperatures. Formed upon,  
for example, incineration of oil, 
diesel and LPG.

NITROGEN GAS
Chemical designation: N2

Gaseous element that occurs 
naturally in air. Used in the 
 process for purifying liquid 
 aluminum.

MAGNESIUM
Chemical designation: Mg
Metallic element.  
Added as alloying element  
to strengthen specific charac
teristics of aluminum alloys. 

MANGANESE
Chemical designation: Mn
Metallic element.  
Added as alloying element  
to strengthen specific charac
teristics of aluminum alloys. 

SODIUM
Chemical designation: Na
Metallic element.  
Added as alloying element  
to strengthen specific charac
teristics of aluminum alloys. 

SODIUM HYDROXIDE
Chemical designation: NaOH
Strongly corrosive base, most 
 often known as lye. Used to 
 neutralize any chlorine gas  
in the chlorine gas container.

SODIUM CHLORIDE
Chemical designation: NaCl
Known as common salt. Usually 
used with other salts such as 
 potassium chloride. It has two 
functions during smelting. It 
 protects the aluminum melt  
from oxidation, which means  
that the valuable metal is kept 
 intact. In the next step, it helps  
to separate the slag from the 
 aluminum melt. 

STRONTIUM
Chemical designation: Sr
Metallic element.  
Added as alloying element to 
strengthen specific characteris-
tics of aluminum alloys. 

SULFUR DIOXIDE
Chemical designation: SO2

Gaseous chemical compound 
that, for example, is formed upon 
incineration of sulfurous oil.

OXYGEN
Chemical designation: O2

Gaseous element that occurs 
naturally in air. 

TITANIUM
Chemical designation: Ti
Metallic element.  
Added as alloying element to 
strengthen specific characteris-
tics of aluminum. 

HYDROGEN FLUORIDE
Chemical designation: HF
Chemical compound of hydrogen 
and fluoride  

HYDROGEN CHLORIDE
Chemical designation: HCl
Chemical compound of hydrogen 
and chloride.   

ZINC
Chemical designation: Zn
Metallic element.  
Added as alloying element to 
strengthen specific characteris-
tics of aluminum. 

OTHER DEFINITIONS

LANDFILL
Location for permanent storage 
of waste.

DESTRUCTION
Neutralization of environmentally 
hazardous substances, such as 
paint waste and emulsions used 
in cutting processes.

EMULSIONS
Fine liquid droplets mixed in 
 another liquid.

FILTER PARTICLES
Particles captured by textile 
 barrier filters.

ALLOYED ALUMINUM
Alloy of aluminum and one or 
more elements, dissolved in the 
aluminum melt to strengthen 
properties of aluminum alloys.

ALLOYING METALS/ 
ALLOYING ELEMENTS
Metals that are dissolved in the 
aluminum melt to strengthen 
characteristics of aluminum 
 alloys.

ENVIRONMENTAL POLICY
A written explanation of how the 
company shall address environ-
mental matters and how these 
will be integrated into the compa-
ny’s environmental management.

ENVIRONMENTAL AUDIT
An audit of the company’s opera-
tions from an environmental 
 perspective, encompassing emis-
sions, resource consumption, etc.

OXIDATION
A reaction between a metallic 
 element and oxygen during for-
mation of corresponding metal 
oxide.

OXY-FUEL BURNER
Burner in which the fuel is 
 incinerated with pure oxygen.

PRIMARY ALUMINUM
Aluminum that is produced 
through electrolysis of aluminum 
oxide.

RADIOACTIVITY CHECK
Check for possible occurrence  
of radioactive radiation in material 
deliveries.

REFINING
Used for purifying liquid 
 aluminum.

SLAG
A byproduct from the smelting 
furnaces, primarily consisting  
of aluminum oxide, sodium and 
potassium chlorides.

TEXTILE BARRIER FILTER
Device that separates particles 
from flue gases using filters made 
of textile material.

RECYCLING
Used material that is collected to 
become new raw materials and 
new products.

* Certain explanations in the 
glossary are adapted to, and  
only apply for, these types  
of operations.

ELEMENTS AND CHEMICAL COMPOUNDS

GLOSSARY*

OUR OPERATIVE GOALS  
– WORKING ENVIRONMENT AND SAFETY

Management monitors KPIs on a monthly basis 
 regarding absences due to illness, accident and  
incident reporting, and safety walks.

Everyone on our teams must take at least two safety 
walks each year.We conduct these in groups to enable 
productive discussions on safety that lead to potential 
improvements. 

IMPROVEMENT INITIATIVES

Stena Aluminium works with continuous improvements 
to the working environment in accordance with the 
occupational health and safety certification OHSAS 
18001:2007. Improvement activities are established 
each year and new goals concerning future fiscal years 
are created based on the program.

The Stena Metall Group began work in 2009/2010 with changing the safety 
 culture within the group to reduce the number of workplace accidents. An 
 important part of working with safety is establishing a culture to increase risk 
awareness and engagement in safety matters.

Stena Aluminium’s management actively investigates incidents to prevent future 
accidents. We encourage all of our employees to report deviations from normal 
routines and to suggest improvements as an aspect of our daily proactive efforts 
to improve the working environment.

FOCUS AREAS, 2016/2017

•  We strive to maintain an attractive and safe 
 workplace, and together we are creating a Stena 
Aluminium free from accidents.

•  Stena Aluminium sees safety as a natural aspect  
of our leadership and employeeship.

•  Further development of our training activities  
to create the right prerequisites.

•  Increased communication between safety groups, 
safety committees and management.

STENA’S PRINCIPLES REGARDING SAFETY

• All accidents and work injuries can be prevented.

•  All accidents and incidents shall be reported and 
addressed so that they do not reoccur.

•  As a Stena employee or subcontractor, I always serve 
as a good example.

• Safety is a natural aspect of our business practices.

• Safety is good for business.

WORKING ENVIRONMENT  
AND SAFETY

TOTAL

WORK INJURY WITH ABSENCE

WORK INJURY WITHOUT ABSENCE

INCIDENTS

Work injuries and incidents

2322
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You’ll be recycling this 
brochure once you’re 
finished with it, right?  
Each ton of recycled 
paper saves 14 trees.

Stena Aluminium AB
Gotthards gata 5
SE-343 21 Älmhult, Sweden
Telephone +46 10 445 9500
Fax +46 476 124 04
info@stenaaluminium.com
www.stenaaluminium.com


