
Monday Memo 1 

Special Edition 
The Year in Review and the Year Ahead. Volume 3, Issue 1 January 12, 2010 

  

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

C O N T R I B U T O R S  I N  T H I S  I S S U E  

 

 

Matt Powell, Vice President 

Dave Whitmore, Manufacturing Manager 

Erich Squire, Human Resources 

Kip Price, Sales 

Gordon Hopper, Ravenswood 

Skúli Skúlason, Human Resources,  Norðurál-Helguvik 

Bill Morgan, Technical 

 

 

From the Desk of Matt Powell 

This past year was an extremely challenging one for the 
aluminum industry in general and for us at Century in 
particular.  I am extremely proud of the hard work, 
dedication, and unwavering commitment to excellence that 
you all have shown throughout the year.  2009 was a 
benchmark year for almost all of the Key Performance 
Indicators at the Hawesville plant.  Congratulations! This 
brings to a conclusion the reflection process for 2009, and 
we are moving on into 2010.   
 
ά¢ƘŜ ŦƛǊǎǘ ǎǘŜǇ ƛƴ ƎŜǘǘƛƴƎ ǎƻƳŜǿƘŜǊŜ ƛǎ ǘƻ ŘŜŎƛŘŜ ǘƘŀǘ ȅƻǳ 
ŀǊŜ ƴƻ ƭƻƴƎŜǊ ƎƻƛƴƎ ǘƻ ǎǘŀȅ ǿƘŜǊŜ ȅƻǳ ŎǳǊǊŜƴǘƭȅ ŀǊŜΦέ   
 
Many times when I walk through the plant, I hear about 
how things used to be at Hawesville ς ǘƘŜ ǎƻ ŎŀƭƭŜŘ άƎƻƻŘ 
ƻƭŘ ŘŀȅǎΦέ  A couple of things are certain: 

 In this business we choose to work in, if you are not 
changing, you are dying; and 

 ¢ƘŜ ƎƻƻŘ ƻƭŘ Řŀȅǎ ǿŜǊŜƴΩǘ ŀƭǿŀȅǎ ŀǎ ƎƻƻŘ ŀǎ ǘƘŜȅ 
seemed to be. 
 

The organizations that have continued to cling to the past 
and resist change have become uncompetitive and 
obsolete.  Many things have changed in this organization 
over the years, especially over the past six years. It is this 
level and management of change, combined with our 
record-setting performance, which has allowed this 
organization to live on while others have fallen by the side 
of the road.  Make no mistakeτother plants have curtailed 
or completely shut down, and more will likely follow.  Our 
challenge is to remain in the group that continues to 
operate. 

2010 will be an extremely important and pivotal year for 
this organization.  Although metal prices have stabilized to a 
certain degree, LME stocks remain very high at > 4.6mm 
tonnes.  This will be the first full year under the new energy 
contract with BREC. The current Labor contract will 
conclude, and a new contract will be negotiated. There are 
many other seen and unforeseen challenges to be met.   
 
I promise you that the management team has a strategic 
plan for 2010 and beyond.  We have a very specific tactical 
plan for managing change and optimizing performance in 
2010.  What we need from all of the employees in the 
organization is to freely and willingly give of their best at 
every opportunity.  Just as in is in athletics, we never want 
the contest to end having said that I could have done more 
to help us win.  As I have said in the past, there are no 
mulligans or do overs.  We only get one shot at this, and I 
am confident that we will make the most of our 
opportunities.   
 

From the Desk of Dave Whitmore 

We start 2010 with great momentum in Safety by finishing 
2009 with the best safety performance in Hawesville 
history.  I want to formally congratulate everyone on that 
achievement!  That said, we still had 15 OSHA Recordable 
accidents during the year and 80 first aid incidents.  Our 
business plan for 2010 is to achieve <2.0 TCIR (13 
recordable accidents).  That is our plan, but the goal is to 
reach ZERO accidents in our facility.  To continue the path to 
injury free, we must improve on the processes already in 
place and develop new cultures to take our safety 
awareness to every level in the organization. 
 
Active Safety Leadership (ASL) is a process everyone will 
start to see in the Plant over the next several weeks.  ASL is 
in pilot / design phase now with plans to be fully developed 
by the end of January and implemented in February.  ASL is 
neither complicated nor fancy; a simple description would 
ōŜΥ  ΨŜƳǇƭƻȅŜŜǎ ƻƴ ǘƘŜ ŦƭƻƻǊ ƻōǎŜǊǾƛƴƎ Ƙƻǿ ǿŜ ŀǊŜ ŘƻƛƴƎ 
our work and immediately making corrections and 
ƛƳǇǊƻǾŜƳŜƴǘǎΦΩ   ¢ƻ ǎǳǇǇƻǊǘ ǘƘƛǎ ǇǊƻŎŜǎǎΣ ǿŜ ǿƛƭƭ ǳǎŜ ǎŀŦŜǘȅ 
tools already in place such as TRACK, IFIs, safety contacts, 
SSOPs, etc.  Again, ASL is not complicated and in truth is 
nothing newτit is simply a commitment to the well-being 

of all employees to spend time everyday 100% dedicated to 
Safety. 
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METALS MARKET 

Second Half of 2009:  A Look Back 

Commodities such as aluminum benefited from 
technical trading and the recovery of the Chinese 
Economy.  

On the technical subject, investors are able to benefit from 
the future valuation of aluminum. This happens as the 
forward price is sufficiently higher than the present price 
(known as cash settlement) which allows the investor to 
buy aluminum and then hold it for sale at the future price. 
This increase in value is substantially more than the current 
interest rates, thereby offering a nice profit.  Seventy five 
percent of the LME inventories are reserved in this 
technical trading.  Aluminum also benefited as it acts as a 
hedge against the failing US Dollar. Commodities that are 
traded globally in dollars act as hedging instruments.  
Aluminum prices will increase as the dollar fails due to the 
value being seated globally.    

                
On the fundamental side, globally China emerged from the 
recession in the second half as did most of Europe.  China 
pulled scrap and other feed stocks into the country (as well 
as restarted capacity) as their economy recovered due in 
large measure to a stimulus plan that worked. Europe 
recovered toward the end of the third quarter.  In the U.S.,  
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

the recovery is lagging and therefore the domestic demand 
remains depressed. The second half saw more failures of 
companies that are tied to construction and automotive. 
The rod and cable business weakened further (this sector 
normally lags six to eight months).  The aerospace and 
automotive demand was flat, and the sheet mills saw an 
uptick in demand.  It is clear that the fundamentals will not 
improve until the U.S. economy recovers. 

Century Stock Price 
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UNITED WAY CAMPAIGN 2010 

Way to Go, Hawesville! 
The final tally was even higher than reported in the last 
issue of the Monday Memo.  Hawesville employees turned 
in pledge contribution forms up to the last minute and this 
year pledged $28,554.04.  With the Company Match, the 
grand total is $43,719.57 for our local communities and our 
best year ever.   
 

WELLNESS COMES TO CENTURY 

Century Select Medical Program 
5ǳǊƛƴƎ ǘƘƛǎ ȅŜŀǊΩǎ /ŜƴǘǳǊȅ {ŜƭŜŎǘ hǇŜƴ 9ƴǊƻƭƭƳŜƴǘΣ eligible 
non-bargained employees in Kentucky, West Virginia, 
Monterey, and Iceland were given the opportunity to enroll 
in the Medical Program with Wellness and save $600 on 
ǘƘŜƛǊ ŀƴƴǳŀƭ ƳŜŘƛŎŀƭ ŎƻƴǘǊƛōǳǘƛƻƴǎΦ  ²ŜΩǊŜ ƘŀǇǇȅ ǘƻ ǊŜǇƻǊǘ 
that the large majority did just that and committed to 
taking care of their health by obtaining preventative care 
and blood screens and working with their doctor to develop 
a personal health plan.  This was an important first step in 
the process, and now the second step begins. 

Well.  Well.  Well. 
Your multi-disciplinary Wellness Committee has been 
working to develop the Century Benefit Wellness Activities 
Program.  Wellness Coordinators have volunteered to 
represent the wellness effort throughout Century and will 
be your resource for the Century Benefit Program.  
Wellness Activities Cards will be distributed by the end of 
January to all participants so you can track your wellness 
points throughout the year.  The Self-Care Seminar will be 
held in February, and the Quarterly Challenge will be held in 
March.  Stay tuned for more information coming soon as 
Century brings wellness to work. 
 

RAVENSWOOD SMELTER  

A Look Back at Last Yearôs Activities 
Since Feb 2009, through some difficult and trying times, the 
few remaining employees at Ravenswood have done an 
exceptional job of maintaining their facility and 
infrastructure for restart.  With very limited recourses, the 
employees used their many years of experience to install 
temporary conveyors to empty the coke silos in order for 
the raw material to be utilized at Hawesville.  Also through 
their ingenuity, they were able to modify existing material 
handling equipment to empty two 3,000 ton virgin ore silos 
in order to sell the material. With no major air compressors 
running, the crew had to modify existing dry fire 
suppression sprinkler systems by isolating various plant 
compressed air systems and connecting small portable 

compressors to the systems. The absence of heat in 90 % of 
the facility created a tremendous amount of work.  All 
water systems had to be turned off and drained to prevent 
them from freezing.  Systems that had to remain wet had to 
be heat taped and insulated. The list is endless and never-
ending, from rotating major equipment, completing PMs on 
critical systems, dismantling the Carbon lab for shipment to 
Hawesville, and shipping of brick and other raw materials. 
At the same time, the crew managed to clean up the facility 
and maintain the yards and grounds throughout the 
summer months. 
 
In addition to the physical systems that are being 
maintained with future restart in mind, all environmental 
systems and permits are still in place and active.  These 
systems will require simple communication with the 
appropriate agencies to reactivate and resume production.   
 
As aluminum prices continue to rise and a restart at 
Ravenswood gets closer to possibility, the employees 
remain optimistic and dedicated to maintaining their facility 
in the hope of one day producing aluminum again. 
 

NORÐURÁL ð HELGUVIK 

Project Update  
Due to the dramatic change in the global economy, the 
execution strategy of the project was modified to adjust to 
the credit freeze and try to capture opportunities that have 
arisen in the global marketplace, such as falling commodity 
prices, strengthening of the USD, and cancellation or 
termination of other projects in the world.  As a result, the 
project was changed from a three-phased approach 
(180,000 mtpy plus two 90,000 mtpy phases) to four 90,000 
mtpy ton phases.  The total capacity of the project remains 
at 360,000 mtpy. 
 
To facilitate the new strategy, the project was transitioned 
at the end of 2008 to an Interim Period status, terminating 
the EPCM relationship with the H3JV and focusing all 
engineering, procurement, and construction management 
activities in Iceland.  An early requisite action of the new 
strategy was to place all existing contracts (ABB, ALESA, 
ALSTOM, Aluminium Pechiney, AREVA, and Colt) on 
suspension.  The local construction contract was also placed 
under a strict spending cap, based on shifting the first hot 
metal date back.  During the year, the potential first hot 
metal date has been moved back a few times and is now 
foreseen at the end of Q1 in 2012. 
 
The project continued throughout 2009 at a reduced rate.  
Approximately 70 to 100 personnel were active on the 
project during each month, half of which were working at 
the construction site. The balance of the resources were 

   (continued on page 4) 
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(Helguvik Project Update, continued from page 3) 

involved in engineering, procurement, project controls, and 
the completion of the revised feasibility study.  In 
September, a revised feasibility study was completed and 
issued, incorporating the four-phased project scope and 
revised pricing. 
 
Construction on the potroom buildings continued during 
the year under the spending cap.  All of the Phase 1A 
potroom building floor slab and column footer foundations 
were poured, and precast columns were all installed.  
Twenty-five bays of structural steel bays on the west 
potroom building have been erected.  
 
Safety results for the project were very good for the year. A 
weekly HSE audit of the project site by the Project Director, 
members of the IPT, and contractors site safety officers are 
performed to augment the routine job task observations 
conducted by the Norðurál and contractor safety teams.  
 
Nov. 2009:  The picture below was taken by Norðurál staff 
and shows that more steel has been set up for the potroom 
buildings. The rectifier area is on the left side. 
 

 
 
 
 
 
 
 
 
 
 
 
 
 

Safety Update, HSE 2009 
During the beginning of the project, the HSE main goal has 
been ZERO accidents. So far, there have not been any lost 
time accidents and only minor first aid and medical 
treatment incidents. The good results for 2009 are based on 
a proactive approach toward safety compliance on-site. 
Daily observations, employee education, and participation 
in hazard analysis are the key factors to an accident-free 
workplace. The chart to the right identifies the HSE incident 
statistics for 2009. The total contractor property damage 
was less than $20,000.  

 
 
 
 
 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
Sept. 2009:  The picture above was taken by air for the 
Harbor.  It shows both the harbor construction on the left 
side of the picture and the smelter above; the town of 
Gardur is on the far side and the local golf course between.  
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(continued on page 5) 
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(Helguvik Safety Update, continued from page 4) 

 
Daily Job Task Observations are conducted by Norðurál 
HSE, the contractor HSE personnel, and the supervisors.  A 
total of 502 observations were conducted in 2009 which 
constituted the observation of 2,347 workers performing 
8,697 different tasks.  Only 70 noncompliance issues were 
identified, the majority involving PPE, which is 99% total 
compliance for the year.  Norðurál HSE and Management 
conducted weekly site-inspection tours to emphasize the 
importance of good safety behavior.  A total of 38 HSE 
Norðurál / Contractors joint meetings were held on-site in 
2009 in addition to monthly HSE Executive committee 
meetings where a representative from the contractors and 
Icelandic AOSH are amongst members. 
 
All contractors are required to attend a safety orientation 
before working on-site and provide a Job Hazard Analysis 
for the task to be performed before starting work. 
Contractors are also conducting daily safety meetings 
before start of work.  In 2009, the Norðurál HSE division  
 

 

KEY PERFORMANCE INDICATORS 

Key Performance Indicators are measures that provide 
opportunities for improving performance, and these 
measures are a function of the value-adding behaviors of  
employees.  Your actions each day can significantly impact 
these measures and therefore the financial security of the 
plants. 

 

 
 
 
 
 
 
 

provided orientation to more than 680 workers, visitors, 
and delivery drivers.  The goal of zero accidents continues, 
and the constant positive approach toward an accident-free 
workplace is shared by everyone working on-site. 
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The following Key Peformance Indicators are the primary 
metrics tracked by Century for purposes of measuring plant 
performance.   We want to make sure employees are not 
only familiar with these metrics by name, but also 
understand the concepts.  Below are 2009 side-by-side 
comparisons of Kentucky (KY) and Grundartangi (IS). 

 

 

 

 

 

 

TCIR (Total Case Incident Rate):  This is a calculated number used to compare the safety performance at Century with the 
ǎŀŦŜǘȅ ǇŜǊŦƻǊƳŀƴŎŜ ƻŦ ǘƘŜ ŀƭǳƳƛƴǳƳ ƛƴŘǳǎǘǊȅ ŀǎ ŀ ǿƘƻƭŜΦ Lǘ ƛǎ ŎƻƴǎƛŘŜǊŜŘ ƻƴŜ ƻŦ ǘƘŜ άƭŀƎƎƛƴƎ ƛƴŘƛŎŀǘƻǊǎέ ƻǊ ƳŜŀǎǳǊŜƳŜƴǘǎ ƻŦ 
safety AFTER an incident occurrence.  It accounts for ALL OSHA recordable cases. 
 

Although our performance is much better than the industry average, we still must work hard to reduce the number of injuries 

that occur. One injury is too many. 
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Metal Purityτ% Al:  When the smelting process is complete, this is a measure of what percent is aluminum versus other 
impurities and trace metals such as iron or silicon.  Purity is important because a significantly high-purity percentage may 
be required for the industrial application in which the metal we produce will be used (for example, the aerospace 
industry.)  But if our aluminum is being used for a soda pop can, purity is not as important. 
 
The purity of our metal is a big source of pride and price at Hawesville, where we became ISO-certified in 2009.  We can 
charge extra for our pure aluminum because we have customers who need it.  
 

DLH/Ton (Direct Labor Hours per Ton):  This is a measure of the amount of labor required to make a ton of aluminum each 
month.  This number addresses how efficient we were from a perspective of labor and how effective we were in reducing 
the amount of overtime needed to get the job done right the first time. 
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Net Carbon:  Net carbon is one of the main indicators of carbon performance in an aluminum smelter. Net carbon is a 
measure of how much carbon is consumed in the production of a pound of aluminum. Using the Hall-Héroult process 1 
pound of carbon must be consumed in order to make 3 pounds of aluminum (a net carbon of .333). However, primarily due 
to air and CO2 burn, much more is consumed. Many things that we Řƻ ŜǾŜǊȅ Řŀȅ ŀŦŦŜŎǘ ƻǳǊ ŎŀǊōƻƴ ǳǎŀƎŜΦ  ²ƘŜǘƘŜǊ ƛǘΩǎ 
maintaining proper cover of the anodes in the Potlines, cleaning spent anodes well in Rodding, assuring proper baking in 
ǘƘŜ CǳǊƴŀŎŜǎΣ ƻǊ ƻǇǘƛƳƛȊƛƴƎ ǘƘŜ ŀƴƻŘŜΩǎ ƛƴƛǘƛŀƭ ǇǊƻŘǳŎǘƛƻƴ ƛƴ ǘƘŜ DǊŜŜƴ aƛƭƭΣ ŀ ƭƻǿ ƴŜǘ ŎŀǊōƻƴ ƛǎ ǘƘŜ ǊŜǎǳƭǘ ƻŦ Ƴŀƴȅ ǇŜƻǇƭŜΩǎ 
efforts.   

Current Efficiency:  Current Efficiency is measure of how much aluminum is actually produced from a given amperage 
divided by how much COULD have been produced from the same amperage (times 100 to make it a percent).  We know 
the theoretical amount of aluminum that can be produced from a given amperage from chemistry.  So we can have a 
current efficiency for a single pot, a group of pots, or all of them.  It can be for a single day, a month, a year, etc.  For 
Hawesville, where our tapping frequency is every 24 hours:   

CE = (Lbs produced per pot) / (17.755*Amps(kA))*100 
 

Increasing current efficiency is very important to our cost reduction and necessary for our continued survival.  Every extra 
pound of aluminum produced by improving current efficiency has only the cost of alumina in it.  We have already paid for 
the power, anode carbon, labor, and other fixed costs.  While normal costs to produce a pound of aluminum are ~$1980 
per metric ton, a pound of aluminum produced by improving current efficiency costs closer to $660 per metric ton. 
 
                              (continued on page 8) 
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(Current Efficiency, continued from page 7) 

 
 
 

 
 
 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 
 
 
 
 
 
 
 
 
 
 
 

 

 

 

 

 

 

 

 

 

 

 

DCkWH/pound:  This a direct measure of the number of kilowatt hours used per pound of metal produced.  We combine 
5/ƪǿIκƭō ŀƴŘ /ǳǊǊŜƴǘ 9ŦŦƛŎƛŜƴŎȅ ƛƴ ƻǊŘŜǊ ǘƻ ŘŜǘŜǊƳƛƴŜ ǘƘŜ ŀƳƻǳƴǘ ƻŦ ŜƭŜŎǘǊƛŎƛǘȅ ǿŜΩǊŜ ǳǎƛƴƎ ǘƻ ǇǊƻŘǳŎŜ ŀƭǳƳƛƴǳƳΦ  ¢ƘŜ 
lower the number the better for DCkwH; the higher the number the better for Current Efficiency. 
 
 

To understand current efficiency it is first necessary to know how aluminum is made in the Hall-Heroult process.  The 
balanced chemical reaction is: 
 2 Al2O3 + 3 C  + 12 electrons  Ą        3 CO2 + 4 Al 
 
Alumina is dissolved in molten bath in the presence of a carbon anode and forms carbon dioxide and molten Aluminum 
metal.  The process also requires DC electricity which is delivered to the bath by the carbon anodes.  The area underneath 
ǘƘŜ ŎŀǊōƻƴ ŀƴƻŘŜǎ ǎŜǘǎ ǘƘŜ ŜŦŦŜŎǘƛǾŜ ǎƛȊŜ ƻŦ ǘƘŜ ǊŜŘǳŎǘƛƻƴ ŎŜƭƭ ōŜŎŀǳǎŜ ǘƘŀǘΩs the area where current is available for the 
reaction. 
 
¦ƴƭƛƪŜ ǎƻƳŜ ƻǘƘŜǊ ŎƘŜƳƛŎŀƭ ǇǊƻŎŜǎǎŜǎ ǿƘŜǊŜ ǘƘŜ άǇǊƻŘǳŎǘέ ƛǎ ƳŀŘŜΣ ōǳǘ ǳƴǳǎŜŘ ǊŜŀŎǘŀƴǘǎ ǊŜǎǳƭǘ ƛƴ ƭŜǎǎ ǘƘŀƴ млл҈ ȅƛŜƭŘΣ 
Hall-Heroult production of aluminum generally occurs at 100% current efficiency.  The exceptions to this rule are direct 
electrical shorts between the anode and metal pad and the presence of parasitic elements such as Phosphorus in the bath.  
The maximum sustained current efficiency in the Hall process is approximately 97%.  So what happens to the rest of the 
aluminum?  Some of the aluminum that was already made is dissolved into the bath where it reacts with carbon dioxide to 
form carbon monoxide and aluminaτǘƘƛǎ ƛǎ ŎŀƭƭŜŘ ǘƘŜ άōŀŎƪ ǊŜŀŎǘƛƻƴΦέ  ¢ƘŜǊŜ ŀǊŜ ǘǿƻ Ƴŀƛƴ ǘƘƛƴƎǎ ǘƘŀǘ ŀŦŦŜŎǘ ǘƘe degree to 
which this happens:   1) the closeness of the anode to the metal pad, and 2) the degree to which aluminum metal can 
dissolve in the bath.   
 


