NEW ERA
OF ENERGY
EFFICIENCY

There has been a major power shift at
Knauf Insulation’s plants. Now every single
employee has the ability to save energy.

U

pgrading machinery and
investing in new technologies
can reap huge benefits and over
the years we’ve seen great results from
these investments. But there comes
a time when making further energy
reductions takes something more,
something as simple as how a person
operates a machine. And to change
this, you need to inspire change
in behaviour.
“The fuel efficiency of a car varies greatly
according to the way you drive it – small
changes in driving behaviour can make
a major difference to consumption,” says

Robert Agnič, Knauf Insulation’s Plant
Support & Process Development Manager
for Rock Mineral Wool in Europe. “It’s

the same with energy use at our plants.
Through detailed analysis we’ve been able
to understand the changes that will make
our process run more efficiently. We’re
driving the same car but in a way that uses
less fuel.”
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This approach to energy management led to
impressive efficie y successes throughout
2014, particularly for our Rock Mineral
Wool plants. Robert expects to see even
more significant impr vements in 2015.

“Each plant is now trying to be the most
efficient and there is a lot of light-hearted
competition.”
“Reducing energy is easy, the most
difficult part is to change people’s
behaviour,” says Denis Bremer, Knauf

Insulation’s Process & Quality manager at
St Egidien, Germany. “However, the more

our plant colleagues see the benefits
of change, the more they trust the
new process.”

R

egarding energy in our other
technologies; benchmarking has been
carried out across the plants and
we have begun extensive Process Quality
meetings to examine how we can make all
processes more efficient. eople at all levels
are involved and these ideas have evolved
into efficient solutio . At our Glass Mineral
Wool plant in Krupka, Czech Republic,
intelligent software has been introduced to
check energy consumption and production is
now monitored by sensors that are controlled
by operators (see ‘Spotlight on Krupka’ on
page 55).

SPOTLIGHT
ON KRUPKA
Changing behaviour based on reliable data has seen significant energy
savings at the Czech Republic plant. And the biggest contributing factor of all?
The operators themselves.

“ Operators are key to
save energy. They can
make a difference the
minute a situation
occurs. ”
Jan Brázda,
Krupka Plant Manager

What happened at Krupka?

How is that achieved?

The fir t step was the installation of smart
technological solutions that could measure
daily energy use and show operators if they were
within the set operating range of an historic
best energy usage known as the Energy Target.
The energy management system user interface
flags up e ceptional usage over the target set
for any single material manufactured at the
Krupka line.

Through conversation and data analysis it is
easy to see where there were challenges that
caused extra energy use, who was on shift at the
time and what action was taken to improve that
situation. Behaviour lessons learned from the
more efficient shift can be shared with thers,
and behavioural patterns learned from those
that are not as efficient can also be unde tood
and changed.

What has changed?

And there is no sense of ‘division’ as a result
of showing one shift is more efficient than
another?

Today, through the system, operators are
immediately aware of their impact on energy
use. Now if I ask an operator why there was
a surge they can explain to me exactly what
happened in minute technical detail. In the past
that did not happen. This is the added value
of the energy management system. Operators
know why, how much and how to control.

The system also monitors behaviour?

However, as with our Rock Mineral Wool
bases, improvements continue to be rolled
out across our Glass Mineral Wool Plants.

“We have held energy awareness
workshops across all the plants to focus
on behaviour and carried out energy
tours,” says Berin Onur, Knauf Insulation’s
Group Energy Manager. “Talking to people
directly is the best way to collect ideas.
Operators have a wealth of experience
that they want to share and their input
is essential when it comes to cutting
energy use.”

Ideas have included modification
to equipment to be more efficien
installing automatic on/off witches;
moving operators around to share best
practice and using machines at their most
efficient temperatur .

“For example, one of our colleagues came
up with the idea to stop an electrical
motor he was not using for a period of a
few hours,” says Frank Schumann, Shift

Assistant at St Egidien, Germany.

Keeping energy efficie y at the forefront
of everyone’s mind is an on-going process,
says Berin. “Plant workers themselves

are looking at ways that processes can
be improved and we are putting in place
targets so that we can see progress and
they can see the extent of their input.”

“ I came to the engineer and
said, ‘I have an idea, let’s
switch off this motor while
it’s not working’. That idea
will now add up to significant
savings over a year.”
Frank Schumann,
Shift Assistant at St Egidien, Germany

Absolutely. Not only behaviour, but individual
team performance as well. There are four
shifts of 14 people each at Krupka led by shift
crew leaders. The energy management system
revealed that one was out-performing the rest.
The ‘best practice’ shift showed a significan
difference in energy performance indicator
than the average use taken from the other three.
Imagine the difference in energy savings if all the
shifts were up to the best team performance.

Why are the shifts so different?
There are a variety of factors; the operators
might be more pro-active if there is a problem,
they might be able to sort issues out themselves
and they might ask for help faster than others.
Some might stick to identified be t operating
practice and some believe their setting is the
best one. Some are more creative, experienced
and have worked out effecti e routines and
tools. The challenge is that these best behaviours
and healthy routines are ‘hidden’ in one shift
and need to be shared and standardised across
all teams to make process stable, predictable and
energy efficien

No. There are incentives for the entire plant that
are based on efficient energy use. If one shi
does well everyone benefit . When every shift
makes significant progress due to implementin
the best energy management routine of the
“best in class” shift, there is the prospect of a
celebratory dinner. Fun for everyone is driving
our continuous improvement culture… but
what is driving change is healthy competition
between shifts, partnership and our motto:

“It’s time to save energy.”

What is the biggest learning to be taken
away from this?
Operators are key. By the time management
learns of a surge in energy use, that energy has
already gone. Operators can make a differenc
the minute a situation occurs. The leadership
or management roles are to provide education,
awareness and tools. Energy matters, it is a
major part of our manufactuing cost, therefore
motivation and recognition for achievements
are key.

OUR 2014 ENERGY
AWARD CHAMPIONS
THE ENERGY
AWARDS IN
A FEW WORDS
Our energy awards recognise those
plants that have demonstrated
outstanding performance during
the year.
The awards are also designed to
share good practice and provide all
our energy managers with fresh ideas
and inspiration. They also add a level of
friendly competition between plants.
Škofja Loka won in 2 14 because
the plant did not have an energy
management system in place but
within 12 months they had developed
a system that continues to run highly
efficiently to y.
Queensferry was the other winner that
year. The energy manager demonstrated
great enthusiasm in implementing
energy saving measures at every level
– particularly in communicating our
energy awareness programme.

QUEENSFERRY,
UK
VERY GOOD
ON ENERGY
PERFORMANCE

PROCESS AND ENERGY
MANAGER CRAIG DAVIES
DISCUSSES HOW FEEDBACK,
INVOLVEMENT AND
WORKING TOGETHER CAN
MAKE A DIFFERENCE.
WHAT FACTORS CONTRIBUTED
TO YOUR SUCCESS?
In 2014 we conducted training for all site
employees in small groups. I shared energy
consumption and cost information; we
discussed previous improvements and had
an open conversation about new ideas and
areas of energy waste. Queensferry has a
very experienced work force and the training
generated dozens of ideas all of which were
recorded and assessed with actions and
progress published on the plant notice board.

TO WHAT EXTENT WAS
FEEDBACK IMPORTANT?
It was vital to the teams because they
felt involved in improvements and could
understand the challenges we faced.
Actions included isolating idle machinery
and replacing old inefficient lighting, b
the main change was to ensure energy use
was on everyone’s mind – from switching
off a light to o timising a fan speed or
temperature setting.

HOW WILL YOU MAINTAIN
YOUR SUCCESS?
We conduct monthly plant tours during
down shifts to check key equipment is
turned off – the tour also includes offi
– and a scoring system is used to chart
improvements. Communicating the results
keeps everyone informed and motivated.
We also use an energy system that generates
huge amounts of process data. With this I can
identify areas of significant energy use an
take action to optimise efficie y.

ŠKOFJA LOKA,
SLOVENIA
KNAUF
INSULATION’S
MOST IMPROVED
PLANT

SYSTEM MANAGER
DEJAN GOLOB DISCUSSES
NEW TECHNOLOGY AND
HOW TO ENCOURAGE A
CULTURE OF CHANGE.
HOW WAS ENERGY EFFICIENCY
TRAINING CARRIED OUT?
These were carried out through
‘live’ presentations as well as online
‘e-learning’ that focused on energy use,
consumption, costs, potential savings,
sustainable development and energy
efficie y improvement measures with
company-wide examples.

WHAT NEW TECHNOLOGY
WAS INTRODUCED?
We implemented a system that monitors
energy use on a daily basis and compares
consumption between shifts and at
different process tages. The system allows
immediate action to be taken if necessary
and helps optimise processes to achieve the
highest product quality at lowest prices.
The importance of energy efficie y was
integrating into production, maintenance
and logistics instructions, as well as
into trainings.

WHAT CHANGES HAVE
BEEN INTRODUCED?
Each sector of the plant is checked every
month in rotation for leaks, all actions
are recorded and workers trained in leak
detection. Meanwhile, gas heaters have been
replaced with waste cupola hot water; a new
energy-efficient air compressor has be
installed and automatic on/off witches for
external lighting introduced.

WHAT BEHAVIOURS
HAVE CHANGED?
Through awareness training line operators
now switch off the parts of line that are n t in
use and drivers turn off their forklifts whe
they are not in use. We realized that autoswitch-offs could also be in talled to detect
these periods of inactivity. We’ve reached the
lowest possible temperature in the shrinkage
chambers and the installation of the energy
metering system has helped to optimise
processes and to reduce energy use. Finally,
the maintenance and servicing of heating
systems, ventilation and air-conditioning
systems has been improved.

HOW HAS PROGRESS
BEEN MAINTAINED?
Energy efficie y is integrated into regular
‘Hazard Spotting Tours’ that are designed
to improve health, safety, the environment
and now energy efficie y. Key performance
indicators are also regularly monitored.
Stickers, posters and information on bulletin
boards and in Knauf Insulation News all
continue to promote the energy efficie y
message and proposals to improve energysaving processes are encouraged through
Knauf Insulation Innovations.

Read more in our
Sustainability Report 2015

