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CEO

MESSAGE
Welcome to Issue 7 of Kinross World. 

Kinross has come a long way over the past few years. We have grown not only in size, but in the experience, strength and depth 
of our organization. By any measure, today we rank among the world’s top gold producers. 

While world gold supply is expected to increase slightly over the next few years, the longer term projection is for a decline in global 
production between now and 2015. Over that same period, Kinross expects to more than double its share of global production —
a compelling value proposition for both our employees and our investors.

With an excellent portfolio of high-quality gold properties and growth opportunities, Kinross’ potential is tremendous. We are also more 
convinced than ever that we have some of the fi nest teams of mining professionals working here than ever before. Our Projects group 
is growing steadily, we have welcomed more than 2,000 people at Tasiast and Chirano, and across the Kinross world we continue 
to see our employees driving world-class results. 

Over the past few years, The Kinross Way has also become ingrained in our culture. This has unifi ed our people under a common 
philosophy and allowed them to share in their commitment to our four core values. The Way has also provided us with a framework 
for defi ning global best practices. These practices support organic growth at our existing operations, and equip us with enhanced 
processes to support our new projects at Fruta del Norte, Lobo-Marte, Dvoinoye and Tasiast.

The Kinross Way is also relevant to how we thank, recognize and 
reward our people, and nowhere is this more evident than during 
the Living Our Values Awards (LOVA). These awards provide each 
of us with the opportunity to show our appreciation to the outstanding 
colleagues we work with every day, and recognize their contributions. 
I encourage each of you to nominate someone you know for 
a Living Our Values Award, and look forward to welcoming our 
winners and their guests to Toronto in July.

Thank you for your untiring efforts. Our people are our most important 
assets, and your contributions continue to be the foundation 
of our success.

Tye W. Burt
President & Chief Executive Offi cer
Kinross Gold Corporation

Tye Burt 
(President & CEO) 

meets with 
representatives of 

the Mauritanian 
delegation during a 
Kinross-sponsored 

PDAC event 
in Toronto

ON THE COVER: 
A gold pour at our Kupol operation in the Russian Far East
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FOCUS

ON SAFETY
From left to right: Rick Baker (Senior Vice-President, 

Environment & Project Permitting), Bill Goodhard (Vice-President, 
Health & Safety) and Tracey Jeffs (Manager, Health & Safety)

Introducing Our 10 Guiding Principles for Health & Safety

In late 2010, our Health & Safety team created Kinross’ 10 Guiding Principles for Health & Safety. These principles build upon 
our Health & Safety policy, as well as the fi ve foundational pillars of our Health & Safety Management System:

LEADERSHIP 
ACCOUNTABILITY

MAINTAINING 
A SAFE & HEALTHY 
WORKPLACE

ASSESSING 
& MANAGING RISK

ENSURING 
WORKER 
COMPETENCE

OPEN 
& TRANSPARENT 
COMMUNICATION

“Recently we updated our global Health & Safety (H&S) policy to clearly define H&S accountabilities 
across all aspects of our business including exploration, projects, operations and reclamation, and to provide 

consistent expectations for all of our sites around the world. Our new 10 Guiding Principles for Health & Safety 
were developed to help define The Kinross Way for H&S, so that our leaders and employees know what 

‘doing it right’ means. These 10 Guiding Principles will be rolled out across Kinross in the coming months, 
with the expectation that all of our people will not only become familiar with them, but will put them 

into practice every day.” 

Bill Goodhard (Vice-President, Health & Safety)

HEALTH & SAFETY MANAGEMENT SYSTEM

10 Guiding Principles for Health & Safety

We empower our people 
and engage in open 
and honest discussions 
without retribution.

We lead by example, 
clearly taking 
accountability and visibly 
putting health and 
safety fi rst.

We openly communicate 
and share our best 
practices and lessons-
learned to promote 
a no harm culture. 

We coach, mentor 
and train to continually 
improve health and safety 
behaviours in the 
workplace.

We create awareness 
and promote safe 
behaviours and healthy 
lifestyles so health and 
safety extends beyond 
the workplace. 

We proactively identify 
hazards and assess and 
manage risks. 

We design the protection 
of health and safety into 
all our new facilities.

We stay informed on 
emerging risks and best 
management practices.

We honestly assess 
our performance 
and compliance.

We celebrate 
success and reward 
exceptional health 
and safety 
performance 
and behaviours.
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4
Our team at La Coipa, who in 2010 achieved a full year without 

a Lost Time or Medical Treatment Injury
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MEASURING OUR
PERFORMANCE 
As a publicly traded company on the Toronto Stock Exchange (TSE) 
and New York Stock Exchange (NYSE), Kinross is required to report 
our business performance every quarter. These quarterly reports 
attract a signifi cant amount of attention from our stakeholders 
(including our investors and the media), and highlight key top-line 
metrics such as profi t, revenue and costs. 

Our fi nancial reports also highlight other 
important metrics that measure our performance.
Below is a summary of some of these metrics 
that show the consolidated performance of all 
of our mines and offi ces around the world. 

Adjusted Operating Cash Flow

Adjusted Operating Cash Flow represents the total amount of 
cash generated from our operations. “Adjusted” is an accounting 
reference that indicates that the fi gure does not include certain 
items that are not refl ective of the company’s underlying performance, 
such as the impact of foreign exchange gains and losses. Kinross 
believes that adjusting for items like these provides investors with 
a better picture of our cash fl ow performance.

Why it is important: 

Adjusted Operating Cash Flow is used to gauge how well Kinross 
is doing fi nancially, because companies with a healthy cash fl ow 
are able to invest back into their business to help generate more 
profi t. Cash is also essential to meeting daily company bills and 
expenditures. In 2010, Kinross’ adjusted operating cash fl ow 
reached $1 billion for the fi rst time in our history.

Capital Expenditure (CapEx)

Capital Expenditure (CapEx) refers to funds that are used
to build or upgrade a physical asset such as a property, building 
or equipment. In accounting, an expense is considered CapEx 
if it improves the useful life of an existing asset. If an expense 
is capitalized, the cost is spread over the useful life of the asset. 

Why it is important: 

Mining is a capital-intensive industry, and companies like Kinross 
need to spend a large amount of capital to build or upgrade 
their properties. Our growth project at Tasiast and the addition 
of the third ball mill at Paracatu, are examples of capital expenditures. 
Kinross expects to spend approximately $1.5 billion in CapEx in 2011.

At Tasiast

$937
$1,091

U
S

$
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O
N
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ADJUSTED OPERATING CASH FLOW: 2009 – 2010

2009 2010
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Margin Per Ounce Sold 

Margin Per Ounce Sold is the difference between the average 
price Kinross sells an ounce of gold for, and the cost of producing 
an ounce of gold.

Why it is important: 

A higher Margin Per Ounce Sold contributes to higher profi ts. 
Kinross’ margin has well outpaced the gold price, increasing 
approximately 302% between 2005 and 2010, while the average 
gold price was up approximately 168% over the same period. 
In 2010, our margin per ounce sold was $683 – the highest 
in the company’s history.  

Per Share Basis

In line with accounting standards, Kinross reports some 
metrics – like earnings and cash fl ow – on a “per share basis.” 
This means dividing the total amount (for example, net earnings 
of $771.6 million in 2010) with the number of Kinross shares 
on the market (approximately 1.1 billion shares). 

Why it is important: 

Per share basis indicates the portion of the metric allocated 
to each share. It is also an important part of how investors 
compare the performance of same-sector companies.
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$329

$436
$530

$683

$170

At our Chirano operation in Ghana

Sergey Zybin (Geologist) examines drill samples 
at our Dvoinoye project in Russia



FROM PIT TO POUR: 
EVERY STEP COUNTS
Every employee plays a critical role in the gold-making process. On the pages that follow, you can 
learn about some of the key steps that happen as gold travels from pit to pour, and hear from 
a few of the Kinross people who keep us on track along the way.

“Ensuring that our site safely meets production goals and 
stays on plan starts with getting ore out of the ground, 
and that’s our priority as dispatchers. We ensure that 

the proper number of trucks gets to the shovels in the right 
priority. Efficiency is key. The dispatch tower sometimes 

feels like an air traffic control room. The phone rings 
constantly – radio traffic is very heavy across a mine, 

and it all goes through dispatch. We have to be flexible 
and adjust to changing priorities.”  

Roger James (Assistant Mine Shifter/Dispatcher, Round Mountain)

Mining ore at La Coipa

Roger James (Assistant Mine Shifter/Dispatcher) 
in the dispatch tower at Round Mountain

5
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DID YOU KNOW?
Gold has just one less proton than mercury, but is infi nitely more valuable. Today, gold is valued 
at approximately US$1,400 per ounce, while mercury is valued at only US$0.51 per ounce.

MINING 
Our fi rst order of business is mining or extracting the ore – either from an open pit or underground. Pit schedules and haul routes are 
tightly controlled and engineered to maximize extraction and ore quality.

Ore is transported by truck to a primary crusher or direct to a heap leach pad. Crushed ore is fed by a conveyor belt to secondary and 
tertiary crushing systems, and then to a mill or heap leach pad.

Bill Phillips (Haul Truck Driver, Round Mountain)

“I’ve worked at Round Mountain for almost 23 years, 
running dozers and graders and now driving haul trucks. 
Keeping the ore moving – that’s one of the biggest roles 

out here at a mine. Everything that follows 
in the gold process depends on it.” 

Bill Phillips (Haul Truck Driver, Round Mountain)

“Truck drivers play a huge role – if we don’t get the ore out 
of the ground according to the mine plan, we won’t meet 
our ounces. We take our responsibility very seriously.” 

Shelley New (Haul Truck Driver, Round Mountain)

Shelley New (Haul Truck Driver) with Ryan Stevenson, 
a newly-recruited Haul Truck Driver at Round Mountain

SITE TOTAL TONNES OF ORE 
MINED* (000s)

UNDERGROUND/ 
OPEN PIT

Round Mountain 23,218 Open Pit
Kettle River – Buckhorn 438 Underground
Fort Knox 19,790 Open Pit
Paracatu 44,902 Open Pit
Maricunga 14,929 Open Pit
La Coipa 3,985 Open Pit
Kupol 1,331 Open Pit & Underground
Chirano 1,308 Open Pit & Underground
Tasiast 2,197 Open Pit

*As at December 31, 2010
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CRUSHING 
& GRINDING 
During the crushing and grinding process, ore is ground to a specifi c size through primary, secondary and/or tertiary crushing systems, 
depending on the grade and how it will be processed (conventional mill or heap leach).

The primary objective of this step is to crush the ore into fi ne particles in order to liberate the gold, and make it accessible to cyanide 
leaching, thus making it possible to remove the gold (or “recover” it) from the ore.

During crushing, ore is unloaded into a storage bin and blended in a ratio based on ore grade and mineralogy. The bin uses a screen to 
prevent particles that are too large from entering the crusher. Any oversize rocks that build up on the screen are stockpiled for subsequent 
breakage using a rock breaker. The crusher produces fi ner particles which empty onto a conveyor belt.

The conveyor feeds two vibrating screens: oversized material from the top deck travels to a secondary crusher, and the secondary product 
is conveyed to tertiary crushers for further fi ne crushing.

After primary crushing, the ore travels to SAG mills where it is ground down to particles smaller than 10 millimetres. Ore that is crushed 
in 3 stages is then fed to ball mills, which break the ore down to a powder usually less than 200 microns* in size.

*A micron is a metric unit of length equal to one millionth of a metre

Frederick Sam Annan (Crusher Operator, Chirano)

Bob Clough (Lead Mill Operator) and the conveyor 
at Kettle River – Buckhorn

“The crushing stage is essential because the smaller 
the size of the ore, the more efficient the milling process can 

be, and the better throughput we achieve. My team’s 
commitment to safety is motivating and encouraging – 
it’s the part of my job I like best and am most proud of. 
It drives my positive attitude on the job, and has even 

extended to outside work – to my family.”   

Percy Boadi (Control Room Operator, Chirano)

CRUSHING STAGE RESULTING SIZE 
OF ORE

Primary 20" – 6"

Secondary 6" – 2"
Tertiary 2" – ½"
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MILL 
OPERATIONS 
It takes a lot of people working safely and as a team to ensure that our mills run like clockwork, 
24 hours a day, seven days a week.

As ore travels through the latter stages of the grinding process, water is added and then cyanide. 
The cyanide leaches (or removes) the gold and silver from the ore, dissolving them both as ions 
into the solution.

Carbon is then added to the solution. Due to their chemical composition, the dissolved gold 
and silver ions “attach” to the carbon. This solution is then fi ltered through screens, separating 
the now “loaded carbon” from the rest of the mixture, which is sent to tailings. 

By adding more cyanide, the gold and silver is then “stripped” from the carbon, which is recycled 
for future use. The now “pregnant” gold and silver solution moves on to a process 
called “electrowinning.”

During electrowinning, a material like steel wool is placed into the large vats holding the pregnant 
solution. When an electric current is introduced, the gold and silver ions attach themselves 
(like a magnet) to the steel wool. Once the steel wool is “loaded” with gold and silver, it enters 
the smelting process.

Below is a fl ow chart that depicts the steps ore travels through in mill operations.

DID YOU KNOW?
Cyanide leaching 
is a safe process 
that has been used 
to leach gold out 
of ore for more 
than 100 years. A 
leaching process 
using cyanide was 
patented in 1887, 
and fi rst used 
in New Zealand 
in 1889.

Tasiast Mill in Evening

Melaïnine Ould Ahmed Deyna 
(Mill Operator, Tasiast)

“Teamwork and team spirit are critical elements to our success as mill operators, 
especially when it comes to communicating with shift colleagues and supervisors 
about adjustments and corrections to the equipment and feed. As an important 

member of the process chain, a mill operator needs to be confident in 
his/her abilities and be a very strong communicator. Being safety conscious is 
equally critical: you have to be alert throughout every shift, avoid distractions, 

and constantly monitor your environment for hazards.” 

Melaïnine Ould Ahmed Deyna (Mill Operator, Tasiast)

FROM PIT TO POUR – INSIDE OUR MILL OPERATIONS
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HEAP LEACHING 
Heap leach facilities are used at our Fort Knox, Round Mountain, Tasiast and Maricunga operations. Our development project at 
Lobo-Marte will also be designed as a heap leach operation.

During heap leaching, ore is transported from crushing to the heap leach pads, which are lined with an impermeable barrier to protect 
the leach solution from leaking into the natural environment.

Cyanide solutions are slowly fed through a pipe system to the top of the heap. The cyanide solution then percolates down through 
the stacked ore particles and leaches out the gold. The gold bearing solution (called "pregnant solution") is then drawn off 
the impermeable liner and pumped to carbon adsorption and gold recovery plants.

Heap Leaching at Maricunga

At Maricunga, the heap leach covers approximately 3 million square feet, and is divided into cells of approximately 500,000 square feet each. 
Each cell is made up of 10 grids, and each cell holds approximately 75,000 tons of ore.

The heap leach at Maricunga

COLOUR CODING THE HEAP LEACH TO ENSURE
EFFECTIVE IRRIGATION

In order to ensure homogenous distribution of the process solution on 
the heap leach, portable equipment that measures the electromagnetic 

properties of the rocks is used to create a colour-coded map of the heap. 
Each colour is associated with a different moisture percentage, thus 

creating an accurate irrigation profi le of the entire heap.

Sergio Gonzalez (Plant Manager, Maricunga)

DID YOU KNOW?
At 664 million tonnes, Round Mountain boasts 
the 2nd largest gold heap leach in the world, 
second only to Newmont’s Yanacocha 
mine in Peru.

1. STACKING 
In step 1, ore is stacked on the heap leach. At Maricunga, 
an average of 47,000 tons per day is moved from 
the crushing/grinding area to the leach pads.

2. IRRIGATION GRID ASSEMBLY
Once heap leach cells are loaded with ore, irrigation grids 
are assembled. This involves connecting 10" diameter 
pipes to the main 20" diameter pipe that transports process 
solution. It also involves connecting dripping lines 
to the pipes. Once connected, this matrix of pipes and lines 
distributes solution across all of the heap leach. Due to 
very low temperatures at Maricunga (reaching -40 degrees 
Celsius in the winter months), dripping lines are buried 
three feet under the crushed ore to avoid freezing.

3. IRRIGATION
At Maricunga, the leaching process spans two irrigating 
cycles: the fi rst lasts 90 days, and the second lasts 30 days. 
In the fi rst cycle, the heap leach is treated with cyanide to 
obtain a solution rich in gold (called “pregnant” solution). 
In the second cycle, a lower concentration of cyanide 
is sprayed on the leach to collect any gold left behind 
in the piles by the fi rst cycle. 

4. SOLUTION COLLECTION
All of the pregnant solution that is collected from the heap 
leach is pumped to the Adsorption, Desorption & Recovery 
(ADR) plant for treatment.

4-STAGE PROCESS
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POURING 
When gold is stripped off of carbon, a material called “fl ux” 
is added to reduce the mixture’s overall melting point. After 
electrowinning (see page 8), the mixture (now a combination 
of what is called “sludge and fl ux”) enters the smelting process.

As the mixture is heated in a furnace, it melts over a span of 
approximately four hours, reaching a temperature of approximately 
2,200 degrees Fahrenheit. When the resulting liquid is poured into 
molds, the heavier gold and other metals pool in the bottom 
(or stay in the mold), and the “slag” overfl ows into another pan. 
The “slag” is the steel wool – now melted – that the gold and 
silver attached to earlier in the process.

When the molds are cooled they are overturned, releasing 
the doré gold bars.  

At Fort Knox, melting 350 to 450 pounds of sludge and fl ux 
produces seven to ten bars totaling 5,000 to 6,000 ounces 
of gold doré. When cooled, each bar is rinsed in cold water 
and excess slag is removed. The bars are then weighed 
and stamped with a unique number, and shipped to a refi nery 
for further purifi cation and sale. 

Jim Oleson cleaning gold doré bars at Fort Knox

 A gold pour at Kupol

“If you ask our refinery operators, they will tell you that 
they are very proud of the work they do and find it unique. 
Why? Because they are the first people to ever lay hands on 

a new gold bar – a pretty cool experience!”
 

Jim Oleson (Chief Metallurgist, Fort Knox)

DID YOU KNOW?
The melting point of gold and silver is 1,675 
and 1,763 degrees Fahrenheit, respectively.
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$24.2M

$4.5M

$72.8M

$5.3M

$35.5M

$5.7M

$1.9M

$33.8M

CONTINUOUS IMPROVEMENT (CI)

IMPROVING ENERGY EFFICIENCY…
THE KINROSS WAY 
Energy consumption at Kinross represents approximately 25% of total cash costs, second only 
to labour costs. In 2010, we spent over US$180 million on electricity and US$95 million 
on diesel fuel. To remain competitive, we must continue to more effi ciently use our power. 
On the following pages we highlight a number of CI initiatives that are helping us do just that.

“Our 2009 Energy Assessment identified ways to potentially reduce our annual 
energy consumption by 50,000 megawatt hours (MWh) and three million 

barrels of diesel fuel. A number of these initiatives have already been implemented, 
achieving an estimated reduction of approximately 7,000 MWh, and generating 

a savings of over $1.5 million per year. 

Today’s success stories are just the beginning. Improving energy efficiency 
at our operations is a huge opportunity to reduce costs and improve 

our sustainability record, and every Kinross employee has a role to play. 
If you have suggestions that can help, please contact me directly or get 

in touch with the Continuous Improvement Manager at your operation.” 

 Mike Brown (Vice-President, Energy)
Mike Brown 

(Vice-President, Energy)

Electricity Spend by Site ($Million)

 Fort Knox

 Round Mountain

 Kettle River – Buckhorn

 Kupol

 Paracatu

 Crixás

 La Coipa

 Maricunga
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KETTLE RIVER – BUCKHORN:
ENERGY SAVINGS THROUGH 
COLLABORATION WITH 
A LOCAL PUBLIC UTILITY

In mid-2009, Kettle River – Buckhorn began 
working with the local Public Utility District and 
Bonneville Power to develop a comprehensive 
energy conservation strategy. Although the site 
has fairly low energy costs, there was an 
opportunity to save money and incorporate energy 
conservation strategies into the operation’s 
expansion and sustainability plans.

Site energy audits identifi ed two projects that 
can save Kettle River – Buckhorn over one million 
kilowatt hours per year. The fi rst project is 
upgrading lighting at the mill site; the second 
involves a compressor upgrade at the mine. Both 
of these projects are now underway, have less 
than a 3-year payback period, and will generate 
a total life of mine savings of over $500,000.

In addition to these projects, Kettle River – 
Buckhorn is also enrolling in an Energy Program 
Management initiative that will provide conservation 
savings and additional funding for an 
Energy Program Manager position at the site.

Paul Locke (Mill Electrician) has been instrumental in advancing 
our lighting upgrade project at Kettle River – Buckhorn

Fort Knox has one of Kinross’ highest power spends, 
and faced with rising power costs, the site put together 
a CI team to fi nd ways to cut power usage. The team 
included Larry Mantei and Dana Luce (both Process 
Control Technicians), as well as John Gutzman, 
Daniel Valdez, Carlos Elizondo and Phil Rauwolf 
(all Electrical & Instrumentation Senior Plant Technicians).

They zeroed in on their biggest power consumer: the SAG 
mill. The old LCI drive required increasing maintenance 
resulting in downtime, and it was also nearing the end of 
its service life and would no longer be supported by the 
manufacturer. 

In response, the team installed an air-cooled Variable 
Frequency Drive to eliminate extra maintenance and 
reduce power consumption by 9%. 

In 2010, Fort Knox saved 5,500 megawatt hours for 
a total savings of $769,600. A contractor installs the new 

Variable Frequency Drive at Fort Knox

FORT KNOX:
NEW VFD DRIVES ENERGY 
SAVINGS
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Electricity is by far the biggest cost at Paracatu. In response, 
the site formed a team led by Wendell Lima (CI Specialist) 
to fi nd innovative ways to reduce power consumption in plant 2. 
Wendell’s team included Julio César Lana (Manager), 
Rodrigo Gomides (Process Manager), Thiago Pignaton 
(Process Engineer), Heber Moraes (Mechanical Engineer), 
João Bosco (Process Supervisor), Marcio Vivas 
(Mine Engineer) and Elder Marino (Energy Manager).

The group met weekly to analyze opportunities and gaps in the 
process, and leveraged the widely-used CI maxim: if you can’t 
measure it, you can’t improve it. They implemented several 
improvements to monitor energy consumption throughout the 
plant, and then targeted a number of improvements in crusher, 
SAG and ball mill energy effi ciency, as well as optimizations 
in the fl otation cells.  

The team noted that in 2009, it took approximately 20 to 40 
minutes to stop the ball mills. To improve this, they developed 
a standard process to control the stop time, ensuring it didn’t 
exceed 20 minutes. By making modifi cations to the restart control 
logic, the team also reduced start times from eight minutes 
to just two minutes.

Overall, the team’s various initiatives reduced energy consumption 
from 22.87 kilowatt hours per ton in 2009, to 21.34 kilowatt hours 
per ton in 2010. That translated into a 7% energy reduction, 
and a cost savings of more than $1.3 million dollars.

PARACATU:
CI REDUCES PLANT 2 
ENERGY CONSUMPTION 
BY 7%

Bazileu Lopes Gonzaga and 
Ailton Aragão Silva in the control room at 

Paracatu. Many of the improvements relating to 
the CI team’s “if you can’t measure it, you can’t 
improve it” approach, are tracked in the control 

room by the control room team.

Brant Hinze 
(Chief Operating Offi cer)

“As I look forward to 2011 and 2012, which will be transformational 
years for Kinross, there are several objectives which are cornerstones of 
our operations' Four-Point Plans: one of them is the ongoing focus on 

our Continuous Improvement programs. These programs at each of our 
sites will continue to be a source of cost savings, throughput and recovery 

improvements, and will make Kinross an ever better place to work. 

Through the hard work of many dedicated people across the company, 
in 2010 our CI programs generated total cash flow gains of $70 million. 
I look forward to another successful year in 2011 as we continue to build 

CI into our operating culture, and as we bring Tasiast and 
Chirano into our global CI program.”  

 Brant Hinze (Chief Operating Offi cer)
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LA COIPA:
ENERGY EFFICIENT 
LIGHTING IS JUST 
THE BEGINNING

In 2010, La Coipa implemented energy-effi cient 
lighting throughout the entire operation – a fi rst 
for any mine in the Atacama region of Chile. 

Prior to implementation the team estimated 
energy savings would be 50%, however 
current data suggests this fi gure is closer 
to 58%, resulting in an annual savings of 
1.7 megawatt hours. 

This initiative is just the beginning for La Coipa, 
and the energy CI team plans to meet with 
other Chilean mines to benchmark energy usage 
and share best practices for energy conservation. 

Installing new lighting at La Coipa

New lighting at La Coipa

Anatoly Orlinsky (Chief Power Engineer, Kupol) 

A total of eight glycol pumps* are used for heating the 
buildings and walkways at Kupol, where temperatures 
can drop to nearly -50 degrees Celsius. The pumps were 
originally designed at 20% over the required capacity: 
this meant, however, that everyday energy consumption 
was higher than required.  

Anatoly Orlinsky (Chief Power Engineer) led a 
Continuous Improvement team to build a business case 
for the installation of Variable Frequency Drives (VFDs) 
on all the glycol pumps. Their analysis demonstrated that 
the VFDs would result in energy savings because the 
pumps would be able to operate at a reduced speed 
without negatively impacting performance. 

The VFDs were installed in 2010, and will result in 
a savings of 750 megawatt hours per year or approximately 
$250,000. At a cost to implement of $198,000, 
the payback is less than one year.

In addition to energy savings, other benefi ts include: 
a reduction in motor starters; less stress on the AC motor 
windings and bearings; and a decrease in stress and 
wear on the pump itself, thereby reducing downtime 
and maintenance costs. This all equates to smoother, 
longer-lasting and more effi cient pump operations. 

*Glycol is a type of antifreeze that is used instead of water. If the pumping system  
 fails or is turned off, glycol – unlike water – will not freeze and break the pipes.  

KUPOL:
UPGRADING PUMPS 
TO DRIVE ENERGY 
SAVINGS 
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AROUND 

KINROSS

Events and Success Stories from 
Across Our Global Community

Bert McPherson (General Manager, Tasiast) 

Mike Robinson with employees at Tasiast during his farewell celebration

On February 24th, our employees at Tasiast threw 
a retirement celebration for Mike Robinson. 
From 2004 to 2007, Mike oversaw construction 
at Chirano, and then moved to Tasiast as General 
Manager, taking the project into commissioning and 
helping to make it the successful operation it is 
today. In a farewell letter, our Tasiast employees told 
Mike that, “…your wisdom, honesty, transparency, 
professionalism and human qualities always 
impressed us, and were a key part of our success 
over the last few years. We wish you much 
happiness in retirement.”

On March 7th, Tasiast welcomed Bert McPherson 
as the site's new General Manager. Bert’s mining 
career spans more than 30 years, and he was most 
recently Chief Operating Offi cer for Starcore 
International Mines. From 2005 to 2007, Bert was 
General Manager at Barrick’s Pierina mine in Peru, 
and in 2004 and 2005, he was Mine Manager 
at Barrick’s Alto Chicama project, where under 
his leadership mine construction was completed 
on budget and ahead of schedule.

FAREWELL & WELCOME 

AT TASIAST



Koduah Dapaah (Safety & Environment Manager), 
accepts the team’s top-place award from 

the Deputy Minister of Land & Resources at 
the Ghana National Safety & First Aid Competition

Congratulations to our Chirano operation in Ghana, 
where their Safety team was named the best in the country 
for the second time! In December, the team won 
Ghana’s National Safety & First Aid Competition with 
a fi nal score of 89% – the highest ever recorded 
in the history of the competition. 

Second from left, Warwick Morley-Jepson 
(Regional Vice-President, Russia) celebrates Kupol’s 2 millionth 

ounce with Magadan offi ce employees

Congratulations to all of our people at Kupol, where on 
January 15th the site poured its 2 millionth ounce of gold – 
a very signifi cant milestone in the life of this young operation.

CHIRANO WINS
NATIONAL SAFETY COMPETITION IN GHANA

KUPOL CELEBRATES
2 MILLION OUNCES

The large group of employees and contractors who participated in the program to clean up the areas surrounding Lobo-Marte

Late last year a group of Kinross employees at Lobo-Marte, led by Yerko Calderon (HSE Advisor), initiated a program to help clean up 
the areas surrounding the site – a strong demonstration of the team’s commitment to environmental stewardship. All contractors also 
participated in the highly-successful clean-up event.

CLEANING UP

AT LOBO-MARTE
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The spare elution column from Maricunga, loaded onto a truck and ready to be transported 
to the charter fl ight bound for Mauritania

The spare elution column from Maricunga, loaded onto the charter fl ight to Mauritania

From left to right: Mohamed Lemine Sidi Mohamed, Moustapha Mohamed, Mitchell Kishimoto, 
Murray Wright, Zakaria Diouwara and Chris Heath, with the new elution column at Tasiast



On January 29th at 7:00am, Tasiast experienced a catastrophic failure of their elution column – 
a critical piece of equipment in the milling process. After concluding that the column was irreparable, 
our Supply Chain team and Projects group put the following plan into action:

At 11:00am, the Supply Chain team and Projects group determined that Maricunga 
had a spare elution column, and that they needed to expedite delivery using 
a charter aircraft 

On January 30th, they sourced a C-130 Hercules aircraft in the southern United States, 
and began coordinating logistics for pick-up of the column at Maricunga 

On January 31st, the charter fl ight left Texas for Chile

On February 2nd, the fl ight arrived in Chile* 

At 5:00pm the column was loaded onto the plane (after being transported down from 
the Andes mountains) and at 9:30pm the fl ight left Chile, bound for Mauritania 

On February 4th at 9:30am, the plane arrived in Nouakchott* (the capital of Mauritania). 
The column was unloaded, customs was cleared, and it was loaded onto a delivery truck. 

On February 5th at 7:00am, the column arrived at Tasiast

By February 11th, at 11:00am, the column was installed, tested and operational

*Note that the charter fl ight was delayed in arriving in Chile and Nouakchott due to mandatory fl ight crew rest times.

Sean Samson (Vice-President, Commercial Development)

TOTAL TIME ELAPSED = 13 DAYS
ESTIMATES FROM SUPPLIERS TO SOURCE A NEW ELUTION COLUMN = 6 MONTHS+

“This was a great example of our Supply Chain team 
and the Projects group coordinating to find a spare 

piece of equipment within the company, and then rapidly 
moving that piece of equipment more than 9,000 kilometres 

to get Tasiast back producing gold. Loading the truck 
at Maricunga, getting it down the access roads, 
loading the Hercules aircraft, offloading, getting 

the column through Mauritanian customs and then quickly 
up and running at site was a big, complicated job. 

Success was a result of the global team pulling together 
and an excellent example of The Kinross Way.” 

Sean Samson (Vice-President, Commercial Development)

FAST RESPONSE

TO TASIAST 
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On December 15th, our Moscow offi ce sponsored and 
participated in their city’s Charitable Christmas Bazaar. 
The event sells crafts made by children, and all of the 
proceeds support programs that help children in need. 

For the fi rst time since the event was founded, Kinross 
presented crafts made by children from Chukotka, the region 
where our Kupol mine is located. All of the money collected 
by Kinross is being donated to an orphanage in Bilibino – 
a town in the Russian Far East, northeast of Kupol. 
Thanks to Ludmila Danilova, Evgeniya Saevich, 
Yuliya Lukinova and Elena Kadieva for making 
this event a success.

Yuliya Lukinova and Elena Kadieva, employees from our Moscow Offi ce, 
sell crafts made by children from Chukotka at the Charitable Christmas Bazaar

Winner Bravo (Community Relations Coordinator, 
Fruta del Norte), raised the victory trophy after FDN 
triumphed over fellow Ecuadorian miners Corriente Resources 
in two friendly soccer matches in February. FDN’s soccer 
squad won 2 – 1 in the fi rst game played at the FDN home fi eld, 
and handily beat Corriente 6 – 2 in the second match played 
at the Corriente home fi eld. 

Kinross is committing US$10 million over the next three years 
to help establish The Mauritania Mining School. The school will 
develop skilled in-country professionals and technical experts to 
support the future development of Mauritania’s mining industry, 
including our Tasiast mine. The school is scheduled to start up 
in 2013 – 2014, and 50 engineers and 30 technicians 
are expected to graduate annually. 

Winner Bravo raises the winner’s trophy

KINROSS 
IN MOSCOW
GIVES BACK

RAISING THE TROPHY 

AT FRUTA DEL NORTE
DEVELOPING A MINING SCHOOL 

IN MAURITANIA
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2011 Employee Survey

Every employee will be asked to complete the 2011 
Employee Survey in March or April. This gives you the 
opportunity to anonymously share your feedback and help 
us drive positive change in areas like safety, values, 
corporate responsibility, leadership and performance. 
In 2009, 72% of our people participated – this year we 
encourage even more of you to have your say.

Jaana Harkonen 
(Vice-President, Human Resources, Operations)

João Paulo Schmaltz (Department Chief Plant 1, Paracatu) with 
Alvimar Antônio de Souza (Operations Supervisor, Paracatu)

Feedback from our 2009 Employee Survey told us we had big 
opportunities when it came to living our values, leadership 
development, communicating our commitment to corporate 
responsibility, and growing our continuous improvement (CI) 
programs. In addition to local and functional action plans, 
this feedback also led to the creation of company-wide 
action plans, which have resulted in many successes including:

Expansion of our Continuous Improvement programs 
across the company, including the rollout of 
The Kinross Way for Maintenance, and a CI Reward 
and Recognition Program 

The creation of a set of leadership practices that outline 
how leaders should be living our values (see Kinross World 
Issue 6 for details) 

Establishment of new leadership development programs 
focused on managing for results, accountability, 
building alignment, effective coaching and more

Promotion of the Living Our Values Awards program and 
increasing total nominations to over 800 in 2009/2010 

Publication in 2010 of our second Corporate Responsibility 
Report and supporting country-specifi c reports

GLOBAL EMPLOYEE SURVEY: 
HAVE YOUR SAY

The world watched in August 2010, when 33 miners were trapped 
following an underground collapse at the San Jose mine in Chile, 
located in the same region as Kinross’ Maricunga and La Coipa 
operations. Miraculously, all of the miners were rescued after 
spending 69 days underground. As a result of the accident, the 
San Jose mine was closed and hundreds of workers lost their jobs. 
In order to provide support to the unemployed, Kinross in Chile 
fi nanced a training program to help them learn new skills. 
The program wrapped up in January, and each participant received 
a diploma at a closing event that was attended by Kinross 
representatives and regional government authorities.

Hernan Sanhuezo (Deputy Manager, Maricunga) 
at the closing event
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KINROSS CHILE 
SUPPORTS RETRAINING



Over the past several months, Kinross in Ecuador has provided more than US$148,000 to fund construction of the Shuar Nation’s 
Ethnographic Museum. More than 5,000 Shuar people live in Zamora Chinchipe (the region where our Fruta del Norte project 
is located), and they are one of the largest indigenous groups in Ecuador. When construction is complete in April, the museum 
will support the preservation and sharing of cultural artifacts from Shuar history. 

In March, representatives from Kinross in Ecuador, 
local journalists and dignitaries came together to celebrate 
construction of the Shuar Nation’s Ethnographic Museum
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SUPPORTING CULTURAL PRESERVATION
IN ECUADOR 



The Assay team at Kettle River – Buckhorn: from left to right: 
Brad Wood, Troy Day, Brittany Strandberg, Steve Rollins 

and Ryan SwankRound Mountain children at the new child care centre

Inside the new Solstice Café at Kupol

The carpenters at Kupol who built furniture for the Solstice Café

ROUND MOUNTAIN
UNVEILS NEW CHILD CARE CENTRE

NEW MUSIC CENTRE 
& SOLSTICE CAFÉ OPENS

AT KUPOL

SALUTING 
OUR SUPERVISORS
CORRECTION

Late in 2010, Round Mountain unveiled a new child care 
centre that will benefi t hundreds of local children in the years 
ahead. The new 6,000 square foot space has been very well 
planned, with each stage of child development getting its own 
dedicated area, including distinct spaces for babies, toddlers 
and preschool-age children. The new child care centre also 
has a fully-equipped kitchen, computer stations, a library and 
terrifi c outdoor spaces for the children to play in. 

A new music centre and meeting space (called the Solstice Café) 
was recently constructed at Kupol, featuring a wall mural painted 
by Heidi-May Schimper (wife of General Manager, Claude Schimper), 
and furniture crafted by the site’s carpentry team. The theme for 
the mural was Pink Floyd's Dark Side of the Moon album, 
and the rainbow emanating from the guitar represents sound, 
the Northern Lights and gold. The new space will be used 
as a gathering spot for employees, management meetings 
and internal events.

In Issue 6 of Kinross World, we shone a spotlight on the 
efforts of Troy Day (Assay Supervisor, Kettle River – Buckhorn). 
Regrettably, Troy was mistakenly cropped out of 
the accompanying photo. Above is a new photo of Troy 
and his team.

In the Saluting Our Supervisors feature, Troy’s team told us 
that, “Troy is passionate about what he does. His exemplary 
leadership is evidenced in his ability to teach and mentor a 
group of technicians who had no prior laboratory experience, 
thus creating a high performance analysis team with 
outstanding morale and spirit.”
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THE KINROSS WAY
Over the past two and a half years, The Kinross Way has been developed as the guiding philosophy that defi nes our culture 
and inspires how we work. It embodies a corporate code that characterizes the way we think, operate and behave, and how 
we differentiate ourselves as a company.

In the coming months, posters at all of our sites and offi ces will help promote The Kinross Way, and how it helps make 
our company a successful organization and a great place to work. Samples of these posters are shown below. If you have 
a quote that you think defi nes The Kinross Way, send it to Nicole Welbanks (Manager, Corporate Communications | 
nicole.welbanks@kinross.com), and you may see it on a poster later this year at your operation.

Kinross World is an employee publication that 
aims to forge connections between our people 
and places around the globe. It is also designed 
to help us share best practices, as there is 
much we can each learn from the experiences 
of our colleagues, regardless of where we 
work or the language we speak. Kinross World 
is produced and distributed up to three times 
per year in English, Russian, Portuguese, 
Spanish and French. 

Kinross World is intended for an internal 
audience and should not be used as a 
reference for, or in place of, the information 
contained in the company’s fi nancial 
statements, press releases, or regulatory fi lings.

Nicole Welbanks
Manager, Corporate Communications
Kinross Gold Corporation
(416) 365-3034
nicole.welbanks@kinross.com
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