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Did you know thaté?

By 2050, global population will rise by about

a third to9 billion people, but

Global calorie demand will increase by

50 percent.

Source: FAO, World Bank statistics, Syngenta
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Did you know thaté?

40 percentof the worldôs food 
would not exist without crop protection 

products.

That is why the world can produce 

enough food to provide every person 

with more than 2,700 calories per 

day.
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Syngenta at a glance

ǒA uniquely broad product portfolio

- A leader in Crop Protection

- Third in high-value commercial seeds

ǒWorld-class science

- $1 billion Research and Development (R&D) investments 

in 2008

- 4,000 people in R&D around the world

ǒGlobal reach and experience 

- Over 24,000 employees in more than 90 countries

ǒCommitment to working with customers 

- Tailoring solutions to individual needs

ǒ2008 Global Sales $11.6 Billion



Syngentaôs Energy Management 
Process:

Leveraging Culture to Achieve 
Success through Change
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Background - St. Gabriel Plant

Şyngenta ïSwiss based agribusiness (2005 sales $8.1bn).

Şt. Gabriel site - 1970 >Merger 1997>Merger 2001

O̧ne of a kind process plant (~650 employees)

Ȩngineered Change Program 5/01 ï12/2005

- 20% personnel reduction

- Functions/units eliminated, new unit added

Ȩnergy ~15% of fixed cost ($23M)

- Original energy monitoring system installed in the ô80ôs

- Site uses OSI Softwareôs ñPIò data historian
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The Energy Project

ǒConsultant

-MPC; Modular Process Control

ǒManagement system approach to energy

- Benchmark

- Develop/improve

- Install

- Monitor

ǒShared risk/reward

ǒMeasurement tool
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St. Gabriel Plant Culture

Our View

Çan do

Çompetent

Ḑiverse

P̧roud

Ģuard our turf

P̧articipative/Our Way

Şafe and environmentally 

responsible

Otherôs View

Ḑefensive

B̧unker mentality

I̧ndependent

Ŗesistant/challenging

Ģet it done

Şafe and environmentally 

responsible
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Change Lessons Learned -
Going In

W̧hy before How

Ģuide Donôt Provide

Ģood Facilitation pays

Şustainability is crucial
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The Energy Project
Kicked-off in February 2005

Technical Tooling

ÅMPC Deliverables ïdaily ratio files, measurement model

ÅSite EM tool ïshop floor level PI based; electrical, steam, 

natural gas & nitrogen

Engagement ïHuman Factor

ÅSite Driven - Facilitation, focused teams, training, 

communication, site commitment

ÅMPC Driven ïShift meetings, action logs, interactive 

knowledge/idea gathering, shop floor variance recognition and 

corrective action steps
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Refrigeration Electrical Load HPF Unit
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Brine System Dashboard Tool ïScreen Shot
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Real Time Monitoring 
& Operational Trending for Analysis

Return to Plant Directory
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Energy Project

ǒSuccess with

- Brine team

- Overall Energy Monitoring System



15

Energy Project

ǒSuccess with

- Brine team

- Overall Energy Monitoring System

ǒChallenges with

- Ratio files ïBased on Minimum Theoretical Energy (MTE)

- Scope ï10 units ï4 of which use ~80% of site energy
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Energy Project

ǒCrossroad

- Discreet team-based activities delivered

- Resistance serious on institutional piece

ǒSo What

- Investment high for Syngenta/MPC

- Key portion of project late 

- Two Hurricanes
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SD x V x FS > R = C

SD = Shared Dissatisfaction

V = Vision

FS = First Steps

R = Resistance

C = Change

The Change Equation

© Rick Maurer www.beyondresistance.com 
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Cycle of Change

In the Dark

See the 

Challenge

Get Started
Roll Out

Results

Time to 

Move On

Resistance

© Rick Maurer www.beyondresistance.com 

Resistance can 

occur anywhere 

along the cycle
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Levels of Resistance

Level 1 ïBased on Information (I donôt understand)

Level 2 ïPhysiological and Emotional Reaction to This

Change (I donôt like it)

Level 3 ïBigger Than the Current Change (I donôt like 

you, the company, the project, my job, etc.(Something 

beyond and perhaps not related to the current change)

© Rick Maurer www.beyondresistance.com 
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Energy Project

ǒMPC actions (Deliberative)

- Adaptation of approach/scope

- Project team revamped

- New Customer relationship forged
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Change Lessons Learned -
Coming Out

W̧hy before How

Ģuide Donôt Provide

F̧acilitation pays

Şustainability is crucial

Ŗesistance must be understood and appropriately considered
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Outcome

ǒ2005A Vs 2004A

- Electrical savings 7%

- Natural Gas savings 11%

- $ 2M avoided utility cost

- Production 3% greater

ǒContinue Use of  the system today
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Energy Use Ratio Vs. Production
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http://www.syngenta.com/en/
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Understanding the Urgency

ñGeneric competition 

is knocking at our 

backdoor.  Itôs our 

job to keep them out 

of our house!ò

Site employees felt anxious over the 

declining Atrazine market and 

increasing generic competition.

180�qswing in 

market puts 

Herbicides in high 

demand

Lean Manufacturing 

provides tools to meet 

market demands

A systematic approach to identifying and 

eliminating waste through continuous

improvement by flowing the product or

service at the pull of the customer in

pursuit of perfection


