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We understand the social and emotional  
significance of writing in your everyday life. Our 
writing instruments give you the opportunity  
to write down your ideas and messages and  
to transmit them – how, when and where you 
want to.
 
We believe every thought is worth  
writing down.
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Technical product explanations
Ballpoint pens and refills
Marker and writing systems with tampon ink reservoir

At the Tennenbronn site, ballpoint pens and refills are 
produced, as well as ink pens and markers with a tampon 
reservoir.

Ballpoint pens and refills
Ballpoint pen barrels and mechanical parts are mainly made 
of plastic. Metals are used for clips, push buttons, decora-
tive rings, barrel tips and springs. The refill tubes are made of 
metal or plastic and filled with writing paste. The tip is always 
made of metal.

Marker and writing systems with tampon ink reser-
voir
Rollerballs, fibre pens and markers are generally made entirely 
of plastic. The barrels consist mainly of polypropylene (PP). 
The reservoirs (fibre bundles which absorb and contain the 
ink) and ink feeders are made of polyester or acetate. Some 
marker models have an aluminium barrel. Writing tips are 
made of plastic, fibres or metal, depending on the model.The 
inks used are generally manufactured on an aqueous basis. 
In order to be able to write on smooth surfaces, alcohol-
based inks are required for permanent markers. These inks 
are selected, stored and processed according to special 
regulations.

Marker Maxx Eco 110

Plug+Play

K 3 Biosafe

Marker Maxx Eco 110 cartridge

Examples of products 
(Plug+Play)
Schneider ballpoint pens with the Plug&Play system feature 
a universal design which fits a range of different refill types. 
This makes it very easy to replace the refill.

(K 3 Biosafe) 
The barrel of this ballpoint pen is made of organic plastic 
consisting of natural renewable and compostable cellulose.

(Marker Maxx Eco)
A marker with a brilliantly simple and quick refill system. 
Simply insert the cartridge and the marker is instantly ready 
to use again - each cartridge saves using a new marker.
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The company was founded in 1938 in Tennenbronn by 
Christian Schneider. Roland Schneider has been the Manag-
ing Director and Proprietor since 1978. His son Christian 
Schneider joined the Executive Board along with Frank Groß 
in 2010. Production of ballpoint refills was started in 1949 
and since 1990 the company has produced writing instru-
ments only. 
The company headquarters in the health resort Schramberg-
Tennenbronn covers a surface area of 27,155 m², of which 
an area of 11,084 m² is sealed. Due to the multi-storey 
construction of the premises, 27,500 m² is available for 
production and administration. The River “Schiltach“, partially 
built over, flows through the company grounds, a desig-

nated industrial state. Extensive measures have been taken 
to ensure ecologically compatible integration of the entire 
company into its natural surroundings.
A total of 317 staff are employed in development, laboratory, 
construction design, tool manufacture, production, market-
ing, sales, purchasing and administration. Staff are provided 
with a free bus service to the site which runs several times a 
day.

Company profile  
Schramberg-Tennenbronn site

Headquarters in Schramberg-Tennenbronn
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Technical product explanations
Writing systems with ink reservoir
Cartridge systems

Ink pens and rollerballs with regulator are produced at 
Wernigerode, as are markers with tampon reservoir and ink 
cartridges.

Ink pens and rollerballs with ink regulator
The ink is stored without a tampon (liquid ink system). The 
regulator controls the flow of ink to the writing tip as well 
as balancing out pressure and temperature fluctuations (leak 
protection). The advantages of regulator technology are the 
precise and even flow of ink and the fact that the large sup-
ply of ink is used up entirely. Plastics are mainly used for these 
products.Metals are used for nibs, writing tips and clips. The 
inks are water soluble.

Markers with tampon reservoir
Highlighters are mainly produced in Wernigerode. The bar-
rels are mainly made of polypropylene (PP). Reservoirs (fibre 
bundles which absorb and contain the ink) and writing tips 
are made of polyester. The inks used are manufactured on an 
aqueous basis.

Ink cartridges
Standard ink cartridges are produced which fit ink pens and 
rollerballs made by Schneider and other manufacturers.

Rollerball cartridges are also made which are already fitted 
with a writing tip. This means that the tip is also replaced 
along with the cartridge, since it is especially susceptible to 
wear. Use of the writing instrument is thus no longer limited 
due to decrease in quality.

Job

X-tra
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Company portrait 
Wernigerode site

In 1991 Schneider acquired the former VEB Heiko, the East 
German ink pen brand. This put Schneider in possession of 
the latter's regulator technology for liquid ink systems with-
out tampon reservoir. A newly built production and adminis-
tration facility went into operation on the Stadtfeld industrial 
estate in 1992. The site has a total surface area of 22,890 
m², of which 8,515 m² is used for buildings with floor space 

of 10,000 m². In Wernigerode work is mainly done on 
developing regulator technology and producing the writing 
instruments which use this technology. For reasons of space, 
some markers with tampon reservoir have been moved from 
Tennenbronn to Wernigerode. The Wernigerode site has a 
workforce of some 114 staff.

Production facilities in Wernigerode
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Responsibility and commitment to the environment 
and nature
Out of a sense of personal conviction and because of the 
geographical location of our sites in the Harz Mountains and 
the Black Forest - two of Germany's most beautiful holiday 
regions - we are particularly committed to people and to the 
environment.

For this reason we have set ourselves ecological guidelines 
and overall goals:

Commitment to the preservation and improvement of 
our environment
In our view, operating industrial production facilities in a holi-
day region is not a contradiction in terms. Schneider meets 
all environment-related legal requirements. Critical inspection 
and ongoing improvement of our environmental perform-
ance - even going beyond legal requirements - enable us to 
achieve a good level of compatibility.

Responsibility for our staff and social environment
By offering qualified jobs and trainee positions, we not only 
take on responsibility for our employees but also strengthen 
the local community. Intensified occupational safety measures 
protect our employees from potential hazards.

Corporate goals harmonised with the environment
We formulate corporate goals which are in line with our 
philosophy, ensuring that we maintain our company and the 
jobs it provides in a responsible manner. The idea of environ-
mental protection has an important part to play here. When 
making new investments and replacing plant we use the very 
best technology available in a way which is economically 
sustainable. 

Reducing negative environmental impact and saving 
energy
Our products consume energy. Modern technology, in par-
ticular selective energy-saving measures, enable us to draw 
on environmental resources in a sustainable way.

Ongoing quality improvement
In order to meet our customers' demands and secure our 
quality leadership, we constantly improve our products and 
production techniques in terms of environmental compat-
ibility.

Development of new products
Our aim is produce writing instruments of lasting value. This 
increases the utility value of our products as well as avoid-

ing waste and saving resources by reducing the volume of 
garbage generated.

Customer information
We provide our customers and consumers with a range of 
documentation which clearly illustrates the features and 
recycling properties of our writing instruments. We also com-
municate by means of active involvement in the Association 
of Writing Instrument Manufacturers.

Public information and communication, staff motiva-
tion
We inform the public and our staff by means of appropriate 
communication measures. Staff are involved in development 
processes through dialogue forums and training programs, 
thereby helping them identify with our corporate philosophy 
and environmental goals.

Appropriate response in emergencies
Organisational procedures are stipulated for emergencies 
such as fire, natural hazards, etc. These are designed to 
prevent harm to persons, the environment and material 
goods. The local emergency services are involved in advance 
planning for emergencies.

Integration of contractors and suppliers
As far as possible we involve our contractors and suppliers in 
our endeavours regarding environmental protection.

Corrective measures in case of deviation
Should there be deviations from our stated philosophy we 
will take appropriate action and document them accordingly.

Environmental policy/guidelines
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Environmental policy, environmental goals
The environmental policy provides the basis for implementing 
the defined environmental program. 
Environment handbook, environment procedural instructions 
These are the most important reference documents and tools 
for the implementing the environmental policy at our sites. 
They specify areas of responsibilities and targets for the vari-
ous departments of the company.

Environmental audit
Regular environmental audits ensure that the various 
elements of the environmental management system and 
environmental goals/programs are assessed as to their ef-
fectiveness.

Environmental declaration 
Our environmental declaration provides a summary of the 
company's environmental situation. It is published on a regu-
lar basis and is available to all those interested.

Validation
Since we are subject to EU Regulation 761/2001, our com-
pany undergoes regular audits by an accredited independent 
environmental inspector.
  

Organisation of environmental manage-
ment
The environmental management system is broken down into various levels and func-
tions.

Enviroinment management system
Organisational structure  

and processes

Validation/certification
by external environmental 
inspectors

Initial environmental audit
Status quo

Initial environmental audit
Goals and principles

Environmental program
Measures, responsibilities, timelines, 

resources

Environmental audit
Internal audit to ensure all briefs 
are being met

Environmental declaration 
Communication with the 
public

Environmental goals
Specific actions
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Tennenbronn
Departmental responsibilities pertaining to the environmental management system

Management Responsible for maintaining the environmental management system. Determines 
environmental policy, environmental goals and environmental programs. Manage-
ment has the task of evaluating the environmental management system and if 
necessary determines corrective measures as required.

Environmental Board This includes the managing director, technical manager, factory manager, environ-
mental management officer, the occupational safety specialist and a representa-
tive of the purchasing department.

Technical Management Contact person for the relevant authorities. Responsible for monitoring require-
ments and archiving documents such as operating diaries. Further priorities of this 
job are the development of writing instruments and the technical equipment of 
the company.

Plant Management Responsible for the implementation of company directives and work instructions 
as well as training programs and tutorials.

Waste Water Treatment 
Plant Officer

Operates and controls the finishing machine autonomously. Responsible for main-
taining the works ledger.

Environmental 
Management Officer

Mainly responsible for developing, supervising and implementing the environmen-
tal management system. Collates and evaluates environment-related data, as well 
as reporting to management.

Chemical Development 
Department

Responsible for the development and selection of physical-chemical properties of 
writing instruments.

Waste Management Officer Responsible for the correct definition and declaration of waste produced and for 
maintaining the waste ledger. The exact tasks and duties are derived from the 
relevant legislation.

Occupational Safety 
Specialist

Responsible for safety-related issues, i.e. determining hazard potentials and sign-
posting safety installations.

Purchasing Department Mainly responsible for ensuring that only those substances are allowed onto the 
company premises which have internal purchase approval. Use or disposal of 
waste is handled in cooperation with the waste management officer. the purchas-
ing department is responsible for assessing suppliers.

Product Management
and Marketing
Communication

Responsible for product development and for development and implementation 
of product and communication design. Responsible for point-of-sale measures 
and product packaging. Public affairs, advertising and company communication, 
both external and internal.

Fire Protection Officer Shares responsibility for developing emergency plans and is involved in determin-
ing hazard potential.

Sales Takes care of external communication with customers and distribution partners 
and feeds in requests to the company from the outside.

Manufacturing
Foremen

Provide employees with instructions as to the correct procedures at the workplace 
and monitor whether employees follow these instructions. Also supervise the cor-
rect sorting of waste in their departments.

Personnel Department Responsible for documenting proof of instruction in the personnel files. Checks 
time schedules for continuous training.

Hazard Materials Officer Acts on management instructions to make sure that suitable measures are taken 
in compliance with regulations for the transport of hazardous materials.

Goods Receiving Is subordinated to the purchasing department and responsible for the correct 
distribution of supplied hazardous materials and goods.
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Management 
Roland Schneider

Equipment Mana-
facture

Screen Printing

Assembly 
Departments

Wick Manufacture

Packaging

Management 
Christian Schneider 
Production, Purchasing,  
Personnel and Finance

Management 
Frank Groß 
Marketing and Sales

Purchasing

Technical Manage-
ment

Quality Assurance

Data Security 
Officer

IT

Financial Account-
ing

Cost Accounting

Personnel Depart-
ment

Fire Prevention 
Officer

Waste Manage-
ment Officer

Hazard Materials 
Officer

Environmental Man-
agement Officer

Occupational Safety 
Specialist

Sales Modern Trade

Product 
Management

Sales Export

Sales National

Sales Advertising

Warehouse and 
Shipping

Fleet

Goods Receiving

Plant Management

Work Preparation

Tool Manufacture

Chemical 
Development

Plastic Moulding

Mould Develop-
ment

Moulds

Design Engineering

Waste Water Treat-
ment Officer

Tip Manufacture

Electronics/Electrical 
Systems

Organigram
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Wernigerode
Departmental responsibilities in relation to the environmental management system

Management Responsible for maintaining the environmental management system. Determines 
environmental policy, environmental goals and environmental programs. Manage-
ment has the task of evaluating the environmental management system and if 
necessary determines corrective measures as required.

Environmental Board Made up of the plant manager, environmental management officer, head of 
chemical development, head of electrical department, representatives of the con-
trolling and purchasing departments.

Plant Management Deputy Managing Director. Responsible for the implementation of company direc-
tives and work instructions as well as for training and tutorials in the department. 
Responsible for the development of writing instruments and the technical equip-
ment of the company.

Head of Manufacturing Responsible for the implementation of company directives and work instructions 
as well as training programs and tutorials. In charge of IT, assembly and the sales 
depot.

Environmental Management Officer Mainly responsible for developing, supervising and implementing the environmen-
tal management system. Collates and evaluates environment-related data, as well 
as reporting to management.

Chemical Development 
Department

Responsible for the development and selection of physical-chemical properties of 
writing instruments.

Waste Management Officer Responsible for the correct definition and declaration of waste produced and for 
maintaining the waste ledger. The exact tasks and duties are derived from the 
relevant legislation.

Occupational Safety
Specialist

Responsible for safety-related issues, i.e. determining hazard potentials and sign-
posting safety installations.

Purchasing Department Mainly responsible for ensuring that only those substances are allowed onto the 
company premises which have internal purchase approval. Use or disposal of 
waste is handled in cooperation with the waste management officer. The purchas-
ing department is responsible for assessing suppliers.

Product Management
and Marketing
Communication

Responsible for product development and for development and implementation 
of product and communication design. Responsible for point-of-sale measures 
and product packaging. Public affairs, advertising and company communication, 
both external and internal.

Fire Protection Officer Shares responsibility for developing emergency plans and is involved in determin-
ing hazard potential.

Manufacturing
Foremen

Provide employees with instructions as to correct procedures at the workplace and 
monitor whether employees follow these instructions. Also supervise the correct 
sorting of waste in their departments.

Hazard Materials Officer
   

Acts on management instructions to make sure that suitable measures are taken 
in compliance with regulations for the transport of hazardous materials.

Goods Receiving Is subordinated to the purchasing department and responsible for the correct 
distribution of supplied hazardous materials and goods.
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Organigram

Management
Christian Schneider

Plant Management & 
Personnel

Fire Protection Officer

Hazard Materials Officer

Head of Manufacturing

Purchasing

Secretary

Environmental Manage-
ment Officer

Occupational Safety Spe-
cialist AMS

Waste Management Of-
ficer

Quality Assurance

Product Management

Design Engineering

Tool Manufacture

Product Development

Plastic Moulding

Maintenance

Personnel Department

Controlling

Fleet

Goods Receiving

Work Preparation

Cooperation

Order Planning

Packaging

IT

Assembly Department

Print Shop
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1. Plastic moulding
Polypropylene (PP) is the most widely used raw material for 
both casings and mechanical parts. The remainder is account-
ed for by environmentally compatible and recyclable ther-
moplastics such as ABS, POM, PET and SAN. We do not use 
PVC. Schneider recycles its materials directly at the injection 
moulding machines, i.e.burrs and rejects are immediately 
ground and fed back into the manufacturing process. Numer-
ous components are manufactured 100% from internally re-
cycled material. The use of new fully electric injection mould-
ing machines has enabled energy savings of up to 25%. 
Noise emissions have also been reduced. The higher precision 
of the injection moulding processes allows for increased per-
formance and quality which results in fewer rejects and thus 
less waste. System-inherent cooling of the injection moulds 
and machines uses water, which is re-cooled by cooling tow-
ers in Wernigerode and by a stream in Tennenbronn. Using 
modern heat recovery equipment in the water and ventilation 
systems, a large portion of the waste heat in Tennenbronn is 
re-used for heating purposes. 

2. Tool and equipment manufacture
Each site has its own tooling and equipment manufacture fa-
cilities with the appropriate machinery. 
The injection moulds used in the plastic moulding shops are 
virtually all made internally by Schneider, but in some cas-
es moulds are produced especially for customers. The main 
processing methods used in the manufacture of the moulds 
and tools are as follows:
• �Metal-cutting processes with geometrically defined and un-

defined cutting such as turning, milling, drilling, galling and 
grinding. Water- emulsifiable cooling lubricants are among 
those used.

• �Spark erosion processes such as sinker or wire-cut EDM. 
Here either oils or deionised water are used as a dielectric.

• Assembly processes

Assembly departments/ink cartridge manufacture
Schneider writing instruments are mainly assembled on ful-
ly automated assembly lines. Automatic controls integrated in 
the assembly process detect malfunctions immediately, there-
by helping to avoid rejects. As a rule, barrel housing com-
ponents are assembled by screw, snap or push connections. 
Friction or ultrasonic welding is used for permanent connec-
tions, so adhesives containing solvents can be dispensed with 
almost entirely. Ink pastes for ballpoint pens and refills are 
supplied in metal or plastic containers. After being emptied, 
these are fed back into the material cycle. Inks are dispensed 
from reusable containers with a capacity of up to 1000 litres. 
An additional automatic washing station is integrated in the 
manufacturing process for ink cartridges.

4. Printing of writing instruments
For specific target groups (including advertising customers), 
writing instruments are printed with images, company log-
os or other information. In the case of small series this is 
done by pad or screen printing. Here inks containing solvents 
are used. For large series. hot stamping or film transfer tech-
niques are employed. Each site manufactures its own films, 
plates and screens as required.
In order to minimise employee exposure to solvent emissions, 
the latter are extracted directly at the workplace by means of 
ventilation units.

5. Tip production
On special rotary machines the brass, nickel silver or stain-
less steel blanks and wires are turned into tips for paste, ink 
or gel writing instruments and fitted with spheres. Swarf and 
cutting oils are then removed in a purification unit. Some tips 
are dry-treated without subsequent cleaning. By using an in-
tegrated distillation unit, Schneider has significantly reduced 
the need for solvents over the past few years. 
Tips for ink ballpoint pens are also made from plastic or a 
metal/plastic combination. In the production of the combined 
tips, the metal blanks are placed in the injection mould and 
overmoulded with plastic.

6. Ink feeder manufacture
To achieve the very best writing quality, it is very important 
to ensure precise harmonisation between the chemical-phys-
ical properties of the ink, ink feeder and writing tip. Schnei-
der is the only German manufacturer to have set up its own 
ink feeder production facility, providing control over the main 
components during the manufacturing process, Here polyes-
ter yarns are bundled together with special resins and bond-
ed under thermal conditions. In subsequent manufactur-
ing stages the ink feeders are cut to size according to their 
intended use and given different bevels. The grinding dust 
thereby produced is extracted by filter units

7. Finishing plant
In order to deburr metal parts prior to further processing or 
make them shine, they are rotated against each other by vi-
bration in vibratory vessels. Depending on requirements, wa-
ter is used in conjunction with various additives (so-called 
compounds) or abrasives. The resulting metal grinding sludge 
is precipitated, flocculated, filtered and then disposed of. The 
waste water produced is analysed, treated and passed into 
the sewage system. Waste water treatment takes place at an 
approved plant (indirect feeder).

Production techniques
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8. Ink regulator post-treatment
Schneider uses various processes for the post-treatment of 
ink regulators in fountain pens and in ink writing instruments 
with direct filling systems, also referred to as the "Free Ink 
System". In the plasma process, various gas mixtures are used 
in vacuum chambers. In addition, various chemical methods 
are used in closed systems.
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Implementation

1 Conservation of resources

Electrical energy savings
• Use of "green IT"

• �Purchase of efficient, fully electric injection moulding 
machines

In order to reduce the not inconsiderable power consump-
tion of the IT landscape, we have replaced more than 50% 
of regular PCs with small computers based on mobile tech-
nology over the last three years. Measurements show that 
in normal use, power consumption per computer and year 
is cut by more than 250 kWh. This measure also included 
replacing 95 % of CRT monitors with more power-efficient 
flatscreen models.

As of now there are 10 fully electric and three hybrid 
injection moulding machines which are particularly energy-
efficient.

Reduction of fuel
consumption
Replacement of company vehicles

In recent years, a number of vehicles have been replaced 
with more economical models. The aim was to cut specific 
fuel consumption by 10%.
The 5% reduction actually achieved did not quite meet this 
target, since the new transporter had a considerable higher 
level of fuel consumption due to its much larger load 
capacity. However, it was possible to reduce the number of 
additional trips with this vehicle.

Increase in energy efficiency
Conception of an additional CHP station

An additional CHP station was installed with a total output 
of 150 kW which in future will cover the base load. This 
means that even at the weekend, power and heat require-
ments can be met entirely using this type of combined heat 
and power generation.

2 Use of regenerative energy

Production of solar power
Extension of the solar power systems on the company 
buildings to up to 100 kWp

Since building space available in Tennenbronn only allowed 
expansion of the photovoltaic system to 33 kWp, a larger 
system was installed on the buildings of our sales subsidiary 
in Weilheim, Bavaria. This system is operated and financed 
by the company's headquarters. Expansion to the desired 
size will soon be complete.

3 Waste reduction

Avoiding waste from production In the plastic moulding facility it was possible to cut relative 
waste volumes (in relation to the amount of plastic granu-
late) to a level of just under two per cent. Waste volumes 
in the assembly departments have also been reduced rela-
tive to production volume.
In 2010, larger amounts of old packaging and boxes were 
disposed of due to the changeover to the new corporate 
design.

Environmental and individual goals

Goals achieved - Tennenbronn 2008–2011
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Implementation

1 Conservation of resources

Electrical energy savings
• Use of "green IT"

• �Purchase of efficient, fully electric injection moulding 
machines

In Wernigerode, over 40% of normal PCs were replaced 
with small computers based on mobile technology, largely 
with zero-watt standby technology .
What is more, 80% of CRT monitors were replaced with 
power-efficient flatscreen models. The remaining older 
models are only switched on sporadically, e.g. in the server 
area.

As of now there are two fully electric injection moulding 
machines in operation in the plastic moulding facility.

Reduction of fuel
consumption
Replacement of company vehicles

For Wernigerode we set ourselves an ambitious goal: the 
reduction of specific fuel consumption by 15 %. We only 
just failed to reach this target, with a reduction from 10.5 
litres per 100 kilometres in 2008 to 9.1 litres last year.

Saving thermal energy
Utilisation of waste heat in the plastic moulding shop by 
means of a rotary air-to-air heat exchanger.

A new warehouse was completed at the end of 2008 
which went into use at the beginning of the following year.
We deliberately did not install a separate heating system. 
Instead the new hall is heated via heat exchangers using 
the waste heat from the injection moulding machines and 
plant in the production facility.
A pleasing side-effect of this solution is that in future less 
energy will be needed to cool the injection moulding ma-
chines using cooling towers and cooling units.

2 Use of regenerative energy

Production of solar power
Power from regenerative sources

Since the beginning of 2010, 100% hydroelectric power 
has been used as at the company headquarters. Previously 
the figure was 17%.

3 Waste reduction

Avoiding waste from production Once again last year we were pleased to be able to cut 
mixed production waste, mainly consisting of plastic.
As in Tennenbronn, larger amounts of old packaging and 
boxes were disposed of in 2010 due to the changeover 
to the new corporate design, which increased this figure 
considerably.

Environmental and individual goals

Goals achieved - Wernigerode 2008–2011
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Input Tennenbronn

Product material Unit 2004 2005 2006 2007 2008 2009 2010

Plastics t 777.4 769.1 887.2 889.4 1.077.9 1.186.6 1.434.4

Metals t 149.8 163.7 174.5 195.3 231.1 171.5 214.3

Pastes/inks t 138.2 148.8 134.7 136.2 167.0 194.4 223.8

Decorative films 
and printing inks

t 3.6 4.2 4.3 5.6 8.3 9.6 11.1

Semi-components 
(other) *1

t 10.0 10.0 10.0 10.0 10.0 10.0 10.0

Total *2 t 1,079.1 1,095.8 1,210.7 1,236.5 1,494.4 1,572.1 1,893.6

Goods for trade t 65.9 73.0 71.4 73.5 70.8 57.4 173.9

Total incl.  
goods for trade *2

t 1,145.0 1,168.8 1,282.1 1,310.0 1,565.1 1,629.6 2,067.5

Packaging Unit 2004 2005 2006 2007 2008 2009 2010

Paper, carton t 183.1 178.7 210.0 210.0 225.5 224.7 280.8

Plastics t 29.7 36,0 33.3 42.2 50.5 41.2 50.7

Other 
(e.g. pallets, ...)

t 37.9 33.7 42.9 44.4 44.3 40.6 62.8

Total *2 t 250.8 248.4 286.3 296.6 320.3 306.5 394,3

Auxiliary and
operating materials

Unit 2004 2005 2006 2007 2008 2009 2010

Oils, greases, 
lubricants

t 4.7 4.8 4.4 5.4 5.1 4.9 6.9

Cleaning agents and 
solvents

t 9.9 8.2 8.3 7.7 7.7 6.9 9.1

Finishing compound 1.0 1.3 1.1 0.9 1.4 1.2 1.3

Miscellaneous 0.4 0.4 0.4 0.4 0.1 0.1 0.1

Total t 16.1 14.7 14.2 14.4 14.3 13.1 17.4

* Comments
1 The figures are estimated as they relate to semi-components such as labels and adhesive dots for which no weights were recorded in the ERP system.
2 More material, packaging and energy was required as a result of expanded production.
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3 No heating oil was purchased for the canteen area in 2009.
4 An additional CHP station was installed with an output of approx. 150 kW.
5 The cooling water used from the River Schiltach is fed back into the water cycle without loss and untreated.

Energy Unit 2004 2005 2006 2007 2008 2009 2010

Heating (heating oil 
EL) *3

MWh 80.,5 78.,8 40.8 36.1 40.4 0.0 41.7

Heating (LPG) MWh 853.5 974.3 916.4 804.4 1,060.3 870.8 816.6

Heating (CHP) *4 MWh 534.0 462.8 498.5 538.7 476.5 634.5 766.1

CHP (el. output) *4 MWh 240.5 209.5 223.8 235.5 210.2 279.3 368.8

Photovoltaic system 
(at site)

MWh 0.0 0.0 1.0 23.1 29.7 33.8 30.5

Electric power (exter-
nal sources)

MWh 3,134.3 3,260.1 3,445.3 3,418.0 3,640.1 3,370.9 3,813.6

Fuel (fleet) MWh 69.9 83.3 59.0 46.5 58.2 52.1 66.2

Total *2 MWh 4,912.7 5,068.8 5,184.7 5,102.4 5,515.4 5,241.3 5,903.5

Water Unit 2004 2005 2006 2007 2008 2009 2010

Cooling water *5 m3 69,900 66,150 83,093 69,159 81,494 86,402 84,266

Potable water m3 2,273 2,100 2,085 2,036 2,065 2,154 2,173

Total m3 63,173 68,250 85,178 71,195 83,559 88,556 86,439
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Output Tennenbronn 

* Comments
1 	Remaining stock of old packaging was disposed of in 2010 due to the introduction of a new corporate design.
2 Since paste suppliers and others making increasing use of plastic containers (RIGK system) there is a continuous increase in plastic waste.
3 �Our light liquids separators were cleaned/refurbished in the 2000 and 2010. For this reason, waste volumes increased significantly in these years (oil/water 

mixture).

Products Unit 2004 2005 2006 2007 2008 2009 2010

Own production t 1,033.3 1,110.0 1,106.3 1,193.5 1,359.2 1,460.2 1,720.0

Goods for trade t 65.9 73.0 71.4 73.5 70.8 57.4 173.9

Total *1 t 1,099.2 1,183.0 1,177.7 1,267.0 1,430.0 1,517.7 1,893.9

Waste for 
recycling 
Non-hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Paper, carton *1 t 47.3 51.5 46.3 48.2 55.1 52.0 64.1

Metals t 60.3 58.2 61.0 54.2 74.5 59.9 71.8

Plastics *2 t 42.0 46.3 48.8 53.3 59.8 59.2 68.1

Miscellaneous t 0.0 0.0 0.5 1.1 10.2 3.5 2.6

Total t 149.5 156.0 156.6 156.7 199.5 174.5 206.6

Waste for 
recycling 
Hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Machine oil t 0.0 0.0 2.4 1.5 1.2 2.3 3.5

Drilling and grinding 
emulsion

t 1.9 1.0 1.0 0.7 0.8 0.8 1.0

Trichloroethylene t 1.8 0.9 1.1 1.0 1.0 1.1 0.9

Solvents 
(free of halogen)

t 1.1 1.9 1.2 1.2 1.6 0.8 0.8

Other (e.g. oil/water 
mixture) *3

t 1.0 1.2 0.5 12.7 0.5 0.5 9.9

Total t 5.8 5.1 6.2 17.1 5.0 5.5 16.0
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* Comments
4 �Of the drinking water used, approx. 25–30 m³ is accounted for by the approved grinding shop, while the remaining waste water is generated in the sanitary 

area.

5 Since July 2004 Schneider has used 100% hydroelectric power. Previously 33% of power came from this source.

Waste for 
disposal 
Non-hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Commercial refuse 
(domestic-type)

t 10.9 8.3 8.4 12.5 10.8 6.8 8.2

Building rubble t 0.0 0.0 6.9 0.8 1.0 0.1 0.0

Total t 10.9 8.3 15.3 13.4 11.8 6.9 8.2

Waste for 
disposal 
Hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Metal grinding sludge t 2.7 3.1 2.7 2.6 3.9 2.9 3.8

Old paint t 0.1 0.5 0.3 0.3 0.5 0.5 1.2

Other (resins) t 0.5 0.5 0.2 0.4 0.1 0.2 0.0

Total t 3.3 4.1 3.3 3.3 4.5 3.6 5.0

Waste water Unit 2004 2005 2006 2007 2008 2009 2010

Cooling water in 
Schiltach

m3 69,900 66,150 83,093 69,159 81,494 86,402 84,266

Sanitary area m3 2,243 2,070 2,055 2,006 2,035 2,124 2,143

Finishing plant *4 m3 30 30 30 30 30 30 30

Total m3 63,173 68,250 85,178 71,195 83,559 88,556 86,439

Emissions Unit 2004 2005 2006 2007 2008 2009 2010

CO2 (electricity procurement) *5 t 664 0 0 0 0 0 0

CO2 (heating, CHP, fleet) t 362 369 351 335 372 367 415

Total t 1,026 369 351 335 372 367 415

t 169.6 173.5 181.3 190.5 220.9 190.5 235.8Waste total
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Input Wernigerode

* Comments
1 The figures have been recorded and documented separately since 2010.
2 Prod. increase / change in product range / blister packaging.

Product materials
(writing instru-
ments)

Unit 2004 2005 2006 2007 2008 2009 2010

Plastics t 282.6 245.7 360.6 388.2 435.4 339.3 346.1

Metalls, fittings, com-
ponents

t 91.0 70.6 23.3 20.9 28.4 37.4 71.2

Ink / ink 
concentrates

t 88.7 69.9 104.7 115.7 134.7 117.3 108.9

Water for ink produc-
tion *1

t 26.0

Decorative films 
and printing inks

t 4.2 1.8 4.2 3.6 4.2 3.6 3.8

Tool manufacture *1 t 11.0

Total t 466.4 387.9 492.8 528.5 602.7 497.6 567.0

Packaging Unit 2004 2005 2006 2007 2008 2009 2010

Paper, carton *2 t 119.9 110.3 157.5 151.4 203.4 143.1 165.0

Plastics *2 t 15.0 9.0 10.7 9.0 10.0 34.4 52.1

Glass *1 t 23.0

Other 
(e.g. pallets, ...)

t 3.2 16.5 30.7 36.9 23.3 20.2 20.1

Total t 138.1 135.8 199.0 197.2 236.7 197.7 260.2

Auxiliary and
operating materials

Unit 2004 2005 2006 2007 2008 2009 2010

Oils, greases, 
lubricants

t 1.3 0.5 1.3 2.8 1.5 1.4 0.0

Cleaning agents and 
solvents

t 0.2 0.2 0.1 0.1 0.0 0.1 0.2

Total t 1.6 0.7 1.4 2.9 1.5 1.5 0.2



Environmental Declaration  25

Energy Unit 2004 2005 2006 2007 2008 2009 2010

District heating MWh 601.0 507.0 506.0 415.0 450.0 667.0 710.8

Electric power (exter-
nal sources)

MWh 1,920.7 1,649.3 1,883.9 1,877.7 1,893.0 1,814.8 1,826.3

Fleet MWh 15.9 16.8 9.6 15.6 19.6 21.7 14.8

Total MWh 2,537.6 2,173.1 2,399.5 2,308.3 2,362.6 2,503.5 2,551.9

Water Unit 2004 2005 2006 2007 2008 2009 2010

Potable water m3 2,262 2,208 2,659 2,521 2,390 2,437 2,395

Total m3 2,262 2,208 2,659 2,521 2,390 2,437 2,437
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Output Wernigerode

* Comments
1 The figures have been recorded and documented separately since 2010.
2 Prod. increase / change in product range / blister packaging.

Products Unit 2004 2005 2006 2007 2008 2009 2010

Own production t 367.4 332.6 371.9 376.5 873.0 785.7 781.0

Total *1 t 367.4 332.6 371.9 376.5 873.0 785.7 781.0

Waste for 
recycling 
Non-hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Paper, carton *2 9.4 7.8 7.4 9.2 12.4 11.5 19.4

Metals 2.5 1.7 1.6 4.0 3.8 1.7 4.1

Plastic bags and films t 3.7 1.8 3.4 4.9 3.7 1.9 1.2

Moulded components 
for recycling

t 0.0 0.0 6.8 1.7 3.9 3.5 7.4

Mixed 
production waste 

t 18.0 20.0 25.6 24.1 19.2 29.1 20.0

Total t 33.6 31.2 44.9 43.9 43.1 47.6 52.1

Waste for 
recycling 
Hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Machine oil t 0.9 0.6 0.6 1.9 0.0 2.1 0.0

Drilling and grinding 
emulsion

t 1.9 0.6 0.0 2.2 0.0 1.1 0.0

Total t 2.8 1.2 0.6 4.1 0.0 3.2 0.0

Waste for 
disposal 
Hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Commercial refuse 
(domestic-type)

t 7.0 4.0 3.0 2.9 3.8 2.8 5.5

Total t 7.0 4.0 3.0 2.9 3.8 2.8 5.5
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* Comments
3 Since several ancillary staff have been employed over the last two years, water consumption has increased in the sanitary area.
4 Schneider used some power from hydroelectric sources from 2005 onwards; 100% of power has been drawn from this source since 2010.

CO2 emissions Unit 2004 2005 2006 2007 2008 2009 2010

from electricity pro-
curement *4

t 620 533 529 528 532 510 0

Distance heating 
+ fleet

t 144 122 122 100 108 160 171

Total t 764 655 651 628 640 670 171

Waste for 
disposal 
Hazardous

Unit 2004 2005 2006 2007 2008 2009 2010

Other, oil-contaminat-
ed operating materials

t 0.8 0.7 0.5 2.6 1.0 4.2 0.7

Substances containing 
solvents

t 0.0 0.0 0.0 0.2 0.4 3.9 2.4

Total t 0.8 0.7 0.5 2.7 1.4 8.2 3.1

t 44.2 37.1 49.0 53.7 48.3 61.8 60.7Waste total

Emissions
Water vapour

Unit 2004 2005 2006 2007 2008 2009 2010

Cooling towards in 
plastic moulding plant

t 1,152 1,157 1,539 1,388 1,259 1,063 948

Waste water Unit 2004 2005 2006 2007 2008 2009 2010

Sanitary area *3 m3 1,110 1,051 1,120 1,133 1,131 1,374 1,447
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Environmental impact

Product material
Different types of plastics, metals, pastes and inks are 
processed. Plastics are obtained as granulates for injection 
moulding and also as tubing, yarn or fibres. Schneider mainly 
uses polypropylene (PP), followed by the plastics ABS and 
SAN. PVC is not used.

The metals stainless steel, nickel silver and brass are pur-
chased either as wire or tubes. In general, the various wires 
are used to manufacture writing tips but they are also used 
to make springs for the refills. The tubing is utilised for manu-
facturing refills. Carbide metals (tungsten carbide) are used 
in small amounts, as are ceramics. Tool steels, copper and 
aluminium are processed in the tool and equipment manu-
facturing departments.

Depending on the intended use, various pastes, inks and gels 
are used as writing media. In order to preclude environmental 
damage, combustible or water pollutant materials are stored 
in special rooms with drain pans in accordance with legal 
requirements.

Packaging
For folding boxes and disposable displays we nearly exclusive-
ly use carton quality GD2 with a recycled paper content of 
at least 80%. Meanwhile, permanent displays can be made 
from plastic, wood, metal or glass. Shipment is in corrugated 
cardboard cartons, usually on Euro pallets, and protected by 
stretch film. Disposable pallets are also used for shipment 
purposes. Carton and wood account for approx. 90% of the 
total packaging used.

Schneider cooperates with various authorised service provid-
ers for the disposal of packaging at the trade and consumer 
levels.

Sales of writing instruments for private use and partially also 
for small businesses are shifting more and more from the 
advisory specialised dealer to self-service stores. To meet the 
requirements for product information, sales promotion and 
theft prevention for this distribution channel, the writing in-
struments are increasingly packed in so-called blisters. Blister 
cards are usually used which have a minimum recycled paper 
content of 80%. Harmless paints are used for the heat-seala-
ble coating. The blister covers are made from environmentally 
compatible and recyclable PET.

Waste in Tennenbronn
The main components of the waste in Tennenbronn are 
plastics, metals, paper and carton, with these three groups 
accounting for over 80% of production waste. The aver-
age annual percentage of recyclable waste exceeds 90%. 
Domestic-type commercial refuse accounts for most of the 
waste.The solvent used in the chlorinated hydrocarbon clean-
ing station is taken back by the manufacturer.

Waste in Wernigerode
The average annual share of recyclable waste in Wernigerode 
is over 85%. The largest contributors to waste are carton 
and production waste (an assortment of plastic waste and 
other writing instrument components). Some plastic waste is 
recycled externally.
The main types of waste sent for disposal are domestic-type 
commercial refuse and oil-contaminated operating materials.

Auxiliary and operating materials in Tennenbronn
The auxiliary and operating materials are mainly cutting and 
hydraulic oils, additives for the grinding unit, cleaning agents 
and solvents. 

A cleaning unit in accordance with 2. BlmSchV using 
trichloroethylene (chlorinated hydrocarbon) is employed for 
degreasing metal tips. This unit is regarded by Schneider as 
being highly critical due to the cleaning agent used, but it is 
indispensable due to the extreme cleaning requirements. 
Unfortunately, past substitution attempts using water-based 
cleaning agents or plasma processes did not not produce 
the desired results. However, we will continue to observe the 
market so as to be able to replace this process in due course.
Various measures have been implemented in recent years 
to mitigate the environmental impact, with solvent emis-
sions being reduced by the factor 10. For example, the unit 
uses a cyclical process featuring integrated solvent recycling. 
The vapour recovery system precludes any danger from the 
solvent to employees and the environment during filling and 
emptying of the unit. The entire unit is installed on a drain 
pan so as to protect the ground water.The supply of new 
product and the return of used solvent for recycling is carried 
out using approved safety containers, so-called SafeChem 
containers. The integrated distillation unit has brought about 
a considerable reduction in the required annual supply of 
new solvent.

Materials possessing water pollutant or other hazardous 
properties are treated and stored in accordance with legal 
requirements. The consumption of auxiliary and operating 
materials in Tennenbronn has been reduced continuously 
over the past years. Over the years, average consumption has 
dropped from approx. 23 tons to some 14 tons. This trend is 
mainly due to a reduction in material diversity and machinery 
upgrades. Peaks occurring at five-year intervals can largely be 
accounted for by oil replacement for machines.
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Auxiliary and operating materials in Wernigerode
The auxiliary and operating materials in Wernigerode are 
largely hydraulic, machine and drilling oils for the injection 
moulding machines and for tool manufacture, as well as 
small amounts of cleaning agents and solvents for the assem-
bly and printing departments.

Energy consumption in Tennenbronn
Electricity
100% of the electricity consumed in Tennenbronn comes 
from hydroelectric power. To some extent, self-generated 
electricity is used from the combined heat and power unit 
(gas CHP). In addition a photovoltaic system was installed on 
the company building towards the end of 2006 which now 
has an output of 33 kWp.All in all, Schneider operates photo-
voltaic systems with a total output of over 100 kWp, feeding 
some of their power into the grid.

The principal consumer of electrical power at Schneider's 
Tennenbronn site is the plastic moulding department. Here 
plastic granulate is heated so it can be injected into metal 
moulds. In order to achieve good working conditions in all 
work areas, comprehensive ventilation systems were installed 
as part of the last facility expansions as well as older parts 
of the building.This too has led to a slight increase in power 
consumption over the past few years. However, the addition-
al power requirement is mainly due to significantly increased 
production.

Heating plants
• �The building is heated using a modern condensing gas 

boiler with LPG (liquefied petroleum gas), with only the 
canteen area still being heated using small amounts of 
heating oil. The LPG store is an approved installation in 
accordance with 4. BlmSchV (Federal Emissions Protection 
Act). The underground storage tank has a capacity of 48 
tons of LPG.

• �The combined heat and power unit, installed in 1998 and 
fuelled by LPG, was supplemented with another slightly 
smaller unit and significantly increases energy yield. The 
power and heat generated are fed into the in-house grid.

• �Heat is recovered effectively from waste heat in the plastic 
moulding shop via a rotary air-to-air heat exchanger as well 
as from the newly installed ventilation unit in the manufac-
turing departments.

• �Heat recovery at the compressor unit heats the process 
water throughout the entire year.

Energy consumption in Wernigerode
Electricity
At Schneider's Wernigerode site, too, the main consumer of 
electrical energy is the plastic moulding shop.
As in Tennenbronn, the plastic granulate is likewise heated 
and injected into moulds. Further major energy consumers 
are the compressors and cooling units. Since the beginning of 
2010 this site has also run 100% on hydroelectric power.

Heating for buildings
• �The factory at Wernigerode does not have its own dedi-

cated heating system. District heating from the public utility 
company is used to heat the buildings.

• �In Wernigerode, too, the process water is heated through-
out the year by heat recovery from the compressors.

• �Various constructional alterations were made to optimise 
the grid so as to integrate recovered heat into the heating 
system as well.

• �The newly completed warehouse is heated by means of 
waste heat from the plastic moulding shop.

Water/waste water in Tennenbron
The potable water comes exclusively from the company's 
own springs. It is largely used in the sanitary areas, with small 
amounts also required for ink feeder manufacture and in 
the grinding shop. In the injection moulding unit the moulds 
and machines are cooled indirectly with water from the River 
Schiltach via a heat exchanger in the cooling water system. 
Water for re-cooling is taken from the stream and purified 
using silica sand filters. It is heated in the heat exchanger and 
then fed back ínto the River Schiltach without loss and with-
out the addition of chemicals.The waste water is made up of 
the used potable water, the re-cooling water returned to the 
River Schiltach and a small amount of waste water from the 
grinding unit (indirect feed).

Water/ waste water in Wernigerode
Only potable water is obtained and used from the public 
waterworks as fresh water. It is used in the sanitary areas, for 
the manufacture of inks and to top up the cooling water sys-
tem of the plastic moulding shop and the eroding machines. 
Waste water is produced in the sanitary areas and as rinsing 
residues in the cleaning of ink containers and ink cartridges.
  

Noise
New measurements were carried out after the limits for noise 
areas were lowered. Here it was discovered that noise pol-
lution is possible in the plastic moulding and tip production 
departments at the Tennenbronn site. In order to offer maxi-
mum hearing protection, each employee was issued with 
specially fitted ear protectors. Suitable ear protectors are also 
available for employees in departments without noise areas. 
No noise pollution can be detected outside the buildings.
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Emissions
At the Tennenbronn site, emissions are largely due to the 
heating units and the two CHP units. Emissions from the 
chlorinated hydrocarbon cleaning station are mainly withheld 
by active carbon filters, ensuring that levels are within the 
approved thresholds. Most emissions in Wernigerode do not 
occur directly at the Schneider site but on the premises of 
the district heating supplier. At both locations emissions are 
produced in small amounts by solvents, thinners and printing 
inks in the screen print unit, as well as by the small company 
vehicle fleet. Other emissions such as methane, sulphur 
hexafluoride and hydrofluorcarbons are not relevant to either 
site.

Traffic
Only a small fleet is maintained at each site, consisting of  
cars and a small transporter.
A single shipping company operates at both sites so as to 
reduce delivery traffic and therefore avoid empty runs.

Other indirect effects
• �Wherever possible, regional suppliers and trades people  

are given preference.
• �Suppliers operating an environmental management system 

are given preference.
• �About 25% of the workforce come to work by bicycle at 

the Wernigerode site.
• �There is a free company bus which serves the Tennenbronn 

site.
• �Preference is given to rail travel for business trips (on this 

issue, see also environmental goals / detailed compilation).

Contaminated sites
None known.
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Core indicators Tennenbronn

Energy efficiency Unit 2004 2005 2006 2007 2008 2009 2010

Energy total MWh 4,913 5,069 5,185 5,102 5,515 5,241 5,904

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI MWh / t 4.75 4.57 4.69 4.28 4.06 3.59 3.43

incl. regenerative 42% 64% 66% 67% 67% 65% 65%

Material efficiency Unit 2004 2005 2006 2007 2008 2009 2010

Material t 1,079 1,096 1,211 1,236 1,494 1,572 1,894

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI t / t 1.04 0.99 1.09 1.04 1.10 1.08 1.10

Water Unit 2004 2005 2006 2007 2008 2009 2010

Potable water (not incl. 

cooling)

m³ 2,273 2,100 2,085 2,036 2,065 2,154 2,173

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI m³ / t 2.20 1.89 1.88 1.71 1.52 1.48 1,26

Waste Unit 2004 2005 2006 2007 2008 2009 2010

Waste total t 170 174 181 191 221 191 236

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI t / t 0.164 0.156 0.164 0.160 0.162 0.130 0.137

Biological diversity Unit 2004 2005 2006 2007 2008 2009 2010

Developed
and sealed space

m² 11,084 11,084 11,084 11,084 11,084 11,084 11,084

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI m² / t 10.73 9.99 10.02 9.29 8.15 7.59 6.44

Emissions Unit 2004 2005 2006 2007 2008 2009 2010

CO2 - total emissions t 362 369 351 335 372 367 415

Product (not incl. goods 

for trade)

t 1,033 1,110 1,106 1,193 1,359 1,460 1,720

KPI t / t 0.35 0.33 0.32 0.28 0.27 0.25 0.24
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Core indicators Wernigerode

Energy efficiency Unit 2004 2005 2006 2007 2008 2009 2010

Energy total MWh 2.538 2,173 2.399 2.308 2.363 2.503 2.552

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI MWh / t 6.91 6.53 6.45 6.13 2.71 3.19 3.27

incl. regenerative 0% 0% 10% 11% 10% 9% 72%

Material efficiency Unit 2004 2005 2006 2007 2008 2009 2010

Material t 605 524 692 726 839 695 827

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI t / t 1.65 1.57 1.86 1.93 0.96 0.88 1.06

Water Unit 2004 2005 2006 2007 2008 2009 2010

Potable water (not incl. 

cooling)

m³ 1,110 1,051 1,120 1,133 1,131 1,374 1,447

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI m³ / t 3.02 3.16 3.01 3.01 1.30 1.75 1.85

Waste Unit 2004 2005 2006 2007 2008 2009 2010

Waste total t 44 37 49 54 48 62 61

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI t / t 0.120 0.112 0.132 0.142 0.055 0.079 0.078

Biological diversity Unit 2004 2005 2006 2007 2008 2009 2010

Developed
and sealed space

m² 7,522 7,522 7,522 7,522 7,522 8,203 8,203

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI m² / t 20.47 22.62 20.23 19.98 8.62 10.44 10.50

Emissions Unit 2004 2005 2006 2007 2008 2009 2010

CO2 - total emissions t 144 122 122 100 108 160 171

Product (not incl. goods 

for trade)

t 367 333 372 377 873 786 781

KPI t / t 0,39 0,37 0.33 0.27 0.12 0.20 0.22
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Environmental goals 2011–2014

Program
Individual goal

Measure By Site Responsible

Use of regenerative energy
Production of solar power

Expansion of installed total  
photovoltaic output from  
100 kWp to > 250 kWp

2013 Schneider 
Group

GL

Conservation of resources
Increase in energy efficiency

Extension of CHP peak output from 
170 kW to > 250 kW electrical 
output.

Generation of 1 million kWh electri-
cal output by CHPs (of a current 
total consumption of approx 6 
million kWh)

2013

2014

Schneider 
Group

TB

GL

GL

Electrical energy savings Procurement of 4 low-energy injec-
tion moulding machines. Reduction 
of specific power consumption in 
the plastic moulding shop.

Procurement of 2 low-energy injec-
tion moulding machines. Reduction 
of specific power consumption in 
the plastic moulding shop to < 1.6 
kWh /kg of material processed.

2012

2012

WR

TB

BL

GL

Saving thermal energy Improved heat insulation on 4,300 
m² of roof area: this is anticipated 
to cut the need for district heating 
by approx. 2 %. Approx. cost of 
investment: € 200,000.

2012 WR BL

Reducing fuel consumption 
and emissions

Investment in replacement for older 
vehicle

Procurement of up to 3 electrically 
powered cars if these reach market 
maturity within the next 3 years.

Bicycle-friendly company: provision 
of e-bikes and normal bicycles so as 
to save at least 20,000 km of staff 
car travel.

Detailed recording of travel mileage 
covered and emissions generated.

2012

2014

2012

2012

WR

TB

TB

TB / WR

BL

GL

GL

GL / BL
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Program
Individual goal

Measure By Site Responsible

Waste reduction
Avoiding waste from production 
and packaging

Use ERP system to capture regener-
ate in the plastic moulding shop and 
ensure use by means of material 
certificates.

Reduction of packaging and carton 
waste by 10% in relation to 2010.

2013

2012

WR

TB / WR

IT

Product development Expansion of range to include 2-3 
products from "post-consumer 
material" or from renewable raw 
materials

2013 TB GL

Communication
Staff information

Improved communication of com-
pany environmental performance

2011 TB / WR GL

Improved communication of general 
environmental themes

2012 TB / WR GL

Information on global excesses 2012 TB / WR GL

Environmental management
Efficiency increase 
and system expansion

Analysis of environment-related 
figures from the ERP system

Integration of the new plant 2 in 
Tennenbronn in the 
environmental management system

2012

2012

WR

TB

IT / UMB

GL / UMB

Environmental goals 2011–2014
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Statement of validity

Environmental declaration 
The next consolidated environmental declaration will be 
issued no later than September 2014. 

In the interim years an annual update of the environmental 
declaration will be compiled and submitted to the environ-
mental inspector for validation.

Environmental inspector/environmental inspection 
organisation
The following environmental inspector/environmental 
inspection organisation was commissioned: 
Dr.-Ing. Udo Ammon (accreditation no. DE-V-0259)
Intechnica Cert GmbH (accreditation no. DE-V-0279)
Ostendstr. 181
90482 Nuremberg

Validation confirmation
The undersigned, Dr. Udo Ammon, EMAS environmental 
inspector with the registration number DE-V-0259, ac-
credited or licensed for the area 32.99 (NACE-Code Rev. 
2), confirms that an inspection has been carried out as to 
whether the entire organisation Schneider Schreibgeräte in 
Schramberg - Tennenbronn and in Wernigerode, as set out 
in the consolidated environmental declaration (bearing the 
registration no. D-169-00015), fulfils all the requirements 
of Regulation (EC) No. 1221/2009 of the European Parlia-
ment and Council dated November 25, 2009 concerning 
voluntary participation of organisations in a community 
system for environmental management and environmental 
audit (EMAS).     

By signing this declaration, it is confirmed that
• �the inspection and validation were carried out in full 

compliance with the requirements of Regulation (EC) 
No. 1221/2009,

• �the result of the inspection and validation confirms that 
there is no evidence to suggest non-adherence to the 
valid environmental regulations, 

• �the data and information contained in the organisation's 
consolidated environmental declaration provides a reli-
able, credible and truthful impression of all the organisa-
tion's activities within the areas covered by the declara-
tion.

Nuremberg,

Dr. Udo Ammon
Environmental Inspector
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