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Approved for public release
This environmental statement aims to inform our employees, customers and interested members of 
the public about environmental protection in our company. We guarantee that the information 
contained in this environmental statement is truthful and hereby approve the environmental state-
ment for public release. Responsibility for approving this environmental statement lies with Executive 
Management.

Christian Schneider, Executive Management
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The creation of a sustainable  
ballpoint pen 
The journey from a sugar cane 
plantation to your desk, with 
many environmentally significant 
stops along the way. Page 4–11

Social responsibility 
We take great interest in the well- 
being of the people who work with 
us and for us. 
Page 12–13 
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Dear Reader, 

We are celebrating a small but highly 
significant anniversary: In 1998, we were 
awarded our first EMAS certification, 
making us the first company in our sector 
to venture in this direction. 

Tradition of sustainability 
This was not without reason. Some years 
before, we started thinking about how 
to perform production as economically as 
possible in terms of energy and resources 
while also protecting the environment. 
And now it is already twenty years since 
we installed EMAS, in so doing raising 
our efforts to a professional level. The 
»Eco-Management and Audit Scheme« 
developed by the EU aims at driving 
constant improvement in environmental 
performance, published in the form of an 
environmental statement which is audited 
by an independent expert. 

Not being content to simply rest on our 
past pioneering laurels, we have contin-
ued to instigate further improvements 
from year to year. For instance, since 
2010, we have been producing electricity 
solely from renewable energy sources, 
operating our own photovoltaic and heat/
electricity cogeneration plants, reusing 
85 % of our production waste and con-
stantly increasing the number of our prod-
ucts made from bio-based plastic using 
climate-neutral production techniques. 

The Black Forest and Harz regions 
We wish to do everything within our pow-
er to ensure that future generations inherit  
a world that is liveable, sustainable and  
allows people to blossom and thrive in 
their lives. This ethical goal is additionally 
motivated by the fact that our business 
locations are in two of the most attractive 
natural landscapes in Germany. Every day, 
the Black Forest and the Harz regions 
present us with a visual reminder that na-
ture is our most valuable commodity, and 
every time we look out of the window, 
we are made aware of our responsibility. 

We Care   
Since 2013, all our packaging carries a 
logo with the words "We Care". This suc-
cinctly sets out our stance, and moreover 
we make reference to detailed informa-
tion that we have made available in the 
Internet under a special navigation item 
located at: www.schneiderpen/we_care.   

A sustainability tour 
To make it easier to follow our ideas and 
efforts in support of sustainable produc-
tion, we have not ordered the individual 
measures in this report according to 
themes (waste avoidance, energy saving, 
renewable energy sources, etc.) but we 
explain what it is that we do to preserve 
the environment at various points along 
the production chain, using the manu-
facture of a ballpoint pen as an example. 
We hope that this information gives you 
a valuable insight into our efforts. If you 
would like to find out more, we will be 
happy to answer your questions. Write 
to us. We look forward to a constructive 
exchange of opinions. 

I hope you find some interesting reading. 
Yours, 

Christian Schneider  

Christian Schneider  
Executive Management

20 Years  
EMAS Certification



90%
bio-based 

plastic

Casing made of

A sustainable
career



Follow the Slider Xite all the way from 
raw material extraction to the consumer’s 
writing desk, and find out just how often 
our »We Care« approach finds application.

Extracting raw materials from sugar cane etc.
Bio-based plastics are derived from renewable raw materi-
als. These include corn starch, sugar cane or beet, vege-
table oils such as castor oil and cellulose from cotton or 
wood. The use of renewable raw materials conserves our 
limited mineral oil resources and reduces CO2 emissions, in 
an average comparison with conventional fossil-fuel-based 
raw materials.

After the pioneering K3 Biosafe, we went on to produce 
further models made from bio-based plastic, such as the 
Line-Up fineliner, the Fineliners, and the Link-It fibre pens, 
as well as the ballpoint pen we present here: the Slider Xite. 
We will continue to expand the portfolio over the coming 
years. 

About bioplastics 
Bioplastics include both bio-based and biodegrad-
able plastics. This is why we refer to 'bio-based' 
plastics. The expression indicates precisely that these 
plastics are derived from renewable raw materials. 

Biodegradability is not a necessary feature of 
bio-based plastics. It is technically impracticable to 
create products with a long-service life, designed to 
remain resistant over periods of use under all climat-
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ic conditions, that are subsequently biodegradable after 
their useful life. 

We have conducted an independent certification for all 
writing instruments made of bio-based  
plastic. The number given beneath the quality seal  
»DIN-geprüft bio-based« leads directly to the test certifi-
cate at www.dincertco.tuv.com
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Heat and electricity: efficiency saves energy
Modern equipment guarantees the best performance. And above 
all - maximum electricity savings. Which is why we continually 
renew our machinery, for instance, with the purchase of  
33 hybrid or fully electric injection moulding machines, at a cost 
of more than three million euros, that have extremely economic 
consumption rates. A great deal of energy can also be saved in 
processes. The warehouse at our plant in Wernigerode is heated 
exclusively by exhaust heat from injection moulding facilities, on 
the basis of heat exchangers. As the hall is heated, the machines 
are cooled, with the result that no electricity is required for any 
cooling equipment. We also make general use of exhaust heat at 
both locations for heating service water throughout the year.

85 percent of production waste is reused
We ensure that no waste remains, by recycling scrap material  
into something new. Any waste or faulty parts produced in the 
plastic moulding shop are ground up directly at the machine and 
then returned to the production process. The proportion of waste 
not subjected to recycling in this way is meanwhile less than 2 per-
cent In addition, cutting oils for metalworking can also be re-used if 
correctly filtered and treated. Overall, by standardising the materials 
we use, we have succeeded in increasing the share of re-usable 
production waste to 85%. The volume of waste in relation to prod-
uct weight has declined by more than 30% since 2007. 

The most important strategic challeng-
es at our plants are energy and material 
efficiency, sustainable production pro-
cedures and technologies that protect 
the climate.

85%
recycling



100%
from renewable 
energy sources

Electricity: 

Sustainability Report  7

On site: photovoltaics and cogeneration of heat and 
 electricity
We have installed photovoltaic systems on the roofs of our factory 
buildings in Tennenbronn and Wernigerode that make use of the 
more than 2,000 hours of sunlight per year that the Black Forest 
and Harz regions enjoy. In addition, we operate cogeneration plants 
in both Tennenbronn and Wernigerode for producing heat and 
electricity. 

Regenerative
Since 2010, following a gradual restructuring phase, 
the electricity we use has been obtained exclusively 
from renewable sources. Unless it is produced directly 
in our plants (see above), we obtain our electricity from 
hydro-electric generation.

Saving energy with nature 
Even the stream that runs through our site in Tennen-
bronn plays its part in saving energy. When fed into our 
cooling system, the water significantly reduces the use 
of power-hungry cooling machines. Naturally we make 
sure that the water is completely clean when it returns 
to the stream and that the flora and fauna are not 
damaged in any way.  

In our corporate carbon footprint, the use of 100% 
renewable energy plays a decisive role in reducing our 
CO2 emissions. 
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If it is good, it stays
Solid quality and high writing comfort guarantee everyday suitability 
and a long service life. This is ensured by a break-proof and dirt-resis-
tant barrel, a sturdy metal clip, a universal shape for both normal and 
giant refills, and being fitted with a metal tube refill that can be stored 
for long periods. Viscoglide technology enables extremely light and 
smooth writing. Our development and production activities are almost 
exclusively in Germany, as we find this is the best way for us to inspect 
and guarantee our manufacturing procedures.

We put our writing instruments through stringent testing. The illustra-
tion shows two typical patterns taken from endurance tests involving 
clamping pens to a test apparatus, where they write on a continuous 
paper supply until the refills finally run out. This produces the patterns 
shown, which are then subjected to precise examination by our techni-
cal experts to assess their quality consistence.

Ambitious development 
goals:
We are not merely interested in ensuring maxi-
mum product quality, but we have also thought 
about what additional factors can persuade 
people to reject the trend of simply throwing 
things away.

Word of mouth persuasion
The plain design style fits in with the modern digital environment 
but does not have a polarising effect in terms of age, gender, 
social context, income, fashion or other aspects. The ‘bio-based’ 
seal raises this ballpoint pen from the mass of anonymous 
products and identifies the owner as a person with an ecological 
conscience. The constant eye contact that the user has with the 
seal strengthens his sensitivity towards an ecological lifestyle and 
raises his inhibition threshold for discarding objects offhand.
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You can always go greener
We employ low-energy computers and low-con-
sumption flat-screen monitors in our administrative 
and technical departments, which has resulted in a 
reduction of electricity consumption by more than 
half. The use of outside air for internal air-condi-
tioning in the data centres has resulted in a consid-
erable reduction. Trains or electric and hybrid cars 
are preferred for business journeys.

Packaging made of 80 percent recycled paper
Most of our boxes are made of cardboard with an 80% 
portion of recycled paper. For blister packs we only use 
PET foil, which can be disposed of safely. In association 
with our upstream suppliers, we have been able to attain 
substantial progress with raw materials. The PET film we 
employ is 30 percent bio-based.

Paper bags and cotton carriers
We provide retailers with millions of carrier bags made of 
PEFC-certified paper, along with multi-use bags made of 
cotton. In this way, we are making a visible contribution to 
reducing plastic bag pollution.

E-bikes etc. 
In recent years we have consistently replaced older 
vehicles in our fleet with cleaner, more economical 
models. Many employees choose to keep fit and help 
the environment by coming to work by bicycle: Our 
fleet of company e-bikes now numbers more than 100 
and the scheme has won awards from the state of 
Baden-Württemberg and B.A.U.M. (Federal Working 
Group for Environmentally Aware Management). A 
further sustainable alternative to cars is available to em-
ployees in the form of works buses. The use of e-bikes 
and works buses has resulted in an annual saving of 
approximately 150,000 car kilometres. 



Tennenbronn

Wernigerode

Certificate
Schneider Schreibgeräte GmbH

Slider product line

This certificate confirms the offset
of carbon emissions by additional
carbon offset projects.

CO2-equivalents

1,669,668 kg

Supported offset project

Multiple projects

ClimatePartner-ID

53739-1409-1002

Issued on

13.01.2017

Use the following URL for more
information about the offset and the
supported carbon offset project:

www.climate-id.com/53739-1409-1002

Short distances
In a move designed to avoid long transport  
routes, we obtain more than half of our packaging 
from suppliers within a radius of 50 km and more 
than ninety percent of the volume by weight pro-
cured originates from Europe. We also concentrate 
our freight volume on a single transport company, 
thus ensuring the most efficient utilisation of re-
sources. This helps to keep fuel consumption down 
and reduces the associated emissions.

Climate-neutral
By determining our corporate carbon footprint on a yearly basis, we create  
the potential to reduce emissions of dangerous greenhouse gases. However, 
they cannot be completely eliminated. Which is why we compensate for the 
CO2 emissions of more than 13 million pens annually by supporting a certified 
climate protection project. In our case, we are assisting the Kibale National Park in 
Uganda, one of the country’s last remaining tropical primary forests. They are the 
natural habitat to many different plant and animal species that are threatened by 
extinction, whose natural environment has now been secured by reafforestation. 
10,000 hectares have been gained, accompanied by a reduction in CO2 emissions. 
Moreover, the project creates jobs and has had a positive effect on infrastructure 
improvements.

Information: www.climatepartner.com, ID-53739-1409-1002



Image from Schneider 
Website
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Sustainability from refilling
Refilling avoids creating more waste. Clean 
and simple possibilities are the motivation: 
We have developed a Plug+Play system for 
our ballpoint pens, with a universal shape 
for various refill formats. This means that a 
suitable refill is almost always available.

Ecology and progress are not 
a contradiction in terms. This 
combination forms the guid-
ing principle of our product 
development and production 
methods. We have been given 
a great amount of recognition 
for this.



Fit and healthy
Our health management mo-
tivates people to take part in 
sporting activities.

A very popular hit
One in five employees uses 
an e-bike not only to come 
to work but also for private 
journeys.

Trainee days
In addition to specialist pro-
fessional training, we also pro-
mote team spirit and creativity.
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Our staff are the key to our success
When companies and employees show loyalty to each other and 
think in the long term, the result is a win-win situation.  
We offer around 650 attractive and qualified workplaces, begin-
ning with training places for school leavers. The average length of 
service among our staff is almost 13 years. Mutual appreciation and 
respect creates a working climate that supports this extraordinary 
loyalty.   

Health and safety in the workplace
We invest both in the latest technology to ensure health and safety 
at work, as well as in prevention. The provision of systematic and 
effective work protection necessitates a number of staff positions, 
for example, for firefighting, hazardous substances, and occupa-
tional safety. For medical care, first-aid courses are held on a regular 
basis. We offer numerous sporting activities, such as yoga, running 
and cycling groups and back exercise workshops, as well as cookery 
classes. 

A just reward for good work
Every year we provide training in many technical and commercial
professions. Our ‘do-it-yourself-approach in conjunction with 
increasingly complex production technology necessitates a constant 
rise in highly qualified specialists. Full-time and part-time employ-
ees in all shift variations are offered an annual participation in the 
company’s success in addition to their regular wages. Following the 
takeover of the Wernigerode (Saxony-Anhalt) plant, the wage level 
there was immediately raised to that of the headquarter site.

Made in Germany
We develop and produce our writing instruments almost exclusively 
in Germany. Over 90 percent of all components are produced in our 
own works, placing us at the top of all German writing instrument 
manufacturers. All of our actions are transparent and self-con-
trolled, and we can guarantee compliance with the complex 
German social standards to their fullest extent.

Fair purchasing
We follow a collaborative approach with our suppliers, treating 
them as partners. A healthy balance of give and take, opportunity 
and risk is vital. In an effort to ensure that social requirements are 
met, 90% of our materials are purchased in EU member states. 
We require our suppliers to sign up to a declaration in relation to 
the protection of humane working conditions. Approx. 70% of 
all external piece work is awarded to workshops for people with 
disabilities, thus enabling the people who live there to take part in 
working life. 

Ethics and morals
Schneider has signed up to the PBS code of honour. This ethical 
initiative, which is organised by the PBS business association (paper, 
office, and stationery), ensures transparency, equal opportunities 
and fair business practices among market partners throughout the 
industry. The Honorary Committee for Business Conflicts within the 
PBS industry monitors compliance with the principles of the code of 
honour and investigates breaches. It will deal with complaints from 
any source. We give compliance training to maintain our employ-
ees’ awareness of the need to abide by the law.

The economy is for people. Which is why we always make our com-
mercial decisions against a background of respect for the values of 
society. In addition to environmental protection, this also concerns 
working conditions in our operating facilities, health management 
for our employees, training and further training, and the socio-eco-
logical standards in our supply chain. 

Social Responsibility
Making things better for 
everyone
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Recycling of production 
components

Electricity is 100% from 
waterpower / regenerative 
energy

Reducing CO₂ emissions

Developed and  
produced in Germany

Reduction of emissions 
and waste

Long lasting, sustainable 
products
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Technical product specifications

Ballpoint pens and refills
marker and writing systems with  
cartouche-type ink reservoir

The Tennenbronn plant produces ballpoint pens and refills, as well 
as ink pens and markers with cartouche-style reservoirs.

Ballpoint pens and refills
Ballpoint barrels and mechanisms are mainly made from plastic. 
Metals are used in clips, pushbuttons, decorative rings, barrel tips 
and nips. The lead tubes are made from metal or plastic and are 
filled with an ink paste. The writing tip is always made from metal.

Marker and writing systems  
with cartouche-type ink reservoir
Roller balls, felt tips and markers are mainly made entirely from 
plastic. The barrels are mostly made from polypropylene (PP). 
Cartouches (fibre rods for storing ink) and ink feeds are made from 
polyester. Some marker models have an aluminium shaft. Depend-
ing on the model, the writing tips are made from fibre, plastic or 
metal. The inks used are mostly produced on an aqueous base. In 
order to be able to adhere to smooth surfaces, the ink in perma-
nent markers needs to contain alcohol. These inks are stored and 
processed according to special requirements.

Marker Maxx Eco 110

Plug+Play

Slider Xite

Marker Maxx Eco 110 cartridge

Product examples 
Plug+Play
Schneider ballpoint pens using the Plug+Play system have a 
universal shape for various refill formats. This makes changing 
the refill child's play.

Slider Xite 
The casing of this ballpoint pen is made of 90% bio-based 
plastic. Moreover, all bio-based models are produced 
CO₂-neutrally.

Maxx Eco highlighter
Highlighter with ingeniously simple quick refill system. Simply  
insert the cartridge and the highlighter is ready for use. Every 
cartridge replaces a new highlighter.

Emissions
fully com-
pensated

CO2
neutral

Bio
Pen body 
made of 
90 % 
biobased 
plastic
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The company was founded in Tennenbronn in 1938 by  
Christian Schneider. From 1978 onwards, Roland Schneider was the 
owner and CEO. In 2010 his son Christian Schneider and Frank Groß 
joined the management team. Since the beginning of 2018, the 
two of them have been the sole managers of the company.

In 1949, the company began production of ballpoint pen refills and 
has exclusively produced wiring instruments since 1990.

The headquarters in the climatic spa town of Schramberg- 
Tennenbronn meanwhile houses three plants. Plant 1, at the 
address Schwarzenbach 9, has a property area of 28,832 m², of 
which 11,200 m² have sealed surfaces. As the facility is built on 
several storeys, an area of 27,500 m² is available for production and 
administration. Canalised in some areas, the river “Schiltach” flows 
through the site, which is designated for industrial use. Extensive ef-
forts have been made to integrate the entire company in its natural 
surroundings in as responsible a way as possible.
A total of 363 people are employed in development, laboratories, 
design, toolmaking, production, marketing, sales, purchasing and 

administration. There are several free bus connections every day 
that take workers to the company and to their jobs.

Two additional buildings were obtained in Tennenbronn to help 
cope with the increased order volume and to ensure timely order 
execution.
•  Plant II, at the address Unterm Dorf 184/1, employs 28 people. 

This is where writing instruments are assembled and packaged. 
It has approx. 1,800 m² of usable space. 

•  The ‘Blulog’ logistics centre, located at the address Weier-
halden 37/1, has been converted to suit our purposes, and 
houses the finished product warehouse and dispatch logistics, 
employing 16 people. The building has several stories, which 
gives it a usable space of approx. 6,200 m². The building is 
also served by the free bus connection.

These measures together have created a total usable space of 
 approximately 35,500 m², representing an increase of nearly 30%.
A total of 407 people work at the three plants in Tennenbronn.

Company profile,  
Schramberg-Tennenbronn

Headquarters, Schwarzenbach 9 in Schramberg-Tennenbronn

Plant II, Unterm Dorf 184/1 in Schramberg-Tennenbronn

Logistics Centre ‘Blulog’, Weierhalden 37/1 in Schramberg-Tennenbronn
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Technical product specifications

Writing systems with ink reservoir
Cartridge system

Fountain pens and ink pens with regulators are produced in 
 Wernigerode, along with markers with cartouche-type reservoirs 
and ink cartridges.

Fountain pens and ink pens with regulators
Ink is stored in liquid form without a cartouche (liquid ink system). 
The control of the flow of ink to the writing tip and the balancing 
of pressure and temperature variations (leak guard) is handled by 
the ink regulator. The benefits of the regulator technology include 
the precise and even flow of ink and the use of the large ink res-
ervoir right down to the last drop. Plastics are mostly used. Metals 
are used for nibs and sometimes for pin tips and clips. The inks are 
water-soluble.

Markers with cartouche-type ink reservoirs
Wernigerode mainly produces highlighters and whiteboard markers. 
The barrels are mostly made from polypropylene (PP). Cartouches 
(fibre rods for storing ink) and ink guides are made from polyester. 
The inks used are produced on an aqueous base.

Ink cartridges
Standard ink cartridges are produced for use in fountain pens and 
rollerballs from Schneider and many other brands. 

In addition, rollerball cartridges with integral writing tips are also 
produced. This means that the sensitive writing tip is also replaced 
every time a new cartridge is fitted. The use of the writing instru-
ment is no longer reduced by deteriorating writing quality.

Job

One Business
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Company profile,  
Wernigerode

In 1991, Schneider took over VEB Heiko, a well-known fountain 
pen maker in the former German Democratic Republic. Schneider 
thus acquired the company's regulating technology for controlling 
the available ink without requiring a cartouche-type reservoir. The 
company moved into a new production and administration building 
in the industrial area of Stadtfeld in 1992. As a result of several 
extensions, the property area has meanwhile grown to approx. 
25,400 m², with 10,440 m² of sealed surfaces and a usable area of 
around 10,400 m².

The main work at Wernigerode involves regulator technology and 
the production of the associated wiring instruments. In addition, 
because of space constraints, the production of some markers 
with cartouche-type reservoirs was moved from Tennenbronn to 
 Wernigerode. The site currently has 117 employees.

Production facility in Wernigerode
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The geographical location of our sites, combined with our self-im-
age and quality consciousness, afford us a meaningful connection 
with our customers, staff and business partners as well as with 
the environment. Which is why we have defined a set of overall 
ecological, social and quality goals.

We have created the Integrated Management System, a platform 
that intelligently combines our own specifications relating to 
quality and environmental matters, the standard requirements of 
ISO 9001 and ISO 14001, and the requirements of EMAS, pursues 
them consistently and subjects them to continual improvement.

It is the customer that sets the quality standards of our products 
and services. To comply with these requirements, we strive to em-
ploy lean and secure processes that enable us to effect continual 
improvement. This makes customer satisfaction an essential 
indicator of our performance.

We do not view the existence of high-quality industrial production 
facility in a recreation area as a contradiction. Our sites fulfil all 
environmentally relevant regulations. More than twenty years 
experience with EMAS enable us to perform continual inspection 
and improvement of our environmental performance – even 
beyond that which is required by law.

Our goal is to produce functional, reliable writing instruments 
with a long service life To do this, we employ the best available 

technology in an economically tenable manner to conduct new 
and replacement investments and continually pursue systematic 
energy saving measures and follow the life cycle of our prod-
ucts and decisions. This enables us to avoid waste and to protect 
resources.

Our employees are our most valuable commodity. It is thanks to 
their knowledge, ability and motivation that we are able to enjoy 
such success in Germany. Thanks to our supply of qualified work 
and training places with associated work and health protection, 
we are creating a safe social environment and strengthening the 
community.
The correct handling of personal data is also a matter of great 
importance to us. Appropriate processes have been defined to fulfil 
the required data protection regulations.

A number of organisational steps are defined for dealing with 
emergencies. These are intended to avoid any threat to personnel, 
the environment and property. The local rescue services have been 
integrated in the emergency planning in advance.

We want our suppliers to grow and develop along with us so 
that together we can confront the future demands of the market. 
This is why we incorporate them in our quality and environmental 
philosophy.

Integrated Management System Policy 
of Schneider Schreibgeräte GmbH
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Environmental policy, environmental targets
Company policy serves as the basis and framework of the definition 
and implementation of the environmental plan of action. 

Environmental management documentation
The management documentation contains all essential and relevant 
processes and workflows. By integrating the requirements in a joint 
system, we achieve better implementation and acceptance in the 
workforce; it also helps us realise our environmental policy at our 
sites.
Areas of responsibility and targets are defined for the various divi-
sions within the company.

Environmental operations audit
Regular environmental operations audits enable the constituent ele-
ments of the environmental management system and environmen-
tal targets/programs to be analysed in terms of their effectiveness.

Environmental statement
In the environmental statement we offer a summary of the envi-
ronmental situation of our company. This statement is published at 
regular intervals and is available to all interested parties.

Validation
Because our company has signed up to EU ordinances 1221/2009 
and 2017/1505, we are subject to regular auditing by an approved 
independent environmental assessor.

Organisation environmental management
The environmental management system is a component of the integrated 
management system.
However, only the environmentally relevant levels are shown in the pres-
ent environmental statement.

Environment management system
Set-up and day-to-day procedural 

organisation

Validation/certification
by an external assessor

Initial environmental audit 
Analysis of the current status quo

Initial environmental audit 
Targets and principles

Environmental plan of action
Measures, areas of responsibility, 

schedules, resources

Environmental operations audit
Internal audit, compliance with 
regulations

Environmental statement
Communication with the public 
at large

Environmental targets
Specific definitions



Environmental Statement
22 Sustainability Report

Tennenbronn
Responsibility at divisional level for the  
environmental management system.

Management Responsible for maintaining the environment management system. Decides on 
corporate policy, environmental targets and environmental programs. Responsible 
for evaluating the management system and for defining and corrective measures 
that may be required.

Environment work group Comprises executive management, technical management, environmental man-
agement officer, employees in product management, and the purchasing depart-
ment

Technical management Contact person for the relevant authorities. Responsible for checking regulations 
and archiving documents, such as operating logs. Other important duties include 
the development of writing instruments and the technical equipment at the plant.

Waste water treatment 
manager

Operates and independently checks the finishing plant with water treatment 
Responsible for keeping the operational log

Environmental  
management officer

Mainly responsible for developing, supporting and implementing the environmen-
tal management system. Records and evaluates the environment-related data for 
the plant and reports to executive management.

Chemical development  
department

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

Waste manager Responsible for the correct definition and declaration of the waste generated and 
for keeping the waste documentation register. The precise duties and tasks are 
dictated by the relevant laws.

Occupational safety specialist Responsible for safety-related issues, e.g. in connection with determining potential 
risks and identifying safety equipment.

Purchasing department Mainly responsible for ensuring that only materials that have been internally 
approved and ordered reach the company's sites. The re-use or disposal of waste 
is organised in consultation with the waste manager. Purchasing is responsible to 
assessing suppliers.

Product management
and marketing
communication

Responsible for product development and for the development and implemen-
tation of product and communication design. Responsible for sales promotion 
campaigns and product packaging. Press, advertising, and internal and external 
corporate communication.

Fire safety officer Shares responsibility for drawing up emergency plans and cooperates in the deter-
mination of possible risks.

Sales Handles external communications with customers and sales partners and passes 
on external requests to the company.

Divisional and departmental  
heads 

Instruct employees in correct practices in the workplace and check to ensure their 
instructions are followed. They also monitor the correct segregation of waste in 
their departments.

Personnel Safeguards training and instruction certificates in personnel files and controls 
dates of recurring training units.

Hazardous substances officer As an assistant to executive management, this person is required to ensure that 
suitable measures are taken to comply with the regulations for the transport of 
hazardous substances.

Incoming goods acceptance Subordinate to Purchasing and responsible for the correct distribution of deliveries 
of hazardous materials and other goods.
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Wick production

Dangerous goods 
officer (packaging 
and shipping)

Dangerous goods 
officer  
(sender)

Refill production

Executive manage-
ment 
Christian Schneider 
Production, Purchasing,  
Personnel and Finance

Purchasing 
Incoming goods

Technical  
management

Quality assurance

Information tech-
nology

Accounting

Controlling

Personnel depart-
ment

Waste manager

Blukii

Data protection 
officer

EC conformity dec-
laration officer

Fire safety 
officer

Product safety

Customs (import/
export)

Trainer

Hazardous  
substances officer

Environmental man-
agement officer

Waste manager

Quality manage-
ment officer

Laser safety officerOccupational safety  
specialist

Executive manage-
ment 
Frank Groß 
Marketing and Sales

Sales 
modern trade

Product 
management

International sales

Domestic sales

Sales advertising

Warehouse and 
dispatch

Distribution France Distribution Holland

Technical and  
chemical  
development

Production  
management

Plastic injection 
moulding Shop

Writing tip injection 
moulding

Tooling and 
 equipment

Toolmaking

Metalworking shop

Tip production

Divisional manager

Screen printing

Packaging, Plant II

Process preparation

Tops production

Ballpoint pen pro-
duction

Ink pen production

Waste water treat-
ment manager

Writing tip  production

Electronic/electrical 
systems

Caretaker

Organisational chart Chemical  
Development

Ink development

Mechanical 
development

Writing tip  
development
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Management Responsible for maintaining the environment management system. Decides on 
corporate policy, environmental targets and environmental programs. Responsi-
ble for evaluating the environmental management system and for defining and 
corrective measures that may be required.

Environment work group Comprises the executive management, technical management, operation man-
agement, environmental management officer, occupational safety specialist and 
representatives from the Controlling and Purchasing departments.

Plant management Deputy manager and responsible for producing and implementing operational and 
procedural instructions, as well as training and instruction in the relevant depart-
ment. Plant management is responsible for developing writing instruments, the 
technical equipment in the plant and production.

Production management Responsible for compliance with operational instructions and procedures and for 
training and instruction.. Also responsible for IT, Assembly and the sales stores, 
among other things.

Environmental  
management officer

Mainly responsible for developing, supporting and implementing the environmen-
tal management system. Records and evaluates the environment-related data for 
the plant and reports to executive management.

Chemical development  
department

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

Waste manager Responsible for the correct definition and declaration of the waste generated and 
for keeping the waste documentation register. The precise duties and tasks are 
dictated by the relevant laws.

Occupational safety 
specialist

Responsible for safety-related issues, e.g. in connection with determining potential 
risks and identifying safety equipment.

Purchasing department Mainly responsible for ensuring that only materials that have been internally 
approved and ordered reach the company's sites. The re-use or disposal of waste 
is organised in consultation with the waste manager. Purchasing is responsible to 
assessing suppliers.

Product management
and marketing
communication

Responsible for product development and for the development and implemen-
tation of product and communication design. Responsible for sales promotion 
campaigns and product packaging. Press, advertising, and internal and external 
corporate communication.

Fire safety officer Shares responsibility for drawing up emergency plans and cooperates in the deter-
mination of possible risks.

Divisional and departmental  
heads 

Instruct employees in correct practices in the workplace and check to ensure their 
instructions are followed. They also monitor the correct segregation of waste in 
their departments.

Responsible person
Hazardous materials

As an assistant to executive management, this person is required to ensure that 
suitable measures are taken to comply with the regulations for the transport of 
hazardous substances.

Incoming goods acceptance Subordinate to Purchasing and responsible for the correct distribution of deliveries 
of hazardous materials and other goods.

Wernigerode
Responsibility at divisional level for the  
environmental management system.
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Management
Christian Schneider
Frank Groß

Executive manage-
ment & personnel

Fire safety officer 

Hazardous sub-
stances officer

UMS officer

AMS officer 
Safety officer

Waste manager

Company doctor

Laser officer

Data officer 
external / Tennen-
bronn

QMS officer 
DIN ISO 9001

Purchasing

Secretariat

Quality assurance 

Design

Toolmaking

Product develop-
ment

Injection moulding 
department

Chem. development 
WR, TB

Maintenance

Accounts 
Personnel

Controlling 
Cost accounting

Canteen / Cleaning

Vehicle fleet

Incoming goods  
acceptance

Training

Production  
management

Process preparation

Cooperation

Export

Order processing 
Order planning

Packaging

Dispatch ware-
house

EDP

Assembly  
department

Sales

Print shop

Domestic

Training

Organisational chart

Product 
management

Consultancy activities

Product manage-
ment / Advertising

Product design

Production instruc-
tions

Public relations
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1. Plastic injection moulding shop
Polypropylene (PP) is mostly used in the production of barrels and 
mechanism parts. The remaining parts are made from environ-
mentally compatible and recyclable thermoplastics, such as ABS, 
POM, PET and SAN. PVC is never used. At Schneider, materials are 
recovered directly at the injection moulding machines, i.e. sprues 
and faulty parts are ground up directly and returned to the produc-
tion process. Different components are produced from up to 100% 
internally recycled materials. The use of new, fully electric injection 
moulding machines enable energy savings of up to 25% to be 
achieved. Noise emissions are also reduced. The increased precision 
of the injection moulding processes allows performance and quality 
to be increased, which also results in lower scrap figures and there-
fore less waste. The system-related cooling of the injection moulds 
and moulding machines is achieved through water cooling and 
recooling takes place by means of cooling towers in Wernigerode 
and flowing water in Tennenbronn. Modern heat recovery systems 
in the water and ventilation circuits enable much of the waste heat 
at both plants to be used for heating purposes.

2. Tooling and equipment
Each plant has its own tooling and equipment shop with the corre-
sponding fleet of machines. The injection moulds used in the plastic 
injection moulding shops are almost all made by Schneider itself. 
However, in some cases moulds are also produced for customers. 
The main processing methods used in the production of moulds 
and tools are:
•  Chip-removing processes with geometrically defined and un-

defined cutting, such as: Turning, milling, drilling, polishing or 
grinding. Water-emulsifiable coolants and lubricants are used.

•  Spark erosion processes such as EDM and wire erosion. Process-
ing with spark erosion uses either oils or deionised water as the 
dielectric.

•  Assembly processes

3. Assembly departments / ink cartridge production
Schneider writing instruments are mainly assembled on fully 
automated production lines. Automatic controls integrated in the 
assembly process recognise malfunctions immediately, helping 
to avoid large amounts of waste material. The housing parts are 
generally joined by means of screw, snap or press joints. Friction or 
ultrasonic welding is used for making fixed connections rendering 
solvent-containing adhesives almost obsolete.
Some colour pastes and inks for ballpoint pens, refills, ink pens, 
fountain pens and markers are supplied in large returnable con-
tainers with capacities of up to 1,000 litres. Alternatively, they are 
also supplied in plastic cannisters that are given over to recovery 
processing by way of a return collection system after emptying.
An automatic washing station is integrated in the production pro-
cess in ink cartridge production.

4. Printing on writing instruments
For certain target groups (including advertising clients) writing 
instruments are printed with motifs, company logos and other 
information. In small batches this involves a pad or screen printing 
process. The inks used contain no solvents.
Hot embossing and film transfer techniques are used in larger series 
production. The print foils, pad printing clichés, templates and 
screens required are produced by the individual plants themselves.
To minimise impact on staff, the solvent emissions produced are 
removed directly at the workplace by means of ventilation and 
extraction systems.

5. Writing Tip Production
Brass, nickel silver or stainless steel blanks and wires are processed 
on special turning machines to produce writing tips for paste, ink 
or gel writing instruments and are assembled with rollerballs. Chips 
and cutting oils are then removed in a cleaning system. In some 
cases the tips are also produced in a dry process without subse-
quent cleaning. Following extensive tests and the procurement 
of a suitable cleaning system, we have dispensed with the use of 
solvents containing CHCs.
Tips for gel pens are also made from plastic or a metal/plastic com-
bination. In the combined tips the metal blanks are inserted into 
the mould and encapsulated with plastic.

6. Ink feed production
The best writing quality demands the precise coordination of the 
chemical/physical qualities of ink, ink feed and writing tip. To ensure 
that the key components are kept under close control during the 
production process, Schneider has established its own ink feed 
production, the only manufacturer in Germany to do so. This is 
where polyester yarns are bundled and glued together using heat 
and special resins. In subsequent process steps the ink feeds are cut 
to length depending on their eventual use and are finished with 
different cuts. The dust produced in the cutting process is removed 
by a filter system.

7. Finishing plant
Prior to further processing, metal parts are placed in vibration 
containers, where they rub and hit against one another, removing 
any burr and producing a polished finish. Depending on what is 
required, water is used with different compounds or abrasives. 
The resulting metal sludge is cut, flocculated, filtered and subse-
quently disposed of. The resulting waste water is analysed, treated 
and returned to the sewage system. Waste water is treated in an 
approved system (indirect feed).

Production processes
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8. Ink regulator finishing
Schneider uses a variety of processes for finishing ink feeds for 
fountain pens and ink writing instruments with direct filling sys-
tems, also known as “FreeInkSystems". Various gas mixtures are 
used in vacuum chambers in the plasma process. There are also 
various chemical methods used in sealed systems.
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Environmental targets and individual targets Implementation

1 Resource conservation

Cutting electrical energy consumption at the plastic  
injection moulding shop
Reduction in specific power consumption  
< 1.5 kWh / kg plastic

By acquiring further electric injection moulding machines, we have 
gone another step towards reducing specific electricity con-
sumption. In the past, we have succeeded in reducing the value 
from over 2.20 kWh/kg to 1.50 kWh/kg of plastic granules at the 
Tennenbronn site. As the plastic injection moulding facility is our 
largest consumer of electricity, with a share of more than two 
thirds (comparison of core indicators), we will continue to keep a 
keen eye on this in the future. Due to the complete replacement 
of our automatic energy recording system, it was unfortunately 
not possible to record all energy consumptions for 2017, for which 
reason no more precise data is available.

Cutting fuel consumption and emissions
Reduction in car kilometres driven by staff  
by 70,000 km per year.

Reduction in the company's carbon footprint.

Reduction in personal transport by 30,000 km

 The target of 60 e-bikes for the year 2017 was significantly 
exceeded. There are currently more than 100 employees who 
travel to work primarily with an electrically aided bicycle. The total 
distance covered was more than 74,000 km.
 Including bicycles used privately, our personnel have travelled a 
further 50,000 km. 
 Furthermore, the offer of a free bus service to work has been 
considerably expanded to enable those working in shifts to take 
advantage of the offer.

There are currently one fully electric and three hybrid cars in our 
small vehicle fleet. The electricity used for charging vehicle batter-
ies is generated by water power and is thus emission-free.

A video conferencing system has been installed at both sites that 
is used intensively. These measures will enable many journeys 
between the sites to be avoided in future.

Reduction in compressed air consumption
Use of more efficient drives

The pneumatically powered sprue pickers in the plastic injection 
moulding facility are being replaced by more efficient ones with 
linear operation. This will consequently result in increased electric-
ity consumption directly in the department, but this will be out-
weighed by the energy saved through the shorter running times of 
the compressors.
Employees are repeatedly reminded to report any leaks or other 
avoidable compressed air losses in a timely manner.

Goals achieved in  
Tennenbronn and Wernigerode up to 2017



Environmental Statement
Sustainability Report 29

Environmental targets and individual targets Implementation

Corporate Carbon Footprint (CCF)
Reducing CO₂ emissions

With the support of the firm ClimatePartner, our corporate carbon 
footprint and product carbon footprint have been recorded and 
assessed. Unavoidable emissions are compensated for by support-
ing a number of certified projects. As a result, the entire Slider 
series has been rendered climate-neutral. In this way, more than 
2,200 tonnes of unavoidable CO₂-emissions have been compen-
sated for.

Material efficiency
Minimising packaging materials

The plan to employ thinner, pre-elongated stretch films in ship-
ments to save packaging material has been implemented. As no 
comparative data is available, the success of this measure will only 
become apparent in the next few years.

Product development
Increased output of writing instruments made from organical-
ly-based plastics from 1 million per year to 4 million.

By implementing a number of projects, this goal has been more 
than fulfilled. The barrel sections of four different writing instru-
ments are currently made of 90% bio-plastic.

2 Environment management

Controlling
Further refinement and automation of the evaluation of environ-
mentally relevant data

By centralising data storage and standardising article classifications, 
it will also be simpler to record and compare environmentally rele-
vant data more precisely in future.
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Input Tennenbronn

* Comments
1 The figures are estimates because there are no weights stored in the ERP system, e.g. for labels and sticky dots.

Product material Unit 2011 2012 2013 2014 2015 2016 2017

Plastics t 1,591.2 1,722.9 1,763.5 1,645.2 1,842.0 2,037.5 2,049.6

Metals t 244.9 251.1 230.6 267.4 246.8 257.6 273.6

Pastes / inks t 226.3 246.2 237.1 212.2 233.9 242.0 239.1

Decorative foils and 
printing inks

t 10.5 12.1 11.2 8.1 10.5 9.4 9.2

Semi-finished products 
(others) *1

t 10.0 10.0 10.0 10.0 10.0 10.0 10.0

Total t 2,082.9 2,242.3 2,252.4 2,142.9 2,343.2 2,556.5 2,581.5

Commercial product t 189.0 146.8 182.2 176.7 184.1 173.6 181.0

Total incl.  
commercial goods

t 2,271.9 2,389.1 2,434.6 2,319.6 2,527.3 2,730.1 2,762.5

Process materials  
and fuels

Unit 2011 2012 2013 2014 2015 2016 2017

Oils + grease + lubri-
cants

t 6.1 6.7 6.1 8.0 8.6 7.6 10.1

Cleaning agents and 
solvents

t 9.6 7.2 10.7 7.9 8.5 6.6 6.2

Grinding media t 1.2 1.6 1.6 1.4 1.9 0.9 0.6

Miscellaneous t 0.3 0.5 0.3 0.2 0.2 0.2 0.2

Total t 17.2 16.0 18.7 17.5 19.2 15.3 17.1

Packaging Unit 2011 2012 2013 2014 2015 2016 2017

Paper, cardboard t 346.1 321.2 406.4 388.4 428.1 492.6 491.4

Plastics t 80.4 77.9 50.6 48.5 47.3 77.1 88.6

Miscellaneous  
(wooden pallets, etc.)

t 96.2 59.3 46.4 35.9 63.1 50.3 74.3

Total t 522.7 458.4 503.4 472.8 538.5 620.0 654.3
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2 The two new plants at the Tennenbronn site are heated with natural gas.
3 The energy consumption has significantly increased due to the heating requirements of the two new plants.
4  Two new machines have been installed in tool construction, which operate in part with water cooling.  

The cleaning system in the tip production is also recooled using water.
5 As many new employees have been recruited in the last few years, water consumption has again increased slightly, particularly in the sanitary facilities.

Energy Unit 2011 2012 2013 2014 2015 2016 2017

Heating (heating oil, 
EL)

MWh 45.1 - 43.2 39.9 59.9 44.7 36.6

Heating (liquid gas) MWh 418.8 514.3 469.4 300.2 442.0 674.6 581.9

Heating (combined 
heat and power unit)

MWh 864.9 877.1 963.0 854.1 909.1 785.5 794.3

Heating (natural gas) *2 MWh  - - - - - - 654.3

Combined heat and 
power unit (el. output)

MWh 447.6 464.1 483.9 441.8 494.7 439.0 434.0

Solar panel system (at 
the location)

MWh 38.0 34.8 29.7 34.1 35.0 28.7 51.0

Electricity (external 
source)

MWh 3,946.5 4,129.4 4,040.7 4,123.6 4,314.1 4,774.0 4,962.5

Fuels (vehicle fleet) MWh 61.5 97.0 93.6 96.9 107.8 114.1 133.3

Total *3 MWh 5,822.4 6,116.7 6,123.5 5,890.6 6,362.6 6,860.6 7,647.9

Water Unit 2011 2012 2013 2014 2015 2016 2017

Cooling water *4 m³ 106,426 110,729 97,359 111,262 128,172 130,220 156,027

Drinking water *5 m³ 2,142 2,286 2,517 2,303 2,489 2,558 2,667

Total m³ 108,568 113,015 99,876 113,565 130,661 132,778 158,694
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Output Tennenbronn

Products Unit 2011 2012 2013 2014 2015 2016 2017

In-house production t 1,963.6 2,080.0 2,043.2 2,117.9 2,177.4 2,450.4 2,495.0

Commercial product t 189.0 146.8 182.2 176.7 184.1 173.6 181.0

Total t 2,152.6 2,226.8 2,225.4 2,294.6 2,361.5 2,624.0 2,676.0

Waste for re-use  
non-hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Paper, cardboard t 78.8 81.7 76.3 73.9 73.8 74.4 80.5

Metals t 61.8 55.2 76.8 67.8 93.4 68.3 66.2

Production waste (plas-
tics, etc.)

t 61.8 67.8 65.0 68.9 78.4 91.5 78.7

Miscellaneous t 3.4 6.1 4.1 2.9 8.1 10.6 15.5

Total t 205.8 210.8 222.2 213.5 253.7 244.8 240.9

Waste for re-use  
hazardous 

Unit 2011 2012 2013 2014 2015 2016 2017

Plastic containers t 10.6 10.8 10.6 9.6 8.4 8.7 8.3

Brass refills with paste t 1.7 0.8 1.3 2.4 0.9 2.3 1.4

Machine oil t 1.8 1.7 1.9 1.3 3.8 3.8 1.4

Drilling and  
grinding emulsions

t 1.2 1.2 1.5 2.0 2.1 1.2 1.9

Trichlorethylene t 1.1 - 0.7 - 0.8 - -

Solvents (halogen-free) t 1.2 0.7 1.8 1.2 1.4 1.0 1.5

Miscellaneous (e.g. oil/
water mix)

t 0.3 0.3 0.5 0.5 0.4 0.5 0.5

Total t 17.9 15.5 18.3 17.0 17.8 17.5 15.0

* Comments
1 The total waste quantity has fallen for the second year in a row, despite a slight increase in production quantities.
2 As many new employees have been recruited in the last few years, water consumption has again increased slightly, particularly in the sanitary facilities.
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* Comments
3 Schneider obtains 100% of its electricity from water power, which is emission-free. 

4  The use of natural gas heating in Plant 2 and in the Blulog logistics centre has increased CO₂-emissions considerably. Similarly, the use of our own lorry, which 

conducts goods transport between the plants, has contributed to the rise..

Waste for disposal  
non-hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Domestic grade com-
mercial waste

t 8.4 7.7 8.4 8.9 11.0 11.9 12.0

Building rubble t - 8.9 - - 0.3 - -

Total t 8.4 16.6 8.4 8.9 11.3 11.9 12.0

Waste for disposal  
hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Metal grinding sludge t 2.7 3.9 4.5 4.5 3.6 2.0 2.2

Old paints t 0.1 0.6 1.0 0.6 1.4 2.1 0.6

Miscellaneous (resins) t - 0.3 0.4 0.2 0.3 0.6 0.7

Total t 2.8 4.8 5.9 5.3 5.3 4.7 3.5

Total waste *1 t 234.9 247.7 254.8 244.7 288.1 278.9 271.4

Waste water Unit 2011 2012 2013 2014 2015 2016 2017

Cooling water in Schilt-
ach

m³ 106,426 110,729 97,359 111,262 128,172 130,220 156,027

Sanitation *2 m³ 2,112 2,256 2,487 2,273 2,459 2,528 2,435

Finishing plant m³ 30 30 30 30 30 30 30

Total m³ 108,568 113,015 99,876 113,565 130,661 132,778 158,492

Emissions Unit 2011 2012 2013 2014 2014 2014 2014

CO₂ (purchased energy) *3 t - - - - - - -

CO₂ (heating, combined 
heat and power unit, 
vehicle fleet) *4

t 371 393 416 352 410 423 533

Total t 371 393 416 352 410 423 533
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Input Wernigerode

* Comments
1  Unfortunately, the extremely good level of capacity utilisation from the last two years could not be attained again in 2017, for which reason less material was 

bought in.

Product materials
(writing instruments)

Unit 2011 2012 2013 2014 2015 2016 2017

Plastics t 402.8 336.2 425.7 488.7 543.4 552.5 478.7

Metals, fittings, subas-
semblies

t 82.5 63.6 29.5 34.0 47.4 43.5 29.6

Writing fluids t 149.6 135.2 149.9 169.3 193.4 197.0 154.0

Decorative foils and  
printing inks

t 4.6 2.9 5.9 6.9 8.5 6.5 5.0

Toolmaking t 7.2 10.1 7.8 4.8 4.0 7.2 6.7

Total *1 t 646.7 548.0 618.8 703.7 796.7 806.7 674.0

Commercial product t - - - 26.4 36.7 36.9 50.2

Total  
incl. commercial goods

t 646.7 548.0 618.8 730.1 833.4 843.6 724.2

Packaging Unit 2011 2012 2013 2014 2015 2016 2017

Paper, cardboard t 149.6 139.3 164.2 173.9 171.1 180.5 124.4

Plastics t 55.3 28.4 34.3 47.9 36.3 36.0 51.2

Glass t 33.3 30.7 25.5 33.1 49.0 60.4 1.2

Miscellaneous 
(e.g. pallets, etc.)

t 22.8 21.0 17.3 24.7 21.0 31.0 28.3

Total *1 t 261.0 219.4 241.3 279.6 277.4 307.9 205.1

Process materials 
and fuels

Unit 2011 2012 2013 2014 2015 2016 2017

Oils, grease,  
lubricants

t 3.0 1.1 1.7 2.1 1.1 1.2 1.8

Cleaning agents and 
solvents

t 0.3 0.1 0.5 0.4 0.5 0.7 0.6

Total t 3.3 1.2 2.2 2.5 1.6 1.9 2.4
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* Comments
2 The extension of the site has resulted in more space being available. A lot of heat energy was required, particularly in the construction phase.

Energy Unit 2011 2012 2013 2014 2015 2016 2017

Heating, district heat-
ing system *2

MWh 687.0 659.0 816.5 581.5 631.3 752.5 758.3

Electricity (external 
source)

MWh 1,826.6 1,606.0 1,683.2 1,817.5 2,121.4 2,199.2 1,833.5

Vehicle fleet MWh 15.7 16.2 13.1 14.6 12.9 11.6 16.0

Total MWh 2,529.3 2,281.2 2,512.8 2,413.6 2,765.6 2,963.3 2,607.8

Water Unit 2011 2012 2013 2014 2015 2016 2017

Drinking water m3 2,575 2,037 2,174 2,191 2,479 2,593 2,167

Total m3 2,575 2,037 2,174 2,191 2,479 2,593 2,167
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Output Wernigerode

* Comments
1 Unfortunately the extremely good level of capacity utilisation from the last two years could not be attained again in 2017.

Products Unit 2011 2012 2013 2014 2015 2016 2017

In-house production *1 t 820.8 733.0 795.5 874.5 983.9 1,047.1 855.8

Commercial product t - - 16.0 26.4 36.7 36.9 50.2

Total t 820.8 733.0 811.5 900.9 1,020.6 1,084.0 906.0

Waste for re-use 
non-hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Paper, cardboard t 15.7 8.9 10.1 8.9 9.2 10.4 8.4

Metals t 1.5 3.3 4.0 4.2 2.6 16.0 5.1

Mixed  
production waste

t 31.3 23.1 22.5 29.6 36.7 40.5 37.9

Injection moulded 
parts for recycling

t 5.2 2.0 6.8 4.5 9.8 8.2 7.7

Miscellaneous t  - - - 3.1 - - -

Total t 53.7 37.3 43.4 50.3 58.3 75.1 59.1

Waste for re-use 
hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Machine oil t 2.7 1.2 0.9 2.7 2.2 0.9 1.5

Drilling and grinding 
emulsions

t 2.0 1.0 1.3 0.8 1.1 - 3.4

Miscellaneous t - - - - 0.2 1.3 1.5

Total t 4.7 2.2 2.2 3.5 3.5 2.2 6.4

Waste for disposal 
non-hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Domestic grade com-
mercial waste

t 5.5 3.9 4.1 3.8 5.1 3.3 6.1

Miscellaneous t - - 0.6 - - - -

Total t 5.5 3.9 4.7 3.8 5.1 3.3 6.1
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* Comments
2  The overall volume of waste fell considerably as a consequence of lower capacity utilisation; the same applies to sewage quantities and emissions from the 

cooling towers.
3 Schneider obtains 100% of its electricity from water power, which is emission-free.

CO2 emissions Unit 2011 2012 2013 2014 2014 2014 2014

from purchased energy *3 t - - - - - - -

District heating  
+ vehicle fleet

t 172 160 200 143 155 184 186

Total t 172 160 200 143 155 184 186

Emissions 
Water vapour

Unit 2011 2012 2013 2014 2015 2016 2017

Cooling towers, plastic 
injection moulding 
shop *2

t 1,080 1,003 1,104 803 953 852 642

Total t 1,080 1,003 1,104 803 953 852 642

Waste water Unit 2011 2012 2013 2014 2015 2016 2017

Sanitation *2 m3 1,495 1,034 1,070 1,388 1,526 1,741 1,525

Total m² 1,495 1,034 1,070 1,388 1,526 1,741 1,525

Waste for disposal 
hazardous

Unit 2011 2012 2013 2014 2015 2016 2017

Oil-contaminated oper-
ating materials 

t 0.7 0.3 0.1 0.4 0.3 0.3 0.4

Operating materials 
with paint and solvent 
residue

t 1.9 0.8 0.1 0.2 1.7 1.3 1.5

Ink t - - 0.8 2.7 5.0 5.5 3.6

Miscellaneous t - - 0.1 - - - -

Total t 2.6 1.1 1.1 3.3 7.0 7.2 5.5

Total 
waste *2

t 66.5 44.5 51.4 60.9 73.9 87.8 77.1
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Environmental impact

Product material
Different types of plastics, metals, pastes and inks are processed. 
Plastics are used in the form of granulates for plastic injection 
moulding, tubes, cord or fibre rods. Schneider mainly uses polypro-
pylene (PP), followed by ABS and SAN. PVC is never used.

The metals stainless steel, nickel silver and brass are obtained either 
as wires, segments or tubes. The various wires are mostly used to 
produce writing tips, but also refill springs. The tubes are used to 
produce refills. Small amounts of hard metals (tungsten carbide) 
and ceramics are used.
The tooling and equipment departments process tooling steels, 
cooper or aluminium.

Different pastes, inks and gels are processed as writing media, de-
pending on the purpose in hand. In order to prevent environmental 
damage, the flammable and polluting materials are stored in appro-
priate tanks in special rooms according to statutory requirements.

Packaging
Cardboard quality GD2 with at least 80% recycled paper is used for 
flat-pack boxes and disposable displays. Permanent displays may 
also be made from plastic, wood, metal
or glass. Goods are dispatched in cardboard boxes, mostly on Euro 
pallets, protected with stretch plastic. Disposable pallets are used 
for international consignments. The total proportion of plastic in 
the packaging materials is less than 15%.

Schneider works with various approved service providers and take-
back systems for the disposal of packaging at retail and consumer 
level.

The sale of writing instruments to private and small business clients 
is moving increasingly away from specialist retailers to self-service 
markets. In response to the requirements of this sales form in terms 
of product information, sales promotion and security against theft, 
writing instruments are increasingly packaged in so-called blister 
packs. We mostly use blister packs made from at least 80% recy-
cled paper. A harmless lacquer is used to provide the hot-sealable 
coating. The blisters are made from environmentally compatible 
and recyclable PET.

Waste in Tennenbronn
The main constituents of waste in Tennenbronn are plastics, metals 
and paper and cardboard, which together make up approx. 80% of 
production waste. The proportion of re-usable waste is over 90% 
on annual average. The biggest shares of the waste for disposal 
come from domestic grade commercial refuse, metal grinding 
sludge and waste produced by demolition and conversion activities.
The increased volume of production means that waste has in-
creased in absolute terms. In relation to the processed production 
materials, however, the quantity has halved since the commence-
ment of our environmental management system.

Waste in Wernigerode
The proportion of re-usable waste is over 85 % on annual average. 
The largest proportion of the waste is cardboard packaging and 

production waste (a mixture of plastic waste and other writing 
instrument components. Some of the plastic waste is re-used by 
external manufacturers.
Mainly the domestic-type commercial refuse as well as oil-contami-
nated operating materials are sent for disposal.

Process materials and operating materials in Tennenbronn
The process materials and operating materials are mainly cutting 
and hydraulic oils, additives for the grinding unit as well as cleaning 
agents and solvents.
To remove the metal tips after machining, a new cleaning system 
has been employed that operates with a modified alcohol. Due to 
the type of solvent used, the system is not subject to mandatory 
licensing. To protect the ground water, the entire automatic clean-
ing mechanism stands in a collection basin. The integrated solvent 
recovery mechanism distils unwanted oil components off, which 
allows the plant to be operated in a recirculation system.

Materials with polluting or other hazardous characteristics are 
handled and stored in accordance with statutory requirements. In 
the past it has been possible to reduce consumption of process ma-
terials and operating materials in Tennenbronn continuously. Over 
the years it has been possible to cut the average consumption from 
approx. 23 tonnes to around 14 tonnes. However, the expansion 
of production in recent years has meant that more oil and cleaning 
agents had to be purchased.

Process materials and fuels in Wernigerode
The process materials and operating materials used in Werniger-
ode are almost exclusively hydraulic fluids, machine oils and bore 
oils for the injection moulding machines and, to a much smaller 
extent, cleaning agents and solvents for the assembly and printing 
departments.

Energy consumption in Tennenbronn
Electricity
•  Electrical energy has been obtained 100% from hydroelectric 

sources since 2004, even in rented premises.
•  Self-generated electricity from cogeneration plants (gas CHP) is 

also sometimes used.
•  In 2006, the first photovoltaic system was installed on the top of 

the company building.
•  In total, Schneider now operates photovoltaic systems with a 

total output of over 100 kWp, some of which is fed into the 
public grid.

The main consumer of electrical energy in Tennenbronn is the 
plastic injection moulding shop. Here plastic granulate is heated 
until it can be injected into metal moulds. In order to achieve good 
environmental conditions in all work areas, extensive ventilation 
systems have been installed, also encompassing old parts of the 
building. This has also led to a slight rise in power consumption in 
recent years. The additional power requirements is mainly a result 
of increased production.

Heating systems
•  The Plant 1 building is mainly heated by means of a modern gas 

condensing-boiler fuelled by liquid gas; only the canteen area is 
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heated small amounts of heating oil. The liquid gas is stored in an 
approved system according to 4 BImSchV (Federal Emission Con-
trol Act). The underground tanks have a capacity of 48 tonnes of 
liquid gas. Natural gas is used for heating in Plant 2 and in the 
Blulog Logistics Centre.

•  The first CHP plant that was installed in 1998 and ran on liquid 
gas has now been taken out of operation after nearly 20 years 
of service and replaced by a new system. A second, somewhat 
smaller CHP system continues to give reliable service. The quan-
tities of electricity and heat produced are primarily consumed in 
the internal networks on the premises, but some is also fed into 
the public electricity network. A small CHP plant is also operated 
in the Blulog building.

•  Efficient heat recovery using a rotating heat exchanger uses the 
exhaust air from the plastic injection moulding shop and the new-
ly installed ventilation system in the production departments.

•  A heat recovery system on the compressor system can be used to 
heat service water all year round.

•  Residual heat from various areas is used for heating other parts of 
the building by means of three heat pumps.

Energy consumption in Wernigerode
Electricity
The main energy consumer at Schneider in Wernigerode is also the 
plastic injection moulding shop. As in Tennenbronn, plastic granu-
late is heated up and injected into moulds. Other main consumers 
include the compressors and cooling units. Here too, all power has 
come from hydroelectric sources since 2010.

Building heating system
•  The Wernigerode plant has no heating systems of its own. 

Environmentally-friendly distance heating is provided from the 
municipal works.

•  In Wernigerode too, heat recovery on the compressors is used to 
heat the service water all year round.

•  Various conversions have enabled the network to be optimised, 
so that residual heat can be integrated in the heating system.

•  The new warehouse is heated using waste heat from the plastic 
injection moulding shop.

Water / waste water in Tennenbronn
The drinking water used at Plant 1 comes solely from the compa-
ny's own springs. The drinking water is mainly used for sanitation 
purposes, while small amounts are used in ink feed production and 
in the finishing plant. In Plant 2 and in the Blulog centre, water 
is obtained from the public network and employed solely in the 
building’s sanitary facilities.
In the plastics injection moulding shop mould and machines are 
cooled indirectly by means of a heat exchanger in the cold water 
circuit using water from the "Schiltach".. The recooling water 
comes from the stream and is cleaned using quartz sand filters. It is 
heated in the heat exchanger and then returned to the "Schiltach" 
without loss and without the addition of any chemicals. The volume 
of waste water comprises the drinking water consumed, the recool-
ing water returned to the "Schiltach" and a small amount of waste 
water from the finishing plant (indirect feed).\[

Water / waste water in Wernigerode
The fresh water used is exclusively drinking water from the public 
supply. This is used in the sanitation area, for ink production and to 
top up the cooling water circuits in the plastic injection moulding 
cop and in the eroding machines. Waste water is produced in the 
sanitation area and as residue from the cleaning of ink containers 
and ink cartridges.

Noise
New internal measurements were carried out as the limits for noise 
levels were reduced. It was found that noise pollution could not 
be completely excluded in Tennenbronn in the plastic injection 
moulding and writing tip production departments. In order to 
provide staff with the best possible protection for their hearing, 
specially adapted ear protectors were provided. However, suitable 
ear protectors are also available to staff who work in departments 
where noise is not at nuisance levels. The noise level outside the 
building is negligible.

Emissions
In Tennenbronn, emissions are mainly produced by the heating 
systems and the combined heat and power units. Emissions from 
the new cleaning system are intercepted by activated carbon filters 
and values are lower than the permitted thresholds.
Most emissions in Wernigerode are generated not at the site, but 
rather on the district heating system.
Both sites record low level emissions from solvents, thinners and 
printing inks in the screen printing shop and the small fleet of com-
pany vehicles. Other emissions, such as methane, sulphur hexafluo-
ride or fluorocarbons are of no relevance for either plant.

Traffic
The fleet of vehicles at the two plants is kept small with a few 
cars and a small truck. In Tennenbronn, a medium-sized lorry is 
also used to allow timely delivery of produced goods to the new 
logistics centre.
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Other indirect impact
•  Wherever possible, regional suppliers and tradesmen are pre-

ferred.
•  We give preference to suppliers who use an environmental man-

agement system.
•  In Wernigerode approx. 25 % of staff come to work by bicycle.
•  At the Tennenbronn site, there are several free daily bus connec-

tions serving the needs of company employees.
•  Meanwhile more than 100 employees travel to work by e-bike
•  Wherever possible, business trips are taken by train (see also 

environmental targets/detailed records).

Contaminated sites
None known

Environmental impact
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Key indicators, Tennenbronn

Energy efficiency Unit 2011 2012 2013 2014 2015 2016 2017

Total energy MWh 5,822 6,117 6,124 5,891 6,363 6,861 7,648
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator *1 MWh/t 2.96 2.94 3.00 2.78 2.92 2.80 3.07

Electrical energy Unit 2011 2012 2013 2014 2015 2016 2017

Electrical energy MWh 4,432 4,628 4,554 4,600 4,844 5,242 5,448
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator MWh/t 2.26 2.23 2.23 2.17 2.23 2.14 2.18

Renewable energy Unit 2011 2012 2013 2014 2015 2016 2017

Renewable energy MWh 3,985 4,164 4,070 4,158 4,349 4,803 5,014
Total energy MWh 5,822 6,117 6,124 5,891 6,363 6,861 7,648
Key performance indicator *2 68% 68% 66% 71% 68% 70% 66%

Thermal energy Unit 2011 2012 2013 2014 2015 2016 2017

Heating performance MWh 1,329 1,391 1,476 1,194 1,411 1,505 2,067
Converted space m³ 78,448 78,448 78,448 78,448 78,448 78,448 117,381
Key performance indicator *3 kWh / m³ 16.9 17.7 18.8 15.2 18.0 19.2 17.6

Fuel Unit 2011 2012 2013 2014 2015 2016 2017

Fuel consumption L 6,190 9,773 9,412 9,676 10,873 11,745 13,875
Distance travelled km 80,854 124,966 116,097 127,761 147,667 163,991 173,898
Key performance indicator *4 L/100 km 7.66 7.82 8.11 7.57 7.36 7.16 7.98

Material efficiency Unit 2011 2012 2013 2014 2015 2016 2017
Material t 2,083 2,242 2,252 2,143 2,343 2,557 2,582
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator t/t 1.06 1.08 1.10 1.01 1.08 1.04 1.03

Water Unit 2011 2012 2013 2014 2015 2016 2017

Drinking water (w/o cooling) m³ 2,142 2,286 2,517 2,303 2,489 2,558 2,667
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator m³/t 1.09 1.10 1.23 1.09 1.14 1.04 1.07

Waste Unit 2011 2012 2013 2014 2015 2016 2017

Total waste t 235 248 255 245 288 279 271
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator t/t 0.120 0.119 0.125 0.116 0.132 0.114 0.109

Bio-diversity Unit 2011 2012 2013 2014 2015 2016 2017

Developed area *5 m² 11,084 11,084 11,084 11,084 11,084 11,084 18,637
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator m²/t 5.64 5.33 5.43 5.23 5.09 4.52 7.47

Emissions Unit 2011 2012 2013 2014 2015 2016 2017

CO₂ total emissions *1 t 371 393 416 352 410 423 533
Product (w/o commercial goods) t 1,964 2,080 2,043 2,118 2,177 2,450 2,495
Key performance indicator t/t 0.19 0.19 0.20 0.17 0.19 0.17 0.21

* Comments
1 Energy consumption has increased considerably due to the two new plants. At the same time, CO₂ emissions have increased.
2 As the two new plants are heated with natural gas, the proportion of renewable energy has fallen slightly. 
3  As the logistics centre has only been in operation for six months, but still had to be heated during the construction phase,  

only the next years will show how the key figures develop.
4 After purchasing a medium-sized lorry, average fuel consumption values have increased..
5 The areas of the new plants have been taken into account.
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Key indicators for Wernigerode

Energy efficiency Unit 2011 2012 2013 2014 2015 2016 2017
Total energy MWh 2,529 2,281 2,513 2,414 2,766 2,963 2,608
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator *1 MWh/t 3.08 3.11 3.09 2.76 2.81 2.83 3.05

Electrical energy Unit 2011 2012 2013 2014 2015 2016 2017
Electrical energy MWh 1,827 1,606 1,683 1,818 2,121 2,199 1,834
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator *1 MWh/t 2.23 2.19 2.07 2.08 2.16 2.10 2.14

Renewable energy Unit 2011 2012 2013 2014 2015 2016 2017
Renewable energy MWh 1,827 1,606 1,683 1,818 2,121 2,199 1,834
Total energy MWh 2,529 2,281 2,513 2,414 2,766 2,963 2,608
Key performance indicator *2 72% 70% 67% 75% 77% 74% 70%

Thermal energy Unit 2011 2012 2013 2014 2015 2016 2017
Heating performance MWh 687 659 817 582 631 753 758
Converted space m³ 37,600 37,600 37,600 44,200 44,200 44,200 49,300
Key performance indicator kWh / m³ 18.3 17.5 21.7 13.2 14.3 17.0 15.4

Fuel Unit 2011 2012 2013 2014 2015 2016 2017
Fuel consumption L 1,623 1,678 1,332 1,488 1,313 1,183 1,629
Distance travelled km 21,980 22,708 20,737 24,098 20,602 18,076 24,043
Key performance indicator L/100 km 7.38 7.39 6.42 6.17 6.37 6.54 6.78

Material efficiency Unit 2011 2012 2013 2014 2015 2016 2017

Material t 908 767 860 981 1,076 1,116 882
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator t/t 1.11 1.05 1.06 1.12 1.09 1.07 1.03

Water Unit 2011 2012 2013 2014 2015 2016 2017
Drinking water (w/o cooling) m³ 1,495 1,034 1,070 1,388 1,526 1,741 1,525
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator m³/t 1.82 1.41 1.32 1.59 1.55 1.66 1.78

Waste Unit 2011 2012 2013 2014 2015 2016 2017
Total waste t 67 45 51 61 74 88 77
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator t/t 0.082 0.061 0.063 0.070 0.075 0.084 0.090

Bio-diversity Unit 2011 2012 2013 2014 2015 2016 2017
Developed area *3 m² 8,203 8,203 8,203 9,767 9,768 9,768 10,440
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator m²/t 9.99 11.19 10.10 11.17 9.93 9.33 12.20

Emissions Unit 2011 2012 2013 2014 2015 2016 2017
CO₂ total emissions t 172 160 200 143 155 184 186
Product (w/o commercial goods) t 821 733 812 875 984 1,047 856
Key performance indicator t/t 0.21 0.22 0.25 0.16 0.16 0.18 0.22

* Comments
1 As a result of the smaller capacity utilisation, the energy key figures display a negative trend.
2 Due to the need to heat the plant extension, the proportion of renewable energy has fallen slightly.  
3 The areas of the plant extension have been taken into account.
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Environmental targets 2018–2021

Program target Individual target Measure Date Site Responsibility

Resource conservation  
Increasing energy efficiency / 
Saving electrical energy

Reduction in specific power 
consumption at the plastic injec-
tion moulding shop < 1.4 kWh / 
kg plastic

Acquisition of two more 
electric injection moulding 
machines.

2020 TB GL

Reduction in specific power 
consumption at the plastic injec-
tion moulding shop < 1.8 kWh / 
kg plastic

Acquisition of two more 
hybrid injection moulding 
machines.

2019 WR PM

Cutting fuel consumption  
and emissions

Reduction in car kilometres by 
120,000 km per year

To keep the altogether 100 
e-bike riders

2019
2020
2021

TB GL

Reduction in car kilometres by 
10,000 km per year

Increase of e-bike riders 
to 30 

2019
2020
2022

WR PM

Reduction in the company's 
carbon footprint

Purchase of a post e-trans-
porter

2019 TB GL

Reduction in personal transport 
by a further 20,000 km

Extension of video confer-
encing by one more room 
in TB, WR, WM

2019 TB / WR GL / IT

Reduction in personal transport 
by a further 10,000 km

Expansion of bus journeys 
to and from work to in-
clude the late shift

2018 TB GL

Product development Increase of product portfolio to 
include bio-based plastics and 
recycling material, as well as of 
climate-neutral products and 
refillable products.. Standard 
product range > 1,000 tonnes

Expansion and changes to 
product range

2021 TB / WR GL / BL

Reduction of energy costs Increases in efficiency on the 
basis of new technology

New, continuously variable 
motors in the ventilation 
system in tip production for 
25,000 €

2018 TB TM

Fewer compressed air fluctua-
tions in the network.
More targeted provision of com-
pressed air

Use of a new, regulated 
compressor (non-central)

2018 TB TM

Centralisation of processes Remaining individual 
printers are centralised for 
departments

2018 TB GL
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Environmental targets 2018–2021

Program target Individual target Measure Date Site Responsibility

Cutting fuel consumption and 
emissions

Reduction in oil consumption 
to reduce strain on cleaning 
system

New in-line cleaning units 
on tip rotating machines to 
minimise oil losses

2019 TB TM

Environmental management  
make processes more ecological

Reduce paper consumption  
by 30%

Saving in copy paper by 
introducing and extending 
document management 
system to other depart-
ments.

2018
2019
2020

TB / WR GL

Ecological product development Development of writing liquids 
that require no special identifi-
cation

Use of sustainable raw ma-
terials in inks and pastes

2020 TB TM
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Environmental statement
The next consolidated environmental statement will be presented 
for validation in March 2021 at the latest.

The next updated environmental statement will be presented to the 
environmental assessor for validation in March 2019 at the latest.

In the years in which no consolidated or updated environmental 
statement is validated by the environmental verifier, an environmen-
tal statement is submitted to the responsible registration office that 
is not subject to validation by the environmental verifier.

Environmental assessor / environmental assessor 
 organisation
The following environmental assessor / environmental assessor 
organisation was engaged:
Intechnica Cert GmbH (certification no. DE-V-0279)
Ostendstr. 181
90482 Nuremberg

Confirmation of validity
The undersigned, Dr. Udo Ammon, EMAS environmental verifier 
with the registration number DE-V-0259, accredited or licensed 
for the area 32.99 (NACE-Code Rev. 2) confirms to have verified 
whether the location/the entire organisation of Schneider Schreib-
geräte in Schramberg-Tennenbronn and in Wernigerode, as stated 
in the consolidated environmental statement (with the registration 
number D-169-00015), fulfils all the requirements of Regulation 
(EC) No. 1221/2009 of the European Parliament and of the Council 
from 25 November 2009 and the amending regulation 2017/1505 
from 28.08.2017 on the voluntary participation by organisations in 
a community eco-management and audit scheme (EMAS).

By signing this statement, I confirm that
•  the assessment and validation fully complies with the require-

ments of ordinance (EC) no. 1221/2009 and amending ordinance 
2017/1505,

•  the result of the assessment and validation confirms that there is 
no evidence of failure to comply with the relevant environmental 
regulations, 

•  the data and specifications of the consolidated environmental 
statement by the organisation represents a reliable, credible and 
truthful picture of all the activities of the organisation within the 
area specified in the environmental statement.

Nuremberg, 08/05/2018

Dr. Udo Ammon
Environmental Assessor

Declaration of validity

   Intechnica Cert GmbH Umweltgutachterorganisation, Ostendstraße 181, 90482 Nürnberg 

 
 
 
 
 
 
 

C E R T I F I C A T E  
ISO 9001:2015 

for 

Schneider Schreibgeräte GmbH 
Schneider GmbH & Co. Produktions –  

und Vertriebs KG 
at the site 

78144 Schramberg und 38855 Wernigerode 

The DAkkS-accredited certification body for management systems hereby certifies that the 
named organization has implemented a Quality Management System. 

Scope: Manufacture of other plastic products 

With an audit it has been assessed that the requirements of 
ISO 9001:2015 are fulfilled. 

Nuremberg, 8th May 2018 
The follow-up certificate No. QGA 078-2018 is valid until 7th May 2021. 

Dr. Udo Ammon
Lead auditor 

   
 
  

Dipl.-Phys. Reinhard Mirz
Certification Body 

D-ZM-19509-01-00

   



Table of Contents
46 Sustainability Report

Schneider Schreibgeräte GmbH
Tennenbronn
Schwarzenbach 9
78144 Schramberg
Germany
Telephone: + 49 7729 888-0
Fax: + 49 7729 888-88

Schneider GmbH & Co. Produktions- und Vertriebs- KG
Martin-Heinrich-Klaproth-Straße 28
38855 Wernigerode
Germany
Telephone: + 49 3943 561-0
Fax: + 49 3943 561-200

Email: info@schneiderpen.de
Internet: www.schneiderpen.com

Contact partners:
Environmental Management Tennenbronn: Stefan Allgeier
Environmental Management Wernigerode: Jerry Grunau
Communications and Press Relations: Martina Schneider 45

26
57

www.schneiderpen.com/we-care


