
 The Steel Deal: A Recycling Program with Nucor 

For years companies have been paying Tempel Steel to take away the scrap metal generated 
by our slitting and stamping processes. Tempel’s stamping operation can create up to 35 

percent design scrap that is planned for 
and built into the cost of laminations. The 
scrap is usually collected into small bins 
or sent down conveyor belts into larger 
containers. These bins are emptied into 
the back of dump trailers on a constant 
basis. Some of the companies buying the 
scrap would send out trucks to pick up 
the product and bring it back to their 
location. At Tempel, this is no longer our 
only option. We have started a special 
arrangement with Nucor Crawfordsville 

that benefits both companies and saves time, money and even lowers our impact on the 
environment. 

Instead of selling our scrap to a company that does not supply us with steel, Tempel is working 
very closely with one of our largest suppliers of steel, Nucor Crawfordsville. Nucor is one of the 
largest steel producers and the largest mini-mill operators in the United States. The mini-mills 
use electric arc furnaces to melt scrap steel from companies around the country to create 
various steel grades to sell back to manufacturers. Since Nucor is the largest recycler of scrap 
steel in the country, and we are one of their major buyers, a plan was initiated to give significant 
savings. In this special arrangement, Nucor Crawfordsville receives a steady supply of raw 
material from our scrap in exchange for good 
pricing and a guaranteed supply of steel. 

It is called the Coil Backhaul Program. In the 
simplest terms, the program is a roundtrip haul 
where we send a truck full of scrap and the 
truck returns with coils of steel. This is a great 
way to save time, money and one-way trips. 
Instead of returning with an empty trailer, it is 
loaded with steel coils, some of which is high 
quality steel recycled from our own scrap. It 
sounds like an easy process, but, it is a much 
more complicated feat of logistical planning, 
accurate forecasting and operational efficiency. 

Tempel hires specially fitted dump trailers from K&C Trucking and Material Handlers load them 
full of scrap from the collection bins through the campus. The forklift used by the material 
handlers has a built in scale. After each dump, the material handler digitally records how much 
scrap was added to the trailer in an effort to optimize the trailers capacity. The truck then drives 
to Crawfordsville, Indiana, which is located west of Indianapolis.  



In the second leg of the trip, the truck driver will be assigned a load of steel coils to bring back in 
the same trailer. This trailer has been specially fitted with welded rails to securely hold the coils 
in place. Once the truck is loaded, it heads back to Tempel (or to Portage, IN Roll and Hold for 
storage). When the truck gets back to the Tempel campus, the steel coils are unloaded and the 
truck is filled with scrap once more to begin the cycle again. This is repeated anywhere from six 
to fifteen times a day.  Click here for a visual representation of a coil being unloaded in the 

south press room and scrap metal 
being loaded into the dump trailer. 

To ensure that we do not have empty 
trucks during any part of the trip 
cycle, Tempel’s Steel Sourcing group 
works closely with the Chicago 
division to report supply levels and 
forecast anticipated needs of cold 
rolled motor lamination for eight to 
twelve weeks into the future. Precise 
information and open communication 
between sales, customer service, 
production control and steel 
procurement is essential to forecast 

as precisely as possible. Accurate forecasting is important to maximize the efficiencies of the 
program. 

This highly efficient, cost-saving initiative takes an extreme amount of planning and cooperation 
between all teams at Tempel as well as a very close relationship with Nucor and even the 
teamwork of K&C Trucking. It has also helped Tempel and Nucor become two of the largest 
recyclers in electrical steel, lowering our environmental impact. 



Pit Crews Fully Employed at Tempel 

In motorsports, a pit stop is where a racecar pulls over during a race for refueling, 
changing tires, making mechanical adjustments, or switching drivers. Pit crews have a 
limited time to work on the car and make sure it is in top condition before sending it 
back on the course. Racing teams usually have a plan for each of their cars to pull into 
the pit stop and a strategy of how many stops to make. This is crucial for winning a 

race. 

Tempel employs a similar 
strategy in the Press Rooms and 
NVA, except instead of fixing 
vehicles, they are replacing the 
dies. We have a team of 
employees called the Pit Crew 
who are a cross-functional set-up 
team tasked with changing the 
dies in presses in the most 
efficient manner as if they were 
changing the tires on a racecar. 
The concept was developed at 

the transformer division in Libertyville as an improvement to the die changing process 
and as a way to increase press utilization and reduce set-up time. It was implemented in 
Libertyville right before the consolidation and immediately adopted in Chicago. 

A die change is needed when a press finished a job and a new part needs to be created 
on the same press with a different die. Production Control begins the whole process by 
sending the jobs for each day to the Press Room Foreman, who acts like motorsport’s 
Crew Chief. The typical motorsport Crew Chief is the leader of the pit crew and assigns 
all tasks. At Tempel, the Foreman determines the priority of each job and creates a 
schedule for the Pit Crews. The Foreman determines which crew needs to work on 
which presses as well as the priority of the jobs. The first person on the scene after the 
jobs are assigned is the tooling coordinator. The tooling coordinator ensures that every 
item required for the changeover is accounted for, including the die and steel, and all 
items are gathered in the staging area. Once the job has been staged, it is time for the 
Pit Crew teams to come in.  

The Tempel Pit Crews are typically comprised of three technicians with different skill 
sets. Like motorsports, there is a role similar to the Pit “Chief” who knows what do and 
is responsible for overseeing everything, making sure everyone is on task. In this role, 
the pit member makes sure that the die is installed correctly and that there are no 
shortcuts in the process. He keeps people on task and knows exactly what to do. The 
second person works hand-in-hand and completes all the two person tasks with the 
Chief. The third person is the helper since most of the tasks are for two people. The 
third member still has a major role and picks up all the important details. He can be 
compared to the "Lollipop Man" in motorsports—the person who holds the team's pit 



sign, reminding the driver to keep his brakes on while tires are being changed, and then 
to remember to put the car in first gear once the jacks are lowered as well as feeding 
the driver water through a straw.  

The entire changeover of the dies takes place approximately two to eight hours before 
the press is set to begin. In the pre-stage, the Pit Crew basically ensures the press is 
ready for the changeover. The pre-stage involves taking the existing job and breaking it 
down and replacing it with the new job. Once ready for the changeover, everything from 
chutes, steel, dies, 
and auxiliary 
equipment gets 
replaced. Once the 
setup is complete, the 
pit crew starts the 
press. The Pit Crew 
sends the part to the 
lab and once 
approved, it is ready 
to be used. 

There are two 
assigned pit crews of 
three at both press 
rooms, with the 
capabilities of having 
three in each location. There is never one person pre-staging alone because of the 
safety and speed. Two employees take approximately six hours to prepare, change, 
and set-up the die. This equals a total of 12 man hours. By adding a third person to the 
crew, it takes about four hours to complete set-up. We still have the same 12 man 
hours, but we free up the die by two hours. Before introducing pit crews, nothing was 
pre-staged. Two people would get things started and it would take much longer, be less 
organized, and subject to a lot of setbacks. 

Both Press Rooms immediately realized a reduction of time per changeover/setup, 
increased press utilization, and other efficiencies once the Pit Crew were introduced. 
Each team has grasped the team concept and continues to work together with each 
changeover/setup. The crews are constantly looking for ways to improve the process. 
There are weekly meetings with updates on things to accomplish, new items and other 
improvements. 

Click here to see how a pit crew changes a die in the North Press Room. 

 



In-House Engineering: Welded Seam Laminations 

Sometimes a great idea comes to you when you least expect it. That was the case for Mark 
Bender as he was in the middle of his hour and fifteen minute commute last summer. Thinking 
about the influx of wind generator quotes, the new Minster notching machine that was on order 
and how to be number one in the industry with something unique and better, Mark came up with 
the idea for weld seam notching. Tempel was getting the new notching machine with greater 
capabilities to go over 80’’ and punch 72’’. With the current Schuler notching machine, we were 
limited with punching only 60’’. There also just isn’t material large enough to be punched for 
larger items, therefore segmented was always the preferred method. Mark’s welded seam 
lamination process makes it possible to produce laminations of up to 95’’ in diameter. These 
large motor and transformer laminations can be used in a wide range of products including large 

scale generators, 
alternators, power 
transformers, industrial 
machines, wind generators, 
solar applications, traction 
motors, and drill rig pumps. 

The process in the picture 
on the left is based on 
Mark’s vision of creating 
large laminations from 
average sized pieces of 
steel. It uses a TIG Weld 
which is smoothed out to 
reduce profile of the weld. 
This creates an average 

thickness of weld area to be about .001 weld over the base material. After each piece is 
created, the welded seams are turned slightly as they are stacked so as to stagger the location 
of the weld. 

There is a clear advantage of using welded seam versus segment and conventional blank and 
notch processes when producing large lamination. Since there are two pieces that are welded 
together, there are no split lines as a segmented piece would have. This welded seam would 
have higher outputs and the possibility of a reduced height for the core over the segmented 
counterpart. The stator core assembly fixtures 
become less complex as the inner diameter of 
the core are determined by the lamination, not 
the fixture. Welded seam notching also utilizes 
less material than traditional segmented stator 
and conventional blank and notch designs and 
requires less labor to assemble than segmented 
stators. 



A patent has been filed for this process in July and a prototype was made for Chicago’s Coil 
Winding, Insulations & Electrical Manufacturing Exhibit (CWIEME) in October. This was a great 
platform to showcase the new option for creating large laminations, an idea that was developed 
less than 20 miles from the show. The CWIEME debut proved to be successful as there was a 
significant amount of interest from customers, vendors, and competitors. While we didn’t get any 
customers signed up from the show, we created a lot of buzz. Not only was it a great showcase 
for a new product, but it was an important display of ingenuity. We were successful at 
positioning Tempel as an engineering solution company. 

The next step is to test out the new method. To do so, we will need to find a good customer with 
existing segmented laminations. We will create the part for the company using the weld seam 
notching and compare it to the data from the segmented process. The end result should be a 
cost reduction for customers as well as based on reduced assembly times and potentially 
shorter core heights. We currently have several customers in mind to test the process and are 
planning to talk with others. 

 



Success Story: Installation of New Slitter Head at TdM 

With the closing of the Libertyville plant, most of the presses and machinery were moved to the 
Chicago location. The slinky line, however, was 
transported down to Tempel de Mexico because of 
customers’ needs in Mexico. Previously, TdM had two 
precision heads on their slitter line equipment capable 
of narrow cuts but not multiple in-line thin cuts. Due to 
the increase in volume produced by the slinky lines, 
TdM was required to purchase the narrow precut steel 
to keep up with customers’ demands. Purchasing the 
precut steel was a significant expense absorbed by 
TdM that could be eliminated by increasing the 
capability to produce more thin cut steel in-house rather 
than out-sourcing. 

A study was put forth to see what would make more economical sense: to purchase a new 
machine that could handle cutting thinner slices or to reconfigure the current setup and add a 
new slitter head. Reconfiguring a slitter setup was successfully completed in Chicago a year 
ago. Implementing the same plan in TdM was not an option because the slinky line volume of 
cuts required was much greater. The solution was not as simple as adding the new Stamco® 
head to their slitter which already had two precision heads, it also required a new rollout base 
and finger rack assembly. The adaptability of the 
Stamco® slitter head with the stand-alone 
platform was designed by Facilities Engineering’s 
Milton Salazar.  A separate locking mechanism 
was also developed by the team in TdM so that 
once the head is moved in place it can be locked 
in the position. The design for the new rollout 
base called for the actual slitter base to be 
altered so that the new head could fit. The 
engineers had to go back to the manufacturer for 
help with the modification of the slitter base. 
Perfect coordination between all engineering 
teams, the Chicago Facilities and TdM Slitting 
Department was going to determine if this project would be considered a success. 

The plan for adding the new Stamco® slitter head to TdM’s slitter line began back in January 
2010 and was scheduled to take about six months to complete. On June 21, 2010, Azmath Ali 
Qureshi and Milton Salazar travelled to TdM to install the Stamco® head and to train the TdM 
personnel how to do slitter knives setups. With the assistance of Jaime Villarreal and his team, 
they were able to successfully install the new head on the Slitter and on June 24, 2010, the 
Stamco® slitter head was in full production and successfully slitting coils into multiple narrow 
cuts. For the first time Tempel has a slitter line equipped with three independent Slitter Heads: 
two Precision slitter heads and one Stamco® slitter head.  

The installation was not complete without Azmath Ali Qureshi who, along with the assistance of 
Javier Gallegos and Francisco Chaves, was able to train TdM’s Slitting Department on the 
procedure to properly set the slitter knives on the Stamco® slitter head. Based on comments 
from Russ Winkler, everyone at TdM is very pleased with the results and added capacity the 
Precision slitter head provides. 



Special thanks also go out to Dave Blitz, Pat Day, Tammy Williams, Jaime Villerreal, Daniel 
Martinez and the entire TdM team for their excellent support of this endeavor. This is an 
example of a great installation due to perfect logistical planning. This successful implementation 
allows for new capabilities at TdM and will help them be self-supporting, saving time and money 
since TdM no longer has to purchase and wait for the delivery of narrow steel coils from outside 
vendors. 

 

 



Strengthening the Tempel Brand Internationally 

Tempel’s rebranding program is continuing with the goal of strengthening the Tempel brand 
globally. After a period of planning and testing in NAFTA, we are ready to elevate the new 
brand internationally. This initiative represents a major advance in presenting Tempel to the 
market as a world leader in manufacturing precision magnetic steel laminations.   

We started by dropping “Steel Company” from the company name, simplifying the division 
names, and uniting all locations and operations under a single Tempel logo.  The External 
Communication Guidelines and a Style Guide were designed to ensure consistent usage of 
the company name, division 
names, logo, color, and 
typefaces. Tempel’s website 
also received a facelift with 
the new name and logo.  All 
of these elements combine 
to communicate Tempel’s 
“brand” identity. 

Tempel’s true brand is built 
on our promise “to be the 
highest quality, most 
responsive, best cost, and 
most technically advanced 
motor and transformer 
lamination manufacturer in 
the world.” Our key 
competitive advantage is 
that we offer a uniquely 
better product. Through 
precision manufacturing 
and the highest standards 
of quality, Tempel offers the 
customer a consistently 
superior product across a global footprint.   

Our brand identity helps to reinforce our competitive advantage when we are also precise 
and consistent in how we communicate. Tempel’s customers want consistent quality and 
service from anywhere in the world, so it is important that we appear as a unified company 
across all of our international locations.   

The changes made so far represent a collaborative effort from every department at Tempel.  
Each decision was undertaken with consideration for all departments, employees, and 
customers affected by the change. This unity of thought has made the rebranding program a 
success and we have already experienced positive feedback from our customers.  We look 
forward to the same success in China and India. 

Sarah Linn will be traveling to Tempel Changzhou next month to work with the teams there 
on rebranding business cards, internal documents, customer communications, facility 
signage, and product packaging.  The same program will begin at Tempel Chennai early next 
year. 

file://HQCTSC1/COMMON/STYLE%20GUIDE%20&%20OTHER%20GUIDELINES/Tempel%20External%20Communications%20Guidelines.pdf
file://HQCTSC1/COMMON/STYLE%20GUIDE%20&%20OTHER%20GUIDELINES/Tempel%20External%20Communications%20Guidelines.pdf
file://HQCTSC1/COMMON/STYLE%20GUIDE%20&%20OTHER%20GUIDELINES/Tempel%20STYLE%20GUIDE.htm


Please provide feedback on the View if you see areas where we can continue to improve 
Tempel’s brand! 

 

Can you spot the new logos above? Once we use up our supply of the old boxes, we will send 
out only the new boxes, with a larger logo in the distinctive Tempel blue color and a focus on 

our quality certifications.  



 

Tempel Burlington put up a new sign to match company branding. 



Shorthand: A Lost Art 

 
It looks like a child’s doodling, chicken scratch, a foreign language, or perhaps an alien 
alphabet, but in reality, it is a fading art, a lost symbolic language once used by millions of 
people that promised profitable positions in big businesses. It is called shorthand, an 
abbreviated writing method that increases the speed of writing so that a well trained employee 
can write as quickly as people speak. It was an essential part of training for secretaries, 
journalists and healthcare professionals; to write down notes as quickly as the words are 
spoken. The shorthand writings on paper are simplified and shortened versions of longhand to 
keep the pen flowing with dots, dashes, circles and strokes. Below demonstrates a few different 
ways to express the letter R, followed by a shorthand lesson. 

 

 
Carol Spain in the Corporate Office majored in shorthand when she was a junior at her 
professional high school. She could type at 80 words a minutes, but at shorthand, she could 
write at a speedy 100 words per minute. After graduating, most shorthand majors were placed 
in big corporation steno pools, where executives in need of dictation would go and select an 
employee from the pool. Once the executive began dictating, the secretary would write down 
the communication piece word for word on every inch of the steno pad then return to the rows of 
typewriters and type of the message. 

“Shorthand is like relearning the alphabet,” said Carol. “You are putting letters together, but by 
how letters sound. If you don’t hear the letter, you don’t write it.”   

Shorthand is a combination of special symbols to represent sounds, words and phrases. 
Sometimes the letter C can be a hard sound, like the letter K, as in Carol. Other times the letter 
C sounds like a soft S as in the word ace. In those cases, the letters are written as it sounds, 
not how they are spelled. Another example is how an F sounds in the following three words: 
form, phrase, tough. Since the f, ph and gh all make the same sounds, they are written in 
shorthand using the same symbol.  

“I basically write down what I hear,” said Carol. “It really is a smooth process.” 



Judy Crook, Admin. Asst./Legal, also learned shorthand in high school and like Carol, worked in 
steno pools right after graduating. Without having to work for a single person, whenever an 
executive needed to have a message dictated, he would have his choice from a pool of 
shorthand experts who would write everything in their steno notepads and then type them up in 
an office full of typewriters. 

“Shorthand was fun,” said Judy. “It was a very fast language that you had to know in order to 
translate. I could write secret messages to others who knew the language.” 

While shorthand was used widely in the past, peaking around the 1940s, the invention of 
recording and dictation devices has made it less useful. Linda Borowiec, working alongside 
Carol and Judy in the Office of the President also learned shorthand in high school but used the 
dictation machines at Tempel. “Shorthand was a tough language to learn,” remembered Linda. 
“My teacher once used to say, ‘When in doubt, write it out.’ But, it really did speed things up.”  

Presently, Carol uses a longhand/shorthand variation when she takes notes, but in a language 
that only she can read. Judy was using shorthand at work as recently as 2002, but does use it 
at home when receiving a call, taking notes or writing down recipes from the Food Network. She 
does admit that only she can read her notes. Linda uses a transcriber more often than 
shorthand at Tempel. It is a machine where the executive dials a number, follows prompts and 
dictates a message that gets recorded on cassette tapes at Linda’s desk. All she has to do is 
set the speed to listen and type what she hears. 

Language is an art, and shorthand is becoming a lost art. It is no longer being taught at schools. 
Some executives are typing their own messages and sending emails more than letters. New 
software allows for instant dictation where the words appear on the screen as the author says 
them. It takes a little bit of a set up as you program your voice, inflections and accent by saying 
certain words into the machine while the software adjusts its settings. It is much less work than 
spending months learning how to write shorthand, but it is also less glamorous. 



Transporting our Welding Operation 

Just when you thought it was all over, the finale of the Chicagoville consolidation will come 
when the weld cells are 
moved from their current 
location in Libertyville to the 
Chicago campus. Just like 
with the rest of the Libertyville 
equipment, a lot of planning 
went into the preparation of 
bringing six weld cells to their 
new home. The space that 
was selected needed to be 
meticulously designed, the 
area needed to be renovated 
and rearranged and 
transportation logistics needed 
to be nailed down for the 
incoming weld cells. The 
whole process began on 

September 22 and is set to conclude when the final weld cell reaches Chicago by the end of the 
year. 

The plan was to bring the weld cells to Chicago since the beginning, but the timing was 
something that was a little more complicated. With a steady stream of business from our main 
customers, Miller and MTE, we were going to have to consider disruption of product flow. To 
make the move as transparent to the customer as possible, we have been building inventory of 
parts. So that there isn’t a complete shutdown in operations, the weld cells will be shipped 
separately. There are over 20 people who continue to operate the weld cells in the Libertyville 
plant and will continue to do so until they finally make their arrival in Chicago. The transition plan 
for the people relocating to the Chicago plant closely mirrors the timing of the equipment moves. 

While most of the relocation of Libertyville campus happened over the last year, the weld cells 
took a bit of time. We weren’t simply looking for a large enough space; we wanted to find the 
right space. While we were concentrating on the North and South Press Rooms to get all the 
stamping at the Chicagoville campus, we continued operating the “slinky” lines and weld cells in 
Libertyville until we could properly and effectively move them. 



 

We had already moved one small portable plasma welder, but the large weld cells took more 
planning [see diagram above]. The process involved taking one of the twin cells currently in the 
NVA (Notching Value Added) Building and moving it into storage. The other twin cells are 
scheduled to be moved from the south wall to the north wall. The cut-to-length and WIP work 
are going to be relocated to new spaces in the center of the building. The incoming weld cells 
from Libertyville will be moving to the south wall. Other tasks involve clearing the south bay, 
taking out compressors and moving the CMM machine to QC. The weld cells, roughly the size 
of a large office are not too difficult to move. While bulky, a truck can easily transport them to 
Chicago. Once we get the space ready, the equipment should not be too difficult or complex to 
hook up.  

The NVA building will be a great place to relocate the weld cells. The equipment layout provides 
the optimum product flow, fits nicely into our Lean program, gives control of 75 percent of the 
lamination production to the end user (Welding) and will dramatically increase the 
manufacturing activity in the building. It will give us more control over our inventory, minimize 
shortages of laminations and improve product flow. Adding another stamping press will give 
more control as to what gets stamped in the building.  



The movement of the final weld cell in Libertyville will coincide with the transport of the final 
“Slinky” to Tempel de Mexico. This marks the end to operations of Libertyville, but the start of 
new, more efficient operations in the NVA Building. Keep an eye out in the View for pictures of 
the weld cells as they come to Chicago. 
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Recycling Efforts at Tempel: 2011 in ReVIEW 

Tempel’s cross functional team that focuses on reducing our company’s 
environmental impact has been working hard all year on reducing solid waste at 
Tempel Headquarters. They have some great numbers to justify their efforts, but it is 
important that these facts and figures have resonance. In the last minute, 100 acres 
of rainforest have been cut down…that is more than four times the size of Tempel 
Headquarters. Listed below are some facts and figures to help understand the 
impact of our waste reduction efforts at Tempel and on the environment. 

Paper Usage 

Tempel Headquarters was tasked with an 
aggressive goal of a 12 percent reduction of paper 
usage in 2011. We are on track to reducing our 
paper consumption by 8 percent by the end of the 
year. This is a decent number, but each employee 
in every department has the ability to reduce their 
consumption of paper even more. Printing on both 
sides, reducing fonts, and printing out only the 
essential information you need are ways to reduce 
consumption. The average person consumes 600 
pounds of paper per year. Every year, more than 
900 million trees are cut down to provide raw 
materials for American paper and pulp mills. If 
everyone in America could reduce their paper 
consumption by 8% or more, millions of trees 
would be saved. 

For some additional perspective, imagine taking a 15-year old tree and making paper 
grocery bags out of it. The tree would yield roughly 700 grocery bags. During the busy 
Holiday season, Jewel or Dominick’s would go through 700 bags in under an hour. 
There are well over 35,000 large grocery stores in the U.S. and thousands more 
small stores and specialty chains. Add Target, Wal-Mart and other big box 
superstores and you have thousands of trees being wasted each hour. Be sure to 
reuse  

Cardboard Recycling  

Tempel has been recycling cardboard and collecting it in the compactor in Annealing 
for over a year now. Waste Management sends a flat bed truck with a bobcat to 
Tempel to pick up the bales. We are not being charged a pick up fee for the removal 
like we receive for garbage. Instead, we are getting paid for the recycled material.  
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In order to support this effort, all employees are to place cardboard in the bins 
marked Cardboard Only located in 
each department. We will even 
accept cardboard that is oily and wet. 
Place the cardboard in marked bins 
only; do not use scrap bins since they 
are too hard to unload. It is important 
not to throw any other garbage in 
with the cardboard as that will 
contaminate the cardboard and 
reduce our recycling dollars. Each 
department is responsible for moving 
their bin to the annealing 

department, either by fork truck or via the Tempel internal train. The drop off area is 
located to the west of the Annealing unload area by the compactor. Annealing will 
empty these containers and return them to your department. The cardboard will be 
compacted and bound and stored until we have ten bundles for pickup. Waste 
Management 
will not pick up 
the cardboard 
unless it is 
bundled. 

In 2011, we 
have recycled 
over 120 tons 
of cardboard 
(roughly the 
equivalent 
weight of twenty 
elephants). This 
equates to over 
2,040 trees 
that we have 
saved from 
being cut down. This has also equated to over 840,000 gallons of water that has 
been conserved instead of using to make paper. By recycling cardboard instead, we 
have also conserved 1320 barrels of oil that would’ve been used in the making, 
transportation, and destruction of cardboard. By recycling cardboard, we have not 
put an extra 360 yards of garbage in the landfill. 
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