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Bentley Motors
Bentley Motors is the most sought-after luxury car brand in the world. The company stands 
for more than the usual extensive list of superlatives. In a Bentley, you arrive in every sense 
of the word, not simply reaching a destination, but doing so with purpose and power.

You feel this essence in the commanding surge 
that propels the vehicle forwards. You see it in the 
understated lines, the distinctive twin headlights and 
the unmistakable matrix grille. You appreciate it in 
every element of a car crafted by hand from the 
finest materials - although you will have to step out at 
some point.

Both relaxing and exhilarating, a Bentley represents 
an intensely personal journey. For the driver, it means 
entering a world of luxurious high-performance. For 
the brand, it represents the skills, passion and pride of 
our people. Their craftsmanship is evident throughout, 
right down to the initials carefully etched into the 
upholstery inside every car. An individual hallmark of 
absolute quality. 

The combination of fine craftsmanship, using skills 
that have been handed down through generations, 
alongside engineering expertise and cutting-
edge technology is unique to the company’s four 
model lines, Bentayga, Continental, Flying Spur and 
Mulsanne. It is a demonstration of high-value British 
manufacturing at its very best. 

Since 1919, Bentley’s uncompromising vision has 
allowed us to achieve the highest levels of bespoke 
luxury, with a clear, instantly recognisable bloodline 
running through all our cars.

Our design team includes over 100 experts from 
around the world. They work closely with our 
engineers, production experts and craftspeople. 
Every aspect of our cars is scrutinised multiple times, 
with nothing left to chance.

Our design ethos and language is not limited to the 
automotive world. Again and again, we redefine 
luxury, demonstrating real craftsmanship and 

exploring innovative design, materials and processes 
with an eye on the future.

Wherever our winged ‘B’ emblem appears, it is 
an endorsement of style, functionality and true 
exclusivity. As a result, Bentley is renowned as more 
than simply a maker of luxury vehicles. Our reputation 
for extraordinary craftsmanship, attention to detail 
and design flair is appreciated the world over.

We continue to invest in the latest design and 
manufacturing technologies at our UK production 
facilities, allowing us to go on designing cars that 
emanate the spirit of spontaneous adventure.

All our cars still attest to an illustrious design-led past – 
in a line here, a curve there, in the delicate burr of a 
perfect veneer or the cool touch of chrome. 

Bentley has stayed true to the company’s British 
roots while maintaining a pre-eminent position 
as a creator of desirable high performance cars. 
The uncompromising luxurious quality, power and 
performance of our range continues with the 
Bentayga, alongside the archetypal Continental, 
Flying Spur and Mulsanne. 

At our state-of-the-art factory in Crewe, England, the 
precision of the present meets the passion of the past. 
We balance advanced production technology with 
the skill of our traditional artisans, whose expertise with 
leather, metal and wood make each Bentley unique. 
Every car is created, not merely assembled.

The interior of each car is trimmed with the finest 
supple leather, hand-finished wood veneers, 
gleaming metals and deep-pile carpets. All are 
finished in our workshops – our attention to detail 
extends to applying a UV stabilizer to our veneers to 

prevent bleaching, preserving their natural beauty 
for decades to come. Every leaf of veneer can be 
traced to the tree from which it came.

Driving a Bentley remains an unrivalled experience. 
Gratifying responsive speed comes with the sure 
knowledge that immense power is held in reserve, to 
be summoned with fingertip control in an instant.

That surge of power is more than mere brute force; 
it is delivered with effortless style. Years of driven and 
meticulous development work by Bentley’s engineers 
and test drivers has led to the control that frees you 
to safely explore the upper limits of performance.

Bentley is driven by the idea that that luxury and 
performance are complementary, not irreconcilable 
opposites. An irresistible combination. As well as 
Bentley engineering impressive high performance 
cars for the track, the marque has always focused on 
creating exquisite and luxurious handcrafted interiors 
for its road cars. 

It is no secret: Bentley owners not only accept the 
challenges that life sets them, they thrive on them. 
Delight in them. Live for them. But more than this, they 
continually challenge themselves in the same way we 
do. We understand that living without compromise is 
not only rewarding, but also life-affirming.

Our journey started 96 years ago and continues 
today in the spirit we began. We are constantly 
exploring innovative materials and new engineering 
ideas, discovering new and more effective ways to 
do things. We are always looking for better – asking 
‘what if?’ and thinking about how our heritage links 
our past, present and future owners – always driving 
towards the extraordinary.

Our journey started 96 years ago and 

continues today in the spirit we began. 

We are constantly exploring innovative 

materials and new engineering ideas, 

discovering new and more effective ways 

to do things

“

”

bentleymotors.com
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Coty 
Manufacturing 
Ashford
Coty is a market leading global fragrance and beauty company, which has a history 
spanning over 100 years. With an entrepreneurial spirit and vision, we are an established 
company with new and innovative ideas. We have a portfolio of some of the world’s 
most prestigious and recognised beauty and fragrance brands which continues to 
grow from strength to strength.

Coty Manufacturing in Ashford, Kent, is proud to 
be a part of this. Our Ashford site is Coty’s largest 
in-house supplier of cosmetics globally. Our portfolio 
of products is divided into three areas: Liquids 
(mascara, foundation, lip gloss), Mouldings (lip stick, 
concealers), and Powders (eye shadow, blush, 
compact powder). We service seven brands, and 
we ship to five global inter-company distribution 
centres in UK, US, Germany, Spain and Poland, from 
which onward regional deployment takes place.  
The brands we manufacture include Rimmel, Astor, 
Miss Sporty, NYC, Manhattan, Les Cosmétiques, 
and CK One. We produce over 150m units annually 
in Ashford, with Rimmel being our largest brand 
overall. Our manufacturing processes are responsive, 
technical, highly automated, and utilise the latest in 
cosmetic manufacturing technology.  

Our business is driven by the credo Faster. Further. 
Freer.  We aim to lead trends and capitalize on 
opportunities as soon as they appear in the market, 
and our fast decision-making process allows us to 
leapfrog over competitors and keep us at the front of 
the pack.

This ethos and the highly skilled men and women at 
Coty Ashford enable us to support and lead many 
new and exciting product launches each year.  
This involves scaling up from laboratory batches to 
full industrialization of our final product. In total our 
production volume in Ashford has increased over 
30% in four years, and we are seizing further growth 
opportunities in both our traditional markets and 
emerging markets. This growth has led to exciting 
employment opportunities including work experience 
projects for students, internships, apprenticeships, or 
full time employment in engineering and other fields.   

We have established a powerful culture of self-driven 
waste elimination using John Kotter’s methodology 
called Leading Bold Change (LBC). The principle is 
that everyone in the organisation has permission to 
implement change within their work areas, without 
needing to seek approval through the hierarchy 
first. There is a highly effective network of individuals 
through the company that now actively seeks out 
improvement opportunities and helps each other 
to go faster and further. This change in the way of 
working by truly empowering people has driven 
tremendous rapid improvement. Having a culture 
that is unique enables our employees and our 
company to be successful.  

Our vision is to be The Unbeatable Cosmetics Partner.  
This vision has adapted to our business needs over 
time, as we have successfully developed our site and 
strengthened our position against the trend for Far 
East manufacturing. Over a period of four years, we 
have transformed our operation by improving our 
productivity, customer service, quality, and safety 
records, whilst also driving down our costs. We are 
proud to be a successful UK manufacturer, and our 
aim is to continually improve our operation such that 
we remain competitive for the long term.

coty.comOver a period of four years, we have 

transformed our operation by improving 

our productivity, customer service, quality, 

and safety records, whilst also driving down 

our costs

“

”
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McLaren Automotive
The McLaren Production Centre (MPC) opened its doors less than five years ago, but 
the state-of-the-art facility is constantly proving itself unlike any other car factory.

Designed to be every bit as clever and innovative as 
the high-performance McLaren hypercars, supercars 
and sports cars that it produces, the MPC was 
created with the unique purpose of combining hand-
built construction techniques with the precision and 
accuracy of motorsport engineering. 

It sits adjacent to the McLaren Technology Centre 
(MTC), home to McLaren Automotive’s engineering 
team. The buildings, both of which were designed 
by Lord Foster’s Foster + Partners architectural firm, 
are connected by a subterranean walkway. Like 
the MTC, the MPC was designed to have a minimal 
environmental impact, with the building’s semi-sunken 
construction proving not only sensitive to its rural 
setting but reducing heating and ventilation costs.

The atmosphere is more operating theatre than 
factory, which both reflects McLaren’s manufacturing 
processes and ensures the best possible working 
conditions for the highly skilled technicians. With 
a logistics floor beneath the production area, the 
assembly floor has far more space and light than a 
typical car factory, and with no robots or clanking 
conveyor belts, conversation can be carried out 
at normal levels. Indeed, one of the first things that 
strikes visitors is the lack of noise. 

At least until each McLaren heads out for a 
validation road test; ensuring quality remains critically 
important, with the hand-built assembly not reducing 
the requirement for accuracy. That’s why every 
McLaren made in the MPC is measured using a 
Coordinate Measuring Machine with an accuracy of 
50 microns (a typical human hair is 30 microns thick), 
and subjected to the Monsoon Test room, where it is 
showered in 16,000 litres of de-ionised water to check 
every seal. And it’s why each finished car undergoes 
a thorough dynamic assessment in the hands of an 
expert McLaren test driver.

Starting from a blank sheet of paper, the MPC and 
the production processes were developed to mirror 
the cars themselves – high-tech, innovative and 
highly efficient – and future-proofed to allow McLaren 
to meet market demand into the next decade. 
Production initially started with the first Super Series 
in 2011, and McLaren celebrated the 5000th model 
in 2015, making it the highest-volume carbon fibre 
supercar range ever. Super Series numbers continue 
to grow with the limited-edition 675LT Coupé, 675LT 
Spider and 650S Can-Am, and the breadth of Super 
Series models demonstrates the flexibility of the MPC 
– but they’re not even half the story. 

A three-tier range of vehicles that perfectly 
encapsulate McLaren’s racing ethos was always 
planned, and production of the first Ultimate Series, 
the McLaren P1™, commenced during the summer of 
2013, while the launch of the new Sports Series in 2015 
brought McLaren’s vision to fruition.

Running at full capacity, the bespoke Ultimate Series 
production line within the MPC finished one car per 
day, and in consultation with the bespoke McLaren 
Special Operations (MSO) division, no two cars were 
the same. The 375th and final McLaren P1™ was 
produced at the end of 2015, but the Ultimate Series 
continued in production with the limited-edition 
McLaren P1™ GTR, a track-only 1000PS (986bhp) 
model that also ceased production in early 2016. 

It is the Sports Series that is having a drastic effect on 
the MPC, though. Built around the new carbon fibre 
MonoCell II, the most attainable McLaren range will 
double the number of vehicles built. Two body styles 
are already being produced across three models 
– the 570GT, the 570S Coupé and the 540C Coupé – 
and in 2017, across the three-tier range, the MPC will 
be producing around 4,000 McLarens each year, up 
from the record 1,654 cars at the end of 2015. 

The additional volume means extensive changes 
– albeit ones always planned for – at the MPC. A 
second shift and the creation of 250 new jobs doubles 
the number of vehicles built each day from 10 to 20, 
and a new brake dyno test facility within the MPC 
‘beds in’ the carbon ceramic discs and pads for each 
vehicle, forgoing the need for a 40-minute heat cycle 
on a test track – and the air exhausted during the 
process is filtered and cleaned too.

Production volumes aren’t set to climb any 
higher than 4,500, maintaining exclusivity, but 
the announcement of a new six-year investment 
programme will increase the number of models and 
variants produced at the MPC. McLaren’s Track22 
business plan means the investment of an industry-
leading 20-25 percent of turnover in research and 
development – a commitment which represents 
£1,000,000,000 and will lead to the launch of 15 all-
new cars or derivatives. 

An all-new engine architecture will also debut 
towards the end of the six-year period, and by 2022 
at least 50 percent of McLaren cars will feature 
hybrid technology. Hybridisation has obvious CO2 
and fuel consumption advantages but for McLaren, 
it is all about delivering the performance and driving 
enjoyment expected of a company with such 
illustrious racing history. The talented engineers in the 
MTC have even started work on a one-off prototype 
to evaluate the possible benefits of a fully electric 
powertrain in an Ultimate Series car; such is the pace 
of development.

Whatever the outcome of these exciting projects, the 
resultant new McLarens will be the latest in a long line 
of milestones as the state-of-the-art MPC continues 
to build the world’s finest two-seater sports cars, 
supercars and hypercars.

cars.mclaren.com

With a logistics floor beneath the 

production area, the assembly floor has 

far more space and light than a typical 

car factory, and with no robots or clanking 

conveyor belts, conversation can be 

carried out at normal levels. Indeed, one 

of the first things that strikes visitors is the 

lack of noise
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NHS Blood and 
Transplant (NHSBT)
NHS Blood and Transplant (NHSBT) is a Special Health Authority which is an essential part 
of the NHS and we take pride in playing our part to make the most of every donation – 
whether it’s blood and organs, tissues or stem cells. NHSBT collects blood from volunteer 
donors which is separated into blood components at manufacturing sites, which save 
and improve lives. 

NHSBT has an ambition to be the best at what we 
do in the world, by any measure and are incredibly 
proud of what we do with our core purpose to save 
and improve patients’ lives. 

At NHSBT, we are constantly looking for ways to improve 
the quality of our service to the donor, hospitals and 
ultimately the safety of components for patients.  

Lean and continuous improvement are now part 
of what the organisation does everyday, informing 
a key part of operational strategies and business 
wide communications. 

At a visit to the manufacturing sites you would see 
day to day improvement activity taking place, clear 
visual management and workplace problem solving 
activities, all run by teams at shop floor level. This is 
supported by regular gemba walks by managers and 
team leaders to review progress and support our staff.

Our improvement events follow Lean principles and 
look to drive waste from all processes and maximise 
value to our customers - be they clinicians, hospital 
blood banks, patients or donors. This forms part of our 
manufacturing strategy to “build on our success in 
applying Lean methodology and focus on our culture 
to improve processes and drive out waste.”

Since 2009, over 150 improvement events have taken 
place with over 800 people involved. In addition, 
Value Stream Analyses and Strategy Deployment 
events have occurred to review progress and identify 
future focus points for improvement activity, aligned 
to our business strategy. 

Using Lean principles, manufacturing has moved 
away from large scale batch operations to Lean and 

flexible cells, which are twice as efficient and infinitely 
more flexible. This has resulted in manufacturing sites 
doubling their productivity over the past seven years.

This level of productivity makes NHSBT the best in the 
UK and is placed in the top quartile in Europe (from a 
cohort of over 20 countries, which include Germany, 
Denmark, Austria, France and Italy). 

Using Lean, NHSBT was able to implement a major 
blood safety improvement initiative to bacterial 
screen platelets at greater than £3M with no 
change in price to customers. This was achieved by 
absorbing the additional work without the need for 
additional staff.

Overall, the continuous improvement programme 
has helped NHSBT to reduce the cost of a unit of 
blood, first from £140 in 2008 to £125 in 2010 and 
again this year to £120.  This, allowing for inflation, is 
saving the wider NHS over £55M per year.

Hospital customers have seen benefits from 
improvement activities, including the introduction of 
new components and a reduction in age of blood 
components at the point of issue, as they move 
through the value stream faster.

Our people have been key to our success 
and to support them NHSBT provides a suite of 
developmental, leadership, management skills 
and mandatory training courses. This includes an 
extensive range of Lean training programmes which 
are available to all staff. Currently more than 84% of 
our manufacturing staff are trained at an introductory 
level for Lean and 25% at more advanced levels, 
allowing them to run their own events.  

Our Lean training courses are highly regarded and 
NHSBT have been asked to deliver them across the 
public sector, including to NHS, Police, Ambulance 
and Fire & Rescue colleagues.

NHSBT has provided support and advice on 
Lean operations and improved efficiency to our 
colleagues in the Welsh, Irish and Malawian Blood 
services, as the improvements we have made are 
internationally recognised.

NHSBT has been able to share our journey both with 
colleagues from the public and private sectors through 
Best Practice Visits and Action Learning Sets, and never 
fail to impress them with what we have achieved and 
how our manufacturing operations are working.

Lean is an integral part of our 2020 strategy and 
going forward, our “Blood 2020” strategy sets out 
the four pillars for the organisation and contains 
20 top level key performance indicators that will 
drive change within: blood donation and donor 
experience; manufacturing operations; hospital 
interface and customer service; integration with 
hospitals. The improvement is specifically detailed 
in each of these pillars and the KPIs are designed to 
allow us to measure our success.

NHSBT is proud of our journey and is continuously 
striving for improvements to meet our customer 
demands as well as improving safety, efficiency, 
productivity and costs of our components. This 
would not have been achieved without our 
motivated workforce who embody the NHSBT 
values. Through them NHSBT provides the best value 
service to the NHS.

This level of productivity makes NHSBT the 

best in the UK and is placed in the top 

quartile in Europe (from a cohort of over 

20 countries, which include Germany, 

Denmark, Austria, France and Italy)
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