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One year of new MINI production and Plant Oxford developments





Ladies and Gentlemen,


I am pleased that you were able to join us today and I would like to update you on the progress and developments, here at Oxford, following the first year of production of the new MINI





1. Volume production and targets


On April 26, 2001 volume production of the new MINI started with a one-shift operation and a daily production volume of just 50 cars per day.





Our main production targets for the first 12 months were to achieve a high quality standard from the very first car; to meet the launch dates of the new MINI for the UK in July and for Mainland Europe in September last year and to produce more than 30.000 cars by the end of 2001.





Based on the expected achievement of the plant and on the feedback from the markets we had planned to introduce a second production shift towards the end of the year.





In doing so our main objective was to establish MINI as a unique, premium brand in the small car market with a strong and positive appeal to customers in this part of the market not previously covered by the BMW Group.











2. Achievements of the first year


So how have we done against those targets and against a challenging background of introducing a new model range on new production facilities against a very tight timetable? 





To summarise we can say the new MINI has had a good start where ever it was introduced in the world. Be it in the UK and in Mainland Europe in the middle of last year or just recently in the USA and Japan. It was launched to the public exactly on time and in all planned markets. 





2.1 Reaction of the markets


Thousands of customers, our dealers and MINI enthusiasts around the world have passionately welcomed the concept of the new car: its styling, its package, its technical substance, its unique handling and its total quality approach. For BMW Group the MINI has already opened new markets and new customer groups.





Customer orders in the UK and in other big European markets have  exceeded our expectations. It’s not only the sheer numbers it’s also the mix and the level of options which are higher than anticipated. More people are buying the high spec MINI Cooper, for instance, than we expected.





The MINI is clearly an international success story.  Customer reaction around the world has been outstanding. People have been camping outside dealers in the United States for a test drive and  showrooms in Japan had to be closed for a while to cope with the numbers of people  wanting to see the  car.





Our US dealers are already pressing for more than the 300 cars every of our 70 MINI dealers has been promised for the first year. In just nine days nearly 800 MINI Cooper and Cooper S models were delivered to customers. Remember this is for a car brand that has not been seen in the US for 35 years!





A further push for the MINI brand came with the press launch of the Cooper S, which is the top model and the icon of the brand. This car shows the potential of the concept and makes it very clear that MINI is a true premium product in the market. 





2.2 Ramp up of production


Based on this high market demand we introduced a second production shift as early as September 2001 and a third production shift in November.





We had planned to produce 30,000 cars to the end of last year but the actual figure was more than 40,000. With further production rises already this year Plant Oxford will produce the 100,000th MINI during the month of May – just 13 months after the start of volume production.





Employment also rose significantly as I will detail later.  A remarkable achievement for any car factory, anywhere in the world.





And, after four months of production in 2002 we can say that the production launch of the US and Japan versions of the MINI as well as the launch of the Cooper S are progressing absolutely according to schedule.





Therefore we are confident that we can achieve or even exceed our production targets in 2002, as we did in 2001. 





But increasing production is only part of the challenge we face by introducing the new MINI brand. It is equally important to build up a highly capable dealer and service organisation for marketing and servicing these new cars. We regard this as crucial for achieving a strong customer base and reputation for the new car. 





 A positive indication of customer satisfaction is that we have every reason to expect the MINI to achieve high residual values, like BMWs do. This is one of the most reliable criteria for a premium product. 





3. Productivity


In 2001 we started with the two main targets of quality and volume. This year we added productivity as the third equally important target. Continuously improving productivity throughout the whole process chain is crucial to achieve our financial targets for the MINI project. In our target management process we therefore put every effort in stabilising processes, increasing “Right first time” ratios and continuously improving our working practises.





As you know we are committed and confident that we will recoup all the costs for the MINI project during the model’s first generation. 





In addition to improving cost structures we see an increasing turnover per car. For the reminder of the year we expect Cooper and Cooper S  models to account for 75% of total production. To accommodate these requirements we have already started to make some additional investment in the production system. In the paint shop, for instance, the contrasting colour roof capacity for the Cooper and Cooper S models is being increased from 60% to 80% by mid year. 





4. Investments


In total we have approved an investment programme for the Oxford plant in 2002 of more than £50million. We regard this as a major commitment for this plant, for the MINI project and for the UK as a centre for car production. 





With this investment we have prepared the plant for the production of new models like the Cooper S and for new engine variants like the diesel. A major part of this programme also relates to improvements of productivity and flexibility of the production system and to the further development of the site infrastructure.


5. People


The progress this plant has achieved within twelve months has been possible by the commitment and experience of the management team, the workforce and not to forget the suppliers. I also want to mention the support from the sisterplant in Regensburg and many other Centres of Competence and departments within the BMW Group. Oxford Plant and the MINI project are fully integrated in the structures of the BMW Group. And it’s a pleasure to see the progress here on site.





Since start of production in April 2001 the number of people working at Plant Oxford increased from 2400 to 4500. The additional employees who have been needed to introduce a second and a third production shift have been temporary workers. 





However as of today, 500 of those temporary workers have qualified for a permanent contract at BMW Group. And by mid year we expect 200 additional permanent contracts.





So within about one year BMW Group at Oxford has created 700 permanent and 1400 temporary jobs in an industry that has been characterised by redundancies and closures of complete plants. A further 300 jobs have been created at the Swindon Pressings plant  and 150 more jobs at our Midlands Gears factory – all as a direct result of the success of the MINI.





I think this demonstrates our strong commitment to car manufacture in the UK which is also being supported by the new Rolls-Royce investment we are making at Goodwood.





By using temporary workers for the production ramp-up we could fulfil our production capacity requirements in a very short time frame. And it has also given us the opportunity to select the most appropriate and best performing temporary associates and award them with a permanent contract. By doing this we have managed to improve the age and skills profile within our plant.





We will continue to work with temporary associates to maintain our flexibility to cope with changing market developments and with the needs of the production like the launch of new models or just for holiday cover.  By doing this and based on our current long term sales planning we are confident that we can secure the jobs of our permanent staff over the whole lifecycle of the current MINI generation.





 This we think is very important to create the kind of BMW culture that have made our German, Austrian, and American plants so successful.





For me this is also the opportunity to thank our local employee representatives for their constructive and professional cooperation in challenging times and I have had several internal meetings to meet the management population and our associates.





6. Building up own resources


With the maturation of the plant we have also made progress in building up additional expertise and experience within our workforce at Oxford. The plant has also been integrated into BMW Group’s international production network.





In an international Company the exchange of people from different locations is always happening and it will be even more important in the future to achieve synergies and the exchange of know-how across geographic boundaries.





To return to the Oxford plant, we are improving the qualifications and skills of our local workforce through a recently opened new training centre and we have  also extended a very successful apprentices programme. 




















7. Quality and Engineering Centre


The most obvious sign for the greater level of competence at this plant is the new Quality and Engineering Centre, which is still in the final stage of construction. In this £10 million centre we will consolidate our engineering activities on site to support the production and development of the MINI.





The QEC at Oxford forms part of BMW’s global network of centres of competence. So we can take advantage of the support and expertise of other BMW facilities of this kind all over the world. In return the QEC here will give support to other plants and projects elsewhere within the BMW Group with its engineering services as soon as the appropriate capacities are up and running.





The centre brings together 250 engineering and technical staff from within the factory and key suppliers as a single team. They represent all the MINI production functions, from body build through paint to car assembly. The main activities are: Production-linked engineering and development, Metrology, Test and Analysis, Technical Audit and Quality, Supplier support and Service support.  It also acts as a focus for liaising with MINI dealers at home and overseas. 





The centre also houses Young People Training facilities where newly-appointed young people start their training and receive an overview of the work carried out at the plant.








8. Final remarks


What are the challenges for 2002: The new dimension for the MINI project this year is that MINI goes global. By the end of 2002 the MINI brand will be introduced in 50 markets all over the world.














The plant has to produce 7 days a week, 51 weeks a year, cope with a much more diversified production programme, react flexibly  to changing market demands and continuously to improve productivity and quality levels. But this is normal workload in a BMW Group plant. Therefore I am confident that we will achieve these targets.





Thank you very much for your attention.
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