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manufacturing, warehousing, transport|
separately, and instead tried to take cost out of

the whale supply chain. People are almost afraid

af UK retailers because they can be so demanding,

but being demanding is a good thing.”

It was a willingness to try and optimise the
end-to-end supply chain that led to a factory
gate pricin wvith”
|5 months before they threw in the towel last
Christinas, he reveals, “We effectively treated

0 that laste or a full

Teseo as a haulage provider. At one point up

to 50% of Tesco’s volume was supplied on a
factory gate pricing basis. However, there were
availability issues and it was actually Tesco's
commercial team that said, ‘we don't think this is
working', So it was mutually agreed to stop.”

Network investment

The manufacturing plant at Sideup, one of six
inthe CCE GB network (the others are in East
Kilbride, Milton Keynes, Edmonton, Colwall and
Wa 1), produces more than 800M drinks
ayear from nine production lines and emplays

e

mare than 350 people. The range includes 330ml,

o5

25 nd 150ml cans, 500ml PET, 200ml and
275ml glass bottles, the aseptic 250ml and 500ml
PET plus two squash lines that can make one,
twoand three litre bottles. It also produces Soda

Stream bottles, albeit in tiny quantities.

The site services up to 160 heavy goods
vehicles a day, as well as operating a fleet of up
1022 local delivery vehicles from a 9,000 pallet
warehouse, sayvs Moorhouse, who has been
allocated a cool £25M a vear from 2007 to 2009
to spend on ‘network investment’ and driving
operational efficiencies,

A hefty churik of that has been pumped into
a810.5M process area and aseptic filling line
at Sideup, which has enabled CCE to bring the
production of Powerade in-house, a 25,200
pallet high-rise warehouse at Edmonton, and
various other initiatives across the network such
as the mtroduction of wheeled merchandising
units for cans at the Wakefield plant.

Next year, CCE will invest in a S7TM new
production line at Edmonton to produce Oasis,
which has been growing at 21% vear-on-vear,
and is currently only produced at Wakefield,

Thetew aseptic filling line at Sideup has been in
comc:cial production since April
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sayvs Moorhouse. At Sideup, the raw materials
warehouse is also being updated, along with the

filler for 150ml cans.

Green machine
Rising labour and energy costs mean that a
continuous improvernent culture is vital in

order to stay afloat, never mind get ahead, says
Moorhouse. “We've been looking closely at line
utilisation, machine effectiveness and changeover
times, particularly on the small can lines.”

Like many manufacturers, CCE is also running
feasibility studies into the viability of generating
its own power through wind turbines or other
means as its energy bill continues to rise, says
Moorhouse. “We're seeing 20% increases in
electricity costs vear-on-vi

ir, which really is very
difficult to sustain, even if you are constantly
improving efficiency. Basically, we all have to
start treating energy as a scarce resource.”

CCE has seen a stey

hange in performance
after introducing strict new monitoring regimes
for water and energy and a ‘purge’ on waste
across all manufacturing sites, reducing water
usage by 19%, energy usage by 12%, and

waste going to landfill by a whopping 68% in
the last three years, he claims. "Something like
86% of waste from all of our factories is now
collected for recycling as we have improved
waste segregation techniques, We now separate
out metals, plastics and cardboard at all
manufacturing sites for recycling and use plastic
re-usable cores on reels of film."

Blow-moulding plastic bottles on site and dry-
sterilising them instead of buying bottles in and
having to rinse them before use has also helped
reduce water usage significantly, he says,

Savings have also beenmade through
reducing the weight of bottles and cans by
almost a third, making changes to the plastic
bottle manufacturing process, monitoring
leakage on compressed air systems and
introducing controls enabling pumps to run with
less power and less frequently

Crucially, he says, “we investigate anything
and everything that could drive efficiency. Just
because we've always done something a certain

way doesn't mean that it’s the only way to do it.”




