O3 LIFE CYCLE OF
OUR PRODUCTS
THE FOLLOWING SECTION DESCRIBES
THE PHASES OF THE LIFE CYCLE OF OUR
PRODUCTS, FROM CONCEPTION TO END
OF LIFE. IT ALSO DESCRIBES THE IMPACT
OF EACH PHASE ON THE ENVIRONMENT,
AND THE ROLE PLAYED IN EACH PHASE
BY THE MAIN EXTERNAL STAKEHOLDERS:
SUPPLIERS, DEALER AND SERVICE
NETWORKS, AND CUSTOMERS.
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VERY IMPORTANT

PRODUCT INNOVATION
RELATED TO
ENVIRONMENTAL
PROTECTION ECO-FRIENDLY PRODUCTS

LCA
Analysis

IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL STAKEHOLDERS

INNOVATION RELATED
TO PRODUCT SAFETY

IMPORTANT

VERY IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL

Material aspect described in chapter. For further details, see Materiality Matrix, page 21.
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2014 STAKEHOLDER INTERVIEWS

INNOVATION MANAGEMENT
CNH Industrial also contributes to the global fight against climate change by marketing
products whose innovative features allow reducing polluting emissions and that are
increasingly efficient at cutting fuel consumption and CO2 emissions. As evidenced
by the materiality analysis, CNH Industrial believes innovation is essential to offering
customers highly technological, eco-friendly, safe, and ergonomic products with a low
Total Cost of Ownership (TCO).

When customers ask for innovation
they are talking about productivity,
yield increases, improved performance
and efficiency
Mr. Meyer, Dealer, USA

In this spirit, research activities focus primarily on the development of products that can:
reduce polluting emissions
optimize energy consumption and efficiency
use alternative fuels
adopt alternative traction systems
incorporate advanced telematics systems
ensure safe use.

CNH Industrial has established an Innovation function dedicated to research and development (R&D), as part of
Product Development and Engineering. It operates across the board, encompassing every business and geographic
area, where dedicated teams develop innovative products catering to the distinctive needs of the region, including
in Emerging Markets (see also page 212). Innovation activities are strictly related to the management of intellectual
property and to the generation and exchange of ideas, as well as to participation in shared research projects.
In 2014, CNH Industrial’s research and development expenditure reached a total of $1,122 million, or 3.6% of the
Company’s net revenues from Industrial Activities. R&D activities involved approximately 6,100
employees at 49 centers worldwide, 9 of which located in Emerging Markets (Brazil, China, and
India) employing 992 people.

RESEARCH & DEVELOPMENT HIGHLIGHTS
CNH INDUSTRIAL WORLDWIDE

Research Centers (no.)
of which in Emerging Markets
R&D employees (no.)
of which in Emerging Markets

2014
49
9
6,122
992

2013
48
8
6,280
789

2012
49
7
5,845
858

R&D expenditurea ($ million in IFRS)
of which on Agricultural Equipment
of which on Construction Equipment
of which on Commercial Vehicles
of which on Powertrain

1,122
519
130
350
123

1,240
564
151
395
130

1,149
525
143
371
110

3.6

3.8

3.6

R&D Spendingb as a % of sales
(a)
(b)

Inclusive of capitalized R&D costs and R&D costs charged directly to the income statement.
Considering only net revenues from Industrial Activities.

GLOSSARY
Emerging Markets;
TCO

2014_Sustainability Report_134-272.indd 137

31/03/15 18:36

138

INNOVATION
AND PRODUCT
DEVELOPMENT

LIFE CYCLE OF
OUR PRODUCTS

INNOVATION PROCESS
CNH Industrial usually delegates its basic research to universities through dedicated partnerships. For highly
strategic projects, on the other hand, the core research is often developed directly by the Powertrain segment. Basic
research focuses on energy management, powertrain efficiency, and alternative fuels. FPT Industrial’s innovation
strategy is based on a fully integrated development program evolving around three main areas of expertise: virtual
development, basic technology evolution, and integrated modelling within CNH Industrial products.
The virtual development process, which is partially related to basic research, will enable CNH Industrial to get a step
ahead of the competition, allowing to create a higher level of intelligence, to integrate powertrain innovations on a
larger scale, and to look at the energy management of the final product as a whole rather than of the engine alone.
CNH Industrial’s innovation process refers to applied research and consists of a series of clear-cut steps, from
the evaluation of innovative concepts up to the final step before product development (see also page 146).
There are nine steps in total, grouped into three overall macro-phases: concept, innovation, and advanced
engineering. The application of an idea to a product requires an average of two to five years, based on the
complexity of the idea itself.

INNOVATION PROCESS
CONCEPT

INNOVATION

CONCEPT
INVESTIGATION

DESIGN AND
ANALYSIS

BUILD
PROTOTYPE

2.

0.

Concept
kick off

1.

Concept
evaluated

Preliminary
design and
analysis
completed

ADVANCED ENGINEERING
TEST
CONCEPT

INTEGRATED
DESIGN

5.

3.

Concept
prototype
ready

BUILD
PROTOTYPE

4.

Concept
proven

Integrated
design
completed

FUNCTIONAL
VALIDATION

6.

Prototype
ready

DURABILITY
VALIDATION

7.

Functionality
validated

COST
ANALYSIS

8.

Durability
proven

9.

FINAL
READINESS
MILESTONE

The Concept phase, the first in the innovation process, is the most creative and is left deliberately unstructured.
It mainly focuses on concept and development, and on the assessment of one or more technologies and their
potentials. At this stage, collaborations are established with companies of excellence, i.e., potential partners for
current or future projects, and the activities carried out relate to technology scouting, benchmarking, and customer
evolution trend-analysis to identify needs and opportunities for improvement and enhancement. This phase also
encompasses the creative ideas submitted through the Open Innovation tools. Any idea suggested during the
concept phase is evaluated by a group of experts; in the event of a positive outcome, it becomes an innovation
project and moves on to the next phase.

GRI
G4-DMA
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The initial feasibility study is carried across the four steps of the Innovation phase, at the end of which the
product must meet every technical requirement to move forward, or the project is discontinued.
During the Advanced Engineering phase, which follows Innovation, the design is integrated and completed,
and a prototype is created to assess functionality and stability through virtual and field testing. This phase also
defines the adoption of new technologies, new material purchasing needs, and the realization of components that
were not identified during the previous phase. If necessary, suppliers are engaged at this time to collaborate in the
joint development of components required to execute the project. Cost analysis is the final step of the innovation
process: if economic requirements are unmet, the project is discontinued. If the project meets the requirements,
as in 90% of cases, it is handed over to the product development platform.
In 2014, 20 innovation projects reached step nine and will be integrated into one or more products through the
Global Product Development process (see page 146).

INTELLECTUAL PROPERTY
Intellectual Property Rights (IPR) are strategic, intangible assets actively protected by CNH Industrial.
The Company’s Intellectual Property (IP) team, which is part of the Corporate Legal Department, is responsible for:
creating IPR awareness amongst Company employees
prompting engineers and developers to share their innovative ideas with
the IP Department
managing applications for new patents and trademarks
managing the existing portfolio of registered patents and trademarks
monitoring potential infringements of the Company’s patents and
trademarks by competitors or other third parties
defending the Company’s interests in IP conflicts
ensuring that the Company does not infringe patents or trademarks of
third parties.

More than

The IP team is also actively involved in the product development process,
conducting patentability and freedom-to-operate reviews at a variety of
mandatory stages throughout the process itself. As an additional safeguard
against potential infringement, CNH Industrial also relies on external specialists
who provide periodic updates on published applications and patents of competition.

7,500

active patents

owned

PATENTS
CNH INDUSTRIAL WORLDWIDE (no.)

Active Patents
of which registered during the year
Patents Pending
of which filed during the year
New Disclosures on Innovation Portal
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INNOVATION PORTAL PROCESS
Inventor
response

IDEA

Witness
response

DISCLOSURE
(EVALUATION
PHASE)

Review
member
evaluation

DISCLOSURE
(OFFICIAL
REWIEW
PHASE)

Closed

PATENT
SEARCH
PHASE

PATENT

Closed

In order to better manage the wealth of innovative ideas generated inside the organization, CNH Industrial created
an Innovation Portal accessible to all employees working in technology-related areas: these are the people who
conceive, design, and build our products, and who therefore often have ideas that further improve the quality and
performance of the products themselves. The secure and user-friendly Innovation Portal (a tool accessible from
any workstation worldwide) provides an ideal channel for converting these ideas into disclosures, which eventually
may lead to patents. Given the significant value-creating potential of these internally-generated ideas, the Company
has set up a Patent Award Program to reward inventors whose ideas are successfully patented.
The Innovation Portal is managed by the IP team, with the support of product-specific Review Teams for the
technical evaluation of new ideas. Each Review Team consists of internal personnel actively involved in all key
aspects of the product, including engineering, manufacturing, marketing, testing, etc.
Employees who believe they have a patentable idea can submit their proposal to the IP Department through the
Innovation Portal. Multiple inventors can be associated with an idea, and supporting materials (such as designs,
photographs, videos, calculations, etc.) can be uploaded in a wide variety of formats. Once the required information
has been entered in the system, the inventor can publish the idea to initiate the evaluation process. At that point,
the idea formally becomes a disclosure and can no longer be modified. The system assigns a number to each new
disclosure, which is then allocated to a Patent Attorney within the IP team. The system will also send an email to:
all inventors named in the disclosure, who must individually approve the contents of the disclosure itself
the witness, who is requested to affirm authorship of the idea
the members of the assigned Review Team.
During the online evaluation phase, the Review Team may ask the inventor for additional information, if needed,
to assist in evaluating:
patent strength (legal)
technological value
market value
financial value
strategic value.
Inventors can access the Review Team’s comments and evaluations via the Portal.
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Once the evaluation phase is complete, the official review phase begins. The disclosures actually assigned to
a Patent Attorney are discussed periodically with the relevant Review Team in dedicated meetings, and ideas
considered worthwhile for the Company then proceed to the Patent Search phase. If a disclosure is not selected,
the file is closed and the inventor is informed of the decision.
During the patent search phase, the Patent Attorney investigates the patentability and feasibility of the disclosure.
If the search reveals no relevant prior art that could obstruct patentability, the Patent Attorney begins the patent
protection process, working with the inventor to draft the necessary description for patent application. Once the
final draft is approved by the inventor, the patent application is filed.
All disclosures (including closed cases) remain on the Innovation Portal along with the Review Team’s evaluations.
During 2014, 730 new disclosures were submitted via the Portal.

FOCUS ON

SUSTAINABLE INNOVATION FORUM 2014
New Holland Agriculture took part in the Innovative Emission Reduction II panel within the
Sustainable Innovation Forum. The event was held in Lima (Peru) on December 9, in conjunction
with the UNFCCC Conference of the Parties (COP 20) and the Lima Climate Change
Conference. The conference was organized by Climate Action in partnership with the United
Nations Environment Program (UNEP).
The Forum is an annual event aimed at offering business, government and financial leaders,
and non-governmental organizations a platform to generate a stimulating and productive debate, catalyze
sustainable innovation, and mobilize the green economy.
The brand also supported the event for the third consecutive year running as Gold Sponsor.

OPEN INNOVATION
The generation and exchange of ideas is at the core of CNH Industrial’s innovation process, and is consistently
fostered through multiple initiatives and tools. In addition to a network of partnerships with research centers and
Universities (see also page 143), CNH Industrial avails itself of tools to maintain contact with key stakeholders
involved in product definition and use: customers, suppliers and employees.
The Company’s different brands involve customers in product definition through various strategies, ranging from
phone interviews to a process known as Customer-Driven Product Definition (see also page 224).
It is strategically important to CNH Industrial to involve its suppliers right from the innovation process: on the
one hand, this allows for the joint development of innovative systems and components, ensuring production
feasibility from the start; on the other, it helps expedite design and production.
For this reason, in 2014, a one-point reference was appointed within the Purchasing function to support the
Innovation team. Indeed, the involvement of the Purchasing function before the Global Product Development
process (see also page 146) ensures greater success for work carried out within the platforms.

GLOSSARY
Stakeholders
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The main activities consist in:
defining the Technology Roadmap, to identify future partnership opportunities
preventing roadblocks during the product innovation and development process by involving suppliers in projects
from the start
providing support during steps 4 and 9 of the innovation process (see also page 138).
A Partnership Program was launched in 2014 to identify suppliers with whom to share expertise on technologies
and/or key components for each Product Line (see also page 163). Furthermore, in line with previous years,
several existing initiatives continued to promote the exchange of ideas and information, including the Technology
Days (10 workshops held in 2014), attended by approximately 1,000 people. At these events, suppliers considered
industry-leaders in innovation, technology, and quality discussed specific topics and shared information on recent
technological developments.

395 thousand

employee suggestions
under WCM program

CNH Industrial considers its employees a strategic resource, and has a high regard for their potential contribution
to the improvement of products and processes. For example, many innovative ideas can be patented if properly
managed, and if the submission of proposal applications is straightforward. The CNH Industrial online Innovation
Portal is accessible via web and via Corporate Intranet, and employees may enter the details of their proposals
through either. Another example is the collection of plant employee suggestions for improvements within the
scope of the World Class Manufacturing (WCM) program. In 2014, 395 thousand suggestions were submitted
across WCM plants, including those located in Emerging Markets. Suggestions are collected at individual plant
level, and cover many topics such as cost reduction, workplace organization, equipment safety and efficiency, and
improvements regarding quality and the work environment (see also page 167).

OPEN INNOVATION
CNH INDUSTRIAL WORLDWIDE (no.)

WCM proposals
Technology Days

2014
395,000
10

2013
375,000
12

2012
375,000
10
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PARTNERSHIPS AND COLLABORATIVE PROJECTS
CNH Industrial’s participation in workgroups and research projects is a strategic choice to increase its wealth of
expertise and contribute to an active exchange of ideas. Therefore, in addition to the long-standing partnerships
with the Università di Torino, Politecnico di Torino and Politecnico di Milano, CNH Industrial legal entities collaborate
with about 40 universities in North America (USA and Canada), Europe (Italy, Spain, Germany and Belgium), Latin
America (Brazil), and Asia (China), with the aim of increasing their capacity for innovation.

PARTNERSHIPS
CNH INDUSTRIAL WORLDWIDE (no.)

2014
50

Total scientific collaborations
with universities
with research centers

41
9

CNH Industrial has a long tradition of involvement in national and international working groups, and has played an
active role in collaborative research projects for some years now. These projects focus mainly on eco-efficiency,
specifically addressing the reduction of polluting emissions and fuel consumption, the use of alternative fuels and
the efficient use of alternative propulsion.

COLLABORATIVE PROJECTS
CNH INDUSTRIAL WORLDWIDE (no.)

2014
81

Total collaborative research projects
with universities
with research centers

69
12

on reducing polluting emissions
on optimizing consumption and energy efficiency
on the use of alternative fuels
on alternative propulsion systems
other projects

6
30
3
2
40

41

scientific collaborations
with universities worldwide

GRI
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The EcoAutobus and LIVE projects, aimed at improving the transport of goods and people, were completed in 2014.
Both were developed based on the study of three directives:
mobility and eco-compatibility
accessibility and comfort
safety and connectivity.
The EcoAutobus project involved 29 partners and led to the realization of two eco-compatible
urban bus prototypes. For mobility, the choice was to adopt a hybrid diesel-electric engine with
series-type architecture, powered by a new diesel fuel with lower environmental impact and higher
performance. The hybrid electric propulsion system adopted was altogether lighter than the hybrid
systems typically used in standard hybrid vehicles. The new Drivetrain provides many benefits on
urban cycles, such as reduced noise levels, fuel consumption, and CO2 emissions by up to 25% compared with
standard diesel vehicles. Additionally, the Archimedes battery pack and the supercaps modules provide more
energy than a traditional hybrid vehicle, and therefore enable a greater use of the electric mode.
Eco-compatibility was improved by using green tires and energy recovery systems. A new generation of solar
panels was adopted as well, and a LED-based system of exterior lighting was developed to reduce consumption.
The new system allows saving 80% on energy compared to incandescent bulbs, increases the driver’s field of view
by 10%, and lasts up to 30 thousand hours longer.
Accessibility was improved with a super-low chassis floor design, enabling ease of access to passengers with
impaired mobility, and through the modular layout of passenger seats. The on-board quality of life for both
passengers and driver was enhanced by focusing on seat comfort and ergonomics and by using high-quality
plastics. The air quality of the cabin was also a key aspect, addressed by adopting a new and more efficient air
conditioning system, which consumes 25% less energy and reduces the amount of polluting particles by means of
electrostatic filters.
Safety conditions were improved for driver, passengers, and pedestrians alike by adopting integrated systems
for driver assistance and against driver fatigue. The availability of both remote and predictive diagnostic systems
increases service efficiency, while broader connectivity improves communications to passengers by providing
information on services available to citizens within urban infrastructures.
Another development in parallel with EcoAutobus was the LIVE project, carried out with 24 partners
aiming at optimizing the impact of light vehicles; the project led to the realization of six prototypes.
As regards mobility, the choice was to develop a hybrid diesel-electric system with parallel-type
architecture and dual clutch, particularly suitable for urban distribution. For the powering of the
diesel engine, two new biofuels were tested, both shown to have a lower environmental impact. The
two innovative storage systems tested evidenced a reduction in consumption and the optimization
of energy use on board the vehicle. Even within the scope of this project, eco-compatibility was improved by
adopting low rolling resistance green tires, paired however with the central tire inflation system for managing tire
pressure. Efforts to lighten the vehicle played an important role in reducing its environmental impact. First of all, the
study and creation of a lighter monocoque made of fiberglass-reinforced plastic materials allowed for a reduction in
weight, number of components, and development time and costs, and an increase in thermal and acoustic comfort.
Secondly, other parts were lightened, such as the front module and the hood. Accessibility was examined based
on passenger needs. By exploiting the versatility of the frame, the floor was lowered in relation to the access door.
Furthermore, the lower front and rear suspensions enhance the vehicle’s handling and comfort during its dynamic
phase, and allow for a lower loading platform. On-board driver and passenger comfort is ensured through
more ergonomic seats equipped with a passive climate control system and high perceived-quality components.
The cabin air quality was also improved through a smart management system for air recirculation and a new
air conditioning system. Vehicle and passenger safety conditions were improved by integrating specific driving
aids, such as the radar and front camera system providing driver assistance and active safety (Predictive Collision
Warning, AEB, ACC ). Furthermore, a hybrid braking system was designed and developed, which increases brake
control and simplifies the layout.

GLOSSARY
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PRODUCT DEVELOPMENT MANAGEMENT
As stated in the Code of Conduct, CNH Industrial is committed to producing and selling, in full compliance
with legal and regulatory requirements, products of the highest standard in terms of environmental and safety
performance.
As evidenced by the materiality analysis, the issues central to both CNH Industrial and its stakeholders are those
concerning the products themselves, especially user safety, product quality, and environmental impact. Indeed,
customers use CNH Industrial products for work purposes, and their safety and efficiency of use increases
productivity and brand loyalty.
Many of the targets related to materiality aspects are set out in the Sustainability Plan (see also pages 40-43) and
are included as individual goals in the Performance and Leadership Management system (see also page 83).
The highest responsibility for initiatives regarding all aspects of CNH Industrial products lies with the Global
Product Committee (GPC), which is made up of all members of the Group Executive Council (GEC) and reports
directly to the Chief Executive Officer.
All aspects related to safe use and lower environmental impact, as evidenced by the materiality analysis, are
accounted for during product design, which is overseen by Product Development and Engineering. The process of
designing a new product is set out during the Global Product Development (GPD) process, common to all brands,
which guides and monitors all stages of the design process and evaluates their effectiveness.
In terms of product safety, CNH Industrial adopts design standards pursuant to international standards
such as ISO 12100 for all products and parts distributed. The Product Safety Management procedures
set forth a risk assessment methodology for the evaluation of all products and components over their
complete life cycle.
The potential impact of products throughout their life cycle is evaluated during the GPD process,
through the application of appropriate models such as Life Cycle Assessment (LCA) and Total Cost
of Ownership (TCO), among others. In fact, many of the research activities aim at improving product
performance during use, which is when their impact on the environment is highest.
For this reason, during the design phase, CNH Industrial endorses solutions that promote the creation of more
eco-friendly products by:
aiming at higher efficiency during use, with fewer intervals between maintenance cycles
using materials and components that are easily recoverable or recyclable
selecting easy-to-disassemble components that can be regenerated
eliminating the presence of hazardous substances
reducing weight (off road vehicles)
reducing noise emissions.
CNH Industrial’s production activities do not comprise the direct procurement of raw materials. However, when
designing the components for new products, which is done in close collaboration with suppliers, priority is given to
the use of easily recyclable materials, especially recoverable metals such as aluminum and cast iron, thermoplastics,
and paints with low solvent content.
Component composition information is available in the online International Material Data System (IMDS) database
(see also page 161), which also specifies the substances listed in the European regulation on Registration, Evaluation,
Authorisation and Restriction of Chemicals (REACH), and flags the presence of Substances of Very High Concern
(SVHC). The database monitors the data entered by suppliers in real time, generating an alert if an SVHC is
detected and enabling the search for a substitute.
Component remanufacturing, or regeneration, allows reducing landfill waste, reusing recoverable components, and
recycling worn-out materials, hence creating savings in terms of energy and raw material costs (see also page 227).
Furthermore, improved product performance in terms of fuel consumption, durability, and length of intervals
between maintenance cycles, helps reduce the Total Cost of Ownership (TCO) and the environmental impact of
the product.

GLOSSARY
DMA; IMDS; ISO 12100; LCA;
REACH; Stakeholders; TCO
GRI
G4-DMA

2014_Sustainability Report_134-272.indd 145

31/03/15 18:36

146

LIFE CYCLE OF
OUR PRODUCTS

INNOVATION
AND PRODUCT
DEVELOPMENT

OUR PROJECTS

LIFE CYCLE ASSESSMENT
In 2014, the Company completed the Life Cycle Assessment (LCA) focusing on the carbon footprint of
the 3l F1C diesel engine for light commercial vehicles. The analysis allowed quantifying the energy and
environmental load of the engine, as well as its potential impacts, from raw material acquisition to product
disposal.
An LCA analysis involves an innovative approach to design and production that integrates environmental
variables. It therefore falls within the scope of FPT Industrial's sustainability strategies, aimed at the continuous improvement
of the environmental compatibility of its range of products. The analysis revealed that 98% of the total greenhouse gas
emissions are related to the F1C engine's use phase, whereas the production and supply chain for the engine’s components
contributes less than 2%. The improvements identified by the analysis, and already endorsed by the plant, are related to
higher levels both of production process efficiency and of energy from renewable sources.
The analysis complies with ISO14040, ISO14044 and ISO / TS14067 international standards specific to carbon footprint
studies, based on which the F1C engine was certified.
The Iveco Astra brand, with support from the CRF, a research center, began researching an eco-friendly design for a
Heavy Duty Truck. The project is intended to meet Green Public Procurement requirements enforced by some European
municipalities in accordance with EC Directive 2004/18/EC. Iveco Astra outlined the vehicle's environmental impact in
a document, analyzing: manufacturing processes, materials, and resources used. An LCA was conducted, in line with the
ISO 14040 standard, on the product's main environmental impacts during two key phases: production and use. The LCA
comprised the following steps:
Goal and Scope Definition - establishing the scope of assessment, objectives, and functional unit (i.e., the vehicle in
question)
Life Cycle Inventory (LCI) - in which data were collected on consumption of energy and materials, emissions, and
waste during the manufacturing phase of the vehicle in question within the scope of assessment; the use phase
involved an assessment of vehicle fuel consumption, emissions, and weight
Life Cycle Impact Assessment (LCIA) - in which the Global Warming Potential (kilos of CO2 eq) and
the Primary Energy Demand (MJ) were calculated, i.e., the vehicle's main environmental impacts, and
conclusions drawn.
In collaboration with the Politecnico di Torino and Politecnico di Milano, CNH Industrial will further
evaluate the effectiveness of the LCA approach, by launching a new pilot project in 2015
called Environmental and economic life-cycle assessment and scenario analysis of the Value
Chain for a fully electric van: the NEW DAILY ELECTRIC case.

PRODUCT DEVELOPMENT PROCESS
At CNH Industrial, the development and launch of new products is managed through dedicated platform teams
for each product class. Coordinated by the Product Development and Engineering department, platform teams
are responsible for the management of the entire product life cycle, from the development of new products to
the maintenance of existing ones.
Each team is composed of representatives from the following functions:
Brand – definition of market requirements, including regional variations
Product Engineering – product design and fulfillment of technical requirements
Product Validation – product validation and certification
Manufacturing – planning and preparation for production
Supplier Quality Engineering (SQE) as part of Purchasing – procurement of parts and materials from external
suppliers (time, cost, and quality)
Parts and Service – management of spare parts
Product Quality and Technical Support – monitoring correct implementation of processes to ensure quality of
final product
Finance – monitoring budget and investment, analyzing profitability of new product programs and related activities.
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Platform teams follow the standardized Global Product Development (GPD) process, which itself is
subject to continuous monitoring and revision. Although its application is standardized across geographic
regions, the process allows for variations in product specifications to meet local requirements, including
those specific to Emerging Markets.
The GPD process consists of six phases, each consisting of a set of activities and deliverables, and each assigned
to one function. At the end of each phase, reviews are carried out to determine if objectives have been met.
Once these objectives, or milestones, are achieved, the decision is made to continue to the next phase. This
approach optimizes resource planning, it facilitates investment allocation and the definition of clear objectives, and
it improves the ability to forecast and manage risk and, ultimately, to develop a quality product.

FOCUS ON

PRODUCT SAFETY DESIGN
In terms of product safety most CNH Industrial products are designed according to applicable government or industry standards on road safety, functional
safety, occupational safety, and environmental safety (noise and engine emissions).
The design phase takes into account several aspects of operational functionality with respect to safety, including:
operating instructions and information (operating manual, if available)
applicable regulations and/or standards
limits of intended use
operator experience
operator training
working conditions
physical properties of the machine.
An essential step in any indexed safety risk assessment is the systematic identification of potential hazards and hazardous events for all types and phases of
use, such as assembly and set-up, preparation for use, installation and removal of tools and accessories, on-road use, in-field use, and during transportation,
blockage clearing, cleaning, service, and maintenance. CNH Industrial rigorously applies Design Failure Modes and Effects Analysis (DFMEA) to identify
potential failures and associated hazards.
The individual components crucial for safety are identified right from the design phase in the technical drawings, and subjected to specific detailed
assessments (e.g., dynamic calculations, structural analysis, laboratory tests, static and dynamic vehicle testing, and type approval testing). In
accordance with the Quality Policy and additional internal procedures, workstations handling safety components during production are clearly
marked, and the personnel responsible for working on, or inspecting, safety components are suitably trained. Safety components are also
labelled to ensure traceability in the event of intervention or recall campaigns (see also page 216).
Noise emissions are evaluated during the product design phase through procedures pursuant to international standards such as ISO
2204 and EN 60118/4, and to specific homologation requirements for each market.
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The start of the GPD process is preceded by Pre Program Activity, which includes an evaluation of customer
requirements and a preliminary estimate of time and cost.
During this phase, the Market Research department manages all market projects worldwide relevant to the fields
of agriculture, construction, and precision farming solutions. The objectives of each assignment are defined with
internal customers (mainly Marketing and Product Development) and, in order to reach them, the department
applies dedicated methodologies to collect customer feedback and suggestions. In-depth interviews, focus groups,
Computer-Assisted Telephone Interviewing (CATI), and web surveys, as well as product tests, are some of the
approaches used.
All results are fully integrated into the Company’s processes in order to build brand strategies in line with customer
needs, and to provide them with the best-in-class products and services required for the growth of their businesses.
The Customer-Driven Product Definition process (CDPD) - which analyzes the needs of, and feedback from, the
brands’ customers - also plays a major role in this phase (see also page 224). At the Product Change Request (PCR)
milestone, the first in the process, the product profile is formalized and a research and design budget established.
The approval of the PCR is followed by the Program Planning phase. The deliverables for this phase include an indepth market analysis (customer segmentation, volumes, price and content offered by competitors), development
of a risk assessment matrix, an initial cost estimate (for both R&D and launch), and an analysis of expected financial
returns. The changes to the commercial product offering at the system key level (BoM level) are identified.
The deliverables for this phase are designed to enable the early identification and resolution of the majority of
potential future issues, thereby providing a solid base for the best possible project outcome and a quality final
product. The milestone achieved at the end of this phase is Program Initiation (PI).
Once PI is approved, the Develop Concept phase begins. Deliverables for this phase include the creation of
a first virtual prototype, for the validation of technical content, and review/identification of patent requirements.
During the development process, the Chief Engineer is responsible for the Patent Review deliverable, i.e.,
ensuring that no competitor patents are infringed (Freedom to Operate), and determining whether the product
incorporates patentable ideas. Where applicable, new ideas are submitted for review and approval via the
Innovation Portal (see also page 140). A list of critical parts is prepared, and an analysis is performed to identify
and evaluate potential supply constraints and the need to involve suppliers in the design process. At this point, the
Manufacturing department begins planning all actions required to configure the production line. The achievement
and completion of all deliverables in this phase is verified as part of the Concept Review (CR) milestone, which
marks and represents the definition of the key technical solutions regarding the vehicle’s main systems.
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The next step in the process, the Prove Feasibility phase, consists of more than 40 deliverables, including virtual
and physical validation activities to confirm concept feasibility, finalization and release of the parts plan, style/design
freeze, and definition of the manufacturing project plan. The Program Approval (PA) milestone, which completes
this phase, is particularly important because it represents the decision point for proceeding with the full program
investments and for setting the targets (time, cost, and quality) that will be used as benchmarks for final project
evaluation.
The next phase is Optimization, which includes deliverables regarding sub-system and component testing, and
software validation, as well as the identification of the service parts that must be available at OK to Ship. During this
phase, Product Validation verifies the design on full prototypes called Development Builds. The design details are
then released by Product Engineering so that other functions (primarily Purchasing, Manufacturing, and Parts and
Service) may complete sourcing, production planning, and parts stocking based on the validated final design. With
regard to intellectual property, upon completion of both the Program Approval and Design Release milestones, an
analysis is performed to determine whether or not the project has changed from the Concept Review milestone.
In any case, at Design Release, all patent applications relating to new design features must have been filed before
the project can progress to the next step.
The next step, the Verification phase, consists of more than 20 deliverables covering areas such as product
safety, training of plant personnel, drafting of owner and maintenance manuals (see also page 220), and product
certification. This phase includes the Production Change-Over (PCO) milestone, which formalizes the production
phase-out of existing components and the production phase-in of components for replacement products. This
milestone is also critical because the production phase-out of components pertaining to an existing product
could result in a suspension in production and supply to the sales network should the launch of the new product
experience a delay. Other activities during this phase include the evaluation of sales network training needs and
customer product trials. The phase is completed when the OK to Build (OKTB) milestone is achieved, which
occurs upon verification that the plant, including equipment and employees, is ready for production launch.
The Implementation phase can then begin, with deliverables including final safety validation, product
certification, and quality and availability of spare parts. This phase is completed when the OK to Ship (OKTS)
milestone is achieved, which authorizes shipment to dealers and customers.
The length of the product development process varies depending on the business line and amount of new
content, and can range between 18 and 36 months. If necessary, further product improvement activities (i.e., cost
reductions or resolution of critical issues arising post-launch) may continue after product launch until targets are
met. The platform teams maintain responsibility for the improvement of current products, establishing action plans
to achieve quality and cost reduction targets, and implementing schedules and timing.
Products are typically considered as current six months after launch. The platform teams are responsible
for introducing enhancements on current products (see also page 215) by implementing action plans
to achieve warranty targets (set by the Quality team) and cost reduction targets, while managing and
setting deadlines. Specific quality and reliability targets are set for each product/project, and assigned
to the relevant teams of each respective development platform. The Quality department makes use
of a scorecard to evaluate effective target achievement at each milestone and review phase.
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ENVIRONMENTAL MANAGEMENT

168

ENVIRONMENTAL PERFORMANCE
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181

ENERGY PERFORMANCE
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VERY IMPORTANT

ENERGY MANAGEMENT

TRANSPARENT SUPPLIER
RELATIONSHIPS AND
ENGAGEMENT

ENERGY MANAGEMENT
GHG AND OTHER AIR
EMISSIONS

SUPPLIER ASSESSMENT
ON ENVIRONMENTAL
AND HUMAN RIGHTS ASPECTS
WATER MANAGEMENT

WASTE MANAGEMENT
SPILLS - SOILS AND SUBSOIL
PROTECTION
BIODIVERSITY

IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL STAKEHOLDERS

WORLD CLASS MANUFACTURING

IMPORTANT

VERY IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL

Material aspect described in chapter. For further details, see Materiality Matrix, page 21.
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Within the CNH Industrial value chain, product development is followed by product manufacturing. The latter
process is made effective, efficient, economical, and environmentally friendly through the application of streamlined
manufacturing processes or systems, improvements to existing materials and processes, or the development of
new materials, systems, processes or techniques.
All manufacturing processes, systems and techniques are required to be technologically suitable, technically feasible,
economically viable and eco-friendly.
Within the CNH Industrial structure there is a central Manufacturing function that manages manufacturing
processes and supports regional organizations and business units in ensuring that objectives are met and in line
with business targets.
The Manufacturing function also aims to:
drive the development, standardization, convergence, implementation, and improvement of manufacturing
processes
drive the optimization of technology investments and synergies
drive the development and implementation of new product manufacturing processes and improvements to
existing product manufacturing processes across Regions, in line with the Product Development and Engineering
department (see also page 145)
oversee worker health and safety (see also page 90)
oversee issues concerning environment and energy management (see also pages 168; 181)
The Manufacturing function adopts the World Class Manufacturing management system, a program for innovation
based on continuous improvement developed to remove all types of waste and loss through the rigorous
application of specific methods and standards (see also page 164).
As a result of ever-increasing customer demands and the level of excellence required by WCM, the focus is on the
quality of every aspect of the manufacturing process, which has also led plants to adopt a quality management system
compliant with ISO 9001. As at December 31, 2014, there were 57 CNH Industrial ISO 9001 certified
plants, equal to 96.5% of revenues from sales of products manufactured at CNH Industrial’s plants.
For achieving its quality standards, CNH Industrial devised a robust supply chain management process
to ensure the procurement of quality components, which are essential for the production of vehicles
that meet the high standards demanded by CNH Industrial’s customers.

ISO 9001 CERTIFIED PLANTS
CNH INDUSTRIAL WORLDWIDE

NAFTA

EMEA

10

33

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

8

6

LATAM

APAC
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SUPPLY CHAIN MANAGEMENT
CNH Industrial adopts a responsible approach to the management of its supply chain, from small local companies to
large multinational organizations, establishing relationships that go beyond commercial transactions, fostering longlasting and mutually satisfying collaborations with eminently qualified partners that share the Company’s principles.
For CNH Industrial, sustainability in the supply chain means looking beyond Corporate
2014 STAKEHOLDER INTERVIEWS
boundaries, strategically and effectively promoting a sense of shared responsibility.
Advocating socially and environmentally responsible behavior across the entire supply
chain is one of the Company’s primary commitments, along with championing a culture
The ability of small local suppliers
of sustainability among the Company employees who work with suppliers every day.
This approach goes hand in hand with the other priorities at the heart of supply chain
to innovate brings benefits to
management: quality, price, and lead times.
CNH Industrial’s products and the
As evidenced by the results of the materiality analysis, one of the relevant aspects for both
development of the organization
CNH Industrial and its stakeholders is the evaluation of suppliers on environmental issues,
as a whole
labor practices, management of human rights, and impact on the community. Promoting
and monitoring high standards of sustainability fosters long-term relationships with suppliers
in the interest of both parties, as it reduces potential risks, ensures continuity of supply,
and improves overall sustainability along the entire supply chain, mitigating reputational risk
R. Magalhães, Uniethos, Brazil
and any potential damage to the Company’s credibility. Another material aspect for CNH
Industrial and its stakeholders is transparency in supplier relationships and engagement, since relations based on
open dialogue and collaboration increase efficiency, improve quality, foster innovation, and encourage a shared
commitment to reaching sustainability targets, creating undeniable mutual benefits.
As evidenced by engagement activities in EMEA, a transparent supplier relationship requires a customized interaction
model for each supplier segment, to ensure broad-based, cross-functional interactions, multiple collaborative
programs to capture value, and the consolidation of supplier expenditures. Stakeholders in NAFTA, LATAM, and
APAC consider dialogue, engagement activities, and training for suppliers as some of the Company’s strengths.
They are considered key aspects in understanding the peculiarities of each Region where the Company operates,
and in delivering efficiency and high-quality products. In Brazil, in particular, transparent supplier relationships are
seen as a key Company strength because they reveal how suppliers do business and behave, which is important
because the Company should be responsible for the entire value chain.
Commitments to continuous improvement are realized through targets and actions, which also give an indication
of how efficiently the supply chain is being managed. Targets are set annually on a voluntary basis and included
in the Sustainability Plan (see also pages 35-36); progress on meeting them is regularly monitored in order to
implement any corrective actions deemed necessary. Both targets and results achieved are communicated to all
stakeholders via the Sustainability Report and the Corporate website. Management effectiveness is measured
through periodic benchmarking with the main competitors and leading sustainability companies, and through
rating agency assessments on sustainability issues. The results of these assessments are the starting point for
improvement actions.

GLOSSARY
APAC; DMA; EMEA;
LATAM; Material aspect;
NAFTA; Stakeholders

The Sustainability Guidelines for Suppliers provide the framework for responsible supply chain management. The
document, which also applies to subcontractors, is available on the Company website. In addition to compliance
with local legislation, the Guidelines call for the observance of:
human rights and labor practices
rejecting any form of forced or child labor
recognizing the right to freedom of association in line with applicable laws
safeguarding employee health and safety
guaranteeing equal opportunities, fair working conditions, and employees’ right to training
respect for the environment
optimizing the use of resources
implementing responsible waste management
eliminating potentially hazardous substances from manufacturing processes
developing low environmental impact products
using environmentally-sustainable logistics systems
business ethics
ensuring high standards of integrity, honesty, and fairness
prohibiting corruption and money laundering.

GRI
G4-DMA
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A new Compliance Helpline was established to address questions and concerns regarding the CNH Industrial
principles outlined in the Code of Conduct and other Company policies or concerning applicable laws; it is managed
by a third party and is also available to entities outside the Company (for further information, see also page 57).
The highest responsibility for CNH Industrial’s supply chain management initiatives lies with the Group Executive
Council (GEC). In 2014, supply chain management improvement targets were included in the Performance and
Leadership Management system (see also page 83) for most managers of projects included in the Sustainability Plan.
The information relating to the Company’s sustainable supply chain management model was subjected to a highlevel assessment by SGS, an independent certification body, during the assurance audit of the Sustainability Report,
which confirmed its compliance with the AA1000 assurance standard.

SUPPLIER PROFILE
CNH Industrial manages purchases worth approximately $20.9 billion, with a total network of 5,850 direct material
suppliers. In 2014, 19 new eligible suppliers were added to the network, while there were no significant changes to
supply chain structure or additional outsourcing of activities.
The top 150 suppliers, generating more than 60% of the total value of purchases, are considered by CNH Industrial
as strategic suppliers, partly owing to the length of the relationships, production capacity, and the management of
spare parts.

HIGHLIGHTS
CNH INDUSTRIAL WORLDWIDE

2014
85%
5,850
14.7
3.1
95%

Direct and indirect material purchasesa (% of the total volume of CNH Industrial purchases)
Direct material suppliers (no.)
Value of purchases from direct material suppliersb ($billion)
Value of purchases from indirect material suppliersc ($billion)
Local suppliers (%)
(a)
(b)
(c)

Refers to the value of direct material purchases.
Direct materials are preassembled components and systems used in assembly. The value of raw material purchases is considered marginal.
Indirect materials are services, machinery, equipment, etc.

The objectives that CNH Industrial sets for itself include the development of local skills, by transferring
its technical and managerial expertise and strengthening local entrepreneurship. The creation of
ongoing relationships with local suppliers also has a positive impact in terms of lower risks associated
with operational activities and cost optimization.
Significant amounts are spent on local suppliers1: in 2014, the contracts signed by CNH Industrial
with local suppliers accounted for 95% of procurement costs; specifically, 97% in EMEA and 91% in
NAFTA, which are CNH Industrial’s most significant areas of operations2.
Additionally, CNH Industrial promotes the World Class Manufacturing program (see also page 164)
at local supplier plants, to share best practices and methodologies.
a

PURCHASES BY PRODUCT TYPE
CNH INDUSTRIAL WORLDWIDE

OTHER

10.9%
METALS

32.7%
ELECTRICAL
COMPONENTS

14.0%
MECHANICAL PARTS

26.8%

95%

procurement spending
on local suppliers

Although CNH Industrial does not
always purchase raw materials
directly (with the exception of steel
used for direct processing), their
overall consumption and general price
trends are constantly monitored.
The main raw materials used in the
semi-finished goods purchased by
CNH Industrial are steel and cast
iron (approximately 2.8 million tons
including scrap), plastics and resins
(approximately 170 thousand tons),
and other miscellaneous materials
(approximately 90 thousand tons).

CHEMICALS

15.6%
(a)

Refers to the value of direct material purchases.

(1)

Local suppliers are those operating in the same country as the CNH Industrial plant.
The significant areas of operations are defined by total direct material purchases, which are 67% of the total value of purchases in EMEA,
and 20% in NAFTA.

(2)
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a

PURCHASES

CNH INDUSTRIAL WORLDWIDE ($billion)

NAFTA

EMEA

BY DESTINATION

BY DESTINATION

BY PRODUCT ORIGIN

BY PRODUCT ORIGIN

BY DESTINATION

BY DESTINATION

BY PRODUCT ORIGIN

BY PRODUCT ORIGIN

LATAM

APAC

2.9
2.9

1.3
1.2

(a)

10.0
9.7

0.5
0.9

Refers to the value of direct material purchases.

SUSTAINABILITY IN SUPPLIER MANAGEMENT
Environmental and social sustainability standards are fully integrated into CNH Industrial’s supplier management.
Supplier selection is an operational phase of the procurement process and is regulated by specific procedures.
It is based not only on the quality and competitiveness of the suppliers’ products and services, but also on their
compliance with CNH Industrial’s social, ethical, and environmental principles. The assessment process is built on
objective criteria and tools aimed at ensuring fairness and equal opportunities for all parties involved.
The Potential Suppliers Assessment (PSA) process identifies the strengths and weaknesses of a company and its
ability to manufacture according to the highest quality standards, thus assessing its potential of becoming a
high performing CNH Industrial supplier. The PSA tool is used to assess companies that do not currently
provide materials or services, and suppliers that have undergone reorganization, or whose plants were
relocated, or that have introduced new technologies and processes. The PSA must be carried out
prior to the procurement phase, to allow potential new suppliers to participate in tenders. This tool is
a means to evaluate a potential supplier’s ability to manufacture quality products using best practices.
The PSA process consists in the evaluation of company systems and processes directly at supplier plants.
PSA evaluation criteria involve some of the most important sustainability aspects, with explicit reference
to a certified employee health and safety management system, a certified environmental management system,
and compliance with the provisions regarding the restrictions on the use of hazardous substances through the
IMDS system (see also page 161).

GLOSSARY
APAC; DMA; EMEA;
IMDS; LATAM; NAFTA
GRI
G4-DMA
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FOCUS ON

SUPPLIER DIVERSITY
CNH Industrial’s policy is to promote, encourage, and increase the par ticipation of diversity-owned enterprises
(e.g., businesses that are small, disadvantaged, owned by women or veterans (including service-disabled), or par t of
the Hubzone program) in the procurement of its products and services.
CNH Industrial actively seeks, identifies, and assists these companies to qualify as competitive suppliers, affording
them the opportunity to increase their sales and expand their markets. It provides these potential suppliers with
adequate information during bidding processes and reasonable delivery lead times, so as to support and
increase, where possible, their participation in Corporate procurement activities.
The Company’s purchasing personnel regularly reviews material requirements, identifying areas
of potential participation by diversity-owned enterprises. The methods and procedures for
executing these activities are a standard part of buyer training seminars.

These management systems reflect the suppliers’ efforts to monitor and manage environmental aspects, labor
practices, human rights, and impacts on the community. All new potential suppliers (19 in 2014) are evaluated
according to the above criteria. Supplier sustainability is also assessed through indicators included in a selfassessment questionnaire, and subsequently verified via audit for a certain number of suppliers determined year
by year (see also page 156).
In addition, through clauses that are progressively incorporated into new contracts, suppliers are requested to
comply with CNH Industrial’s Code of Conduct and Sustainability Guidelines for Suppliers. Specific contractual
clauses require them to provide references and demonstrate their competence in relation to: fighting corruption,
protecting and safeguarding the environment, promoting health and safety at work, ensuring non-discrimination,
prohibiting forced and/or child labor, and safeguarding freedom of association.
All contracts contain a clause (hereinafter referred to as the Clause) by which suppliers undertake to comply
with Legislative Decree No. 231 of June 8, 2001 applicable to Italian suppliers (or, for non-Italian suppliers, with the
specific regulations in force regarding the administrative liability of legal persons), the Code of Conduct, and the
Sustainability Guidelines for Suppliers. It should be noted that all orders issued (for both direct/indirect material
purchases and service contracts) are subject to the General Purchasing Conditions that contain the
aforementioned Clause. For direct materials, the unified CNH Industrial General Purchasing
Conditions including the sustainability Clause are currently being finalized. If a supplier fails to
adhere to these principles, CNH Industrial reserves the right to terminate the commercial
relationship or instruct the supplier to implement a corrective action plan, subsequently
verified via audit.
In addition, a detailed spend analysis is carried out to improve supply performance and
maximize operational efficiency. Using a data instrument, known as the Financial Suppliers
Sensitivity System (FS3), supply chain managers have access to their financial assessment. This
tool is continually updated based on confidential information provided by the suppliers
themselves and contained in financial reports. The assessment, automatically calculated
and checked by an analyst, allows suppliers to be identified according to categories
of
of financial risk. Suppliers in particular difficulty are monitored weekly to prevent any
evaluated
interruptions to the supply chain. The continuous monitoring of economic factors is
essential to good supply chain management.

100%

new suppliers
as per

sustainability criteria

GLOSSARY
Audit

GRI
G4-EN32; G4-LA14;
G4-HR1; G4-HR10;
G4-SO9
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SUPPLIER ASSESSMENT
Suppliers play a crucial role in supply continuity and can influence the way public opinion perceives CNH Industrial’s
social and environmental responsibility. To prevent or minimize any environmental or social impact, CNH Industrial
has developed a process to assess suppliers on sustainability issues.
Supplier assessments are the responsibility of the Supplier Quality function and, at operational level, of Supplier
Quality Engineers (SQEs). The process is overseen by the Suppliers Sustainability Compliance Committee,
consisting of the managers of Quality Global Business Process and Reference Commodity, and one
representative each from the Purchasing Legal Department and Sustainability Unit.
The assessment process unfolds in three consecutive steps over a one-year period.
The process began with the sending of self-assessment questionnaires in the second half of 2014.

ASSESSMENT PROCESS
SUSTAINABILITY SELF-ASSESSMENT

IDENTIFY
SUPPLIERS TO
BE ASSESSED

SEND
SELF-ASSESSMENT
QUESTIONNAIRES
AND OBTAIN
RESPONSES

RISK ASSESSMENT

ANALYZE
SELF-ASSESSMENT
QUESTIONNAIRE
RESPONSES

IDENTIFY
HIGH RISK
SUPPLIERS BASED
ON IDENTIFIED
CRITERIA

SUSTAINABILITY AUDITS

SUSTAINABILITY
AUDITING BY SQEs
OR INDEPENDENT
EXTERNAL
AUDITORS

IDENTIFY JOINT
CORRECTIVE
ACTION PLANS
BASED ON AUDIT
RESULTS

MONITOR THE
IMPLEMENTATION
OF ACTION PLANS

The first step in the evaluation process consists of a sustainability self-assessment questionnaire provided by the
suppliers involved in the analysis. As of 2014, CNH Industrial uses the questionnaire developed by the Automotive
Industry Action Group (AIAG). Suppliers are requested to provide information on: human rights, environment,
compliance and ethics, diversity, health and safety. The process is carried out via a dedicated IT platform and
managed by a third party to ensure the highest levels of transparency and neutrality.
The questionnaires are then analyzed and used to perform a risk assessment, which allows identifying critical
suppliers whose compliance with sustainability criteria requires assessment. The four key drivers used to create
the risk map are:
supplier turnover
risk associated with the supplier’s country of operation (focusing on countries with poor human rights records3)
supplier financial risk
participation in the assessment process
risk associated with the manufacturing process.
Based on risk assessment results, suppliers are classified according to three levels of risk (high, medium, and low)
and selected for audit accordingly.

GLOSSARY
AIAG; Audit;
DMA
GRI
G4-DMA
(3)
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Sustainability audits are performed at suppliers’ plants by either Company SQEs or independent external
auditors. Audits, which are organized in agreement with the suppliers, aim at verifying the information submitted
via the self-assessment questionnaires and at defining possible improvement plans where necessary. The suppliers
select representatives within their organizations (usually from HR, Environment, and Quality), and a representative
manager, to involve in audit activities. Should audit findings reveal critical issues, joint action plans are drawn up
with suppliers to define improvement areas, responsibilities, corrective measures, and implementation schedules.
These plans are defined with the contribution of Suppliers Sustainability Compliance Committee representatives.
Action plans are monitored via follow-ups between supplier and auditor. Any supplier non-compliance is brought
to the attention of the Suppliers Sustainability Compliance Committee, which determines the actions to be taken
against the defaulting supplier. A specific operational procedure is in place to monitor supplier compliance with
Sustainability Guidelines.
The levels of supplier compliance and respective action plans are documented in the IT platform and results are
available to all employees engaged in supplier management. Every month, the SQP system develops a supplier
Bid List, containing qualitative information including the scores from sustainability assessments. This information,
along with each supplier’s financial, technical, and logistics data, make up the Summary by Plan document used for
assigning new business.

FOCUS ON

CONFLICT MINERALS
CNH Industrial recognizes the value in working with peers to address global challenges across its supply chain. In particular, the
Company is implementing measures designed to address disclosure obligations under the Dodd-Frank Act and regulations adopted
by the US Securities and Exchange Commission regarding the source of certain materials that may originate from the Democratic
Republic of Congo and surrounding countries (conflict minerals). Such measures include: extensive communication with the supply
chain regarding their role in ensuring that the Company satisfies conflict minerals disclosure obligations; deployment of a web-based
data management tool through which suppliers can provide necessary data related to supply sources and potential conflict minerals; necessary due diligence
and further communication with suppliers regarding information provided; conflict minerals training for employees; and adoption of a Conflict Minerals Policy.
CNH Industrial’s Conflict Minerals Policy was adopted in 2013 and is posted on the Corporate website. The policy is intended to promote sourcing from
responsible resources in the Democratic Republic of Congo and surrounding region. The Company performs its supply chain due diligence consistent
with the Organization for Economic Cooperation and Development (OECD) guidelines. CNH Industrial is committed to making reasonable efforts
to establish, and to require each supplier to disclose, whether tin, tantalum, tungsten or gold are used or contained in products purchased by
the Company. If such minerals are contained in the products purchased from suppliers, suppliers must identify their sources and eliminate
procurement, as soon as commercially practicable, of products containing tin, tungsten, tantalum, or gold obtained from sources that fund or
support inhumane treatment in the Democratic Republic of Congo or the surrounding region.
CNH Industrial expects its suppliers to meet their commitments under its Conflict Minerals Policy. In particular, the Company expects
its suppliers to perform a reasonable inquiry into the existence and origins of tin, tantalum, tungsten or gold in their supply chains,
and to provide written evidence of the due diligence documentation. CNH Industrial reserves the right to assess future business
with suppliers who fail to comply with this policy.

GLOSSARY
Audit;
Conflict minerals
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SUSTAINABILITY ASSESSMENT CRITERIA
Link to
GRI-G4

Human Rights

Environment

Company Code of Conduct

HR

Supplier Code of Conduct

SO

Supplier Facilities

HR

Supplier Working Conditions and Practices

LA

Supplier Contract

HR

Environmental Management System

EN

Waste

EN

Metrics

EN

Greenhouse Gases (GHG)

EN

Prevention

EN

Emergency Planning

EN

Regulatory Tracking

EN

Training

EN

Supplier Training

LA

Environmental Policy

EN

Environmental Strategy

EN

Audit

EN

Land and Water Conservation

EN

Verification

EN

Water Policy

EN

Water Targets

EN

Wetlands

EN

Water-Stressed Areas

EN

Logistics Processes

EN

Logistics Targets

EN

Disposable Packaging

EN

Corruption

SO

Training

LA

Supplier Training

LA

Conflict of Interest

SO

Compliance and Ethics Supplier Ethics
Risk Assessment

Diversity

Health and Safety

General

Self-assessment

Audit

SO
SO

Intellectual Property Protection Program

SO

Intellectual Property Violations

SO

Contractual Requirements

SO

Organization

LA

Employee Policy

LA

Supplier Policy

LA

Training

LA

Supplier Training

LA

Corporate Diversity Strategy

LA

Supplier Diversity Metrics

LA

System

LA

Substances of Concern

LA

Audits

LA

Employee Involvement

LA

Training

LA

Supply Chain

LA

Emergency Response

LA

Emergency Planning

LA

Industry Associations

SO

Industry Training

LA

Stakeholders

SO

Sustainable Purchasing

SO

Recognition

SO

Conflict Minerals

HR

Community Development

SO

GLOSSARY
Audit; Conflict minerals;
Stakeholders
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In 2014, the self-assessment questionnaire was sent out to approximately 1,100 suppliers, representing 20% of
the network of direct material suppliers; 115 completed the questionnaire (approximately 8% of direct material
purchases) and were duly evaluated, with outcomes confirming that social and environmental issues were being
properly addressed. The analysis of the results essentially confirmed the previous year’s findings, i.e., the widespread
implementation of sustainability initiatives, with a significant number of suppliers adopting their own social and
environmental systems, setting specific targets, and drafting periodic reports. Specifically, in 2014, no issues were
recorded regarding collective bargaining or child or forced labor.

ANALYSIS OF SUPPLIER SELF-ASSESSMENT QUESTIONNAIRES
Number of suppliers identified as having significant actual and
potential negative impacts

Areas associated with significant actual and potential
negative impacts
environmental policy and strategy (especially for water management and
biodiversity)
audit process to identify non-compliance and areas of improvement
guidelines and targets for reducing the environmental impact of logistics
processes

Environment (EN)

6

Labor practices (LA)

-

Human rights (HR)

3

contractual requirements for suppliers
references in the code of conduct
process for reporting data on the use of conflict minerals in supply chain

7

measures to manage potential conflicts of interest and intellectual
property violations
stakeholder engagement
sustainable purchasing guidelines
process to verify responsible ethical business practices of suppliers
community development activities

Impacts on society (SO)

-

In 2014, 62 audits were conducted at an equal number of supplier plants worldwide (45 by SQEs and 17 by
independent external auditors). Audits carried out in 2014 refer to the self-assessment questionnaire used by
CNH Industrial up until 2013.

AUDITS BY REGION
Number of audits
EMEA

33

NAFTA

19

LATAM

6

APAC

4

The total number of audits worldwide covered approximately 6% of the total purchase value. In 2014, following the
audits, 29 suppliers were involved in the formulation of 137 corrective action plans for areas in need of improvement.
The one supplier identified in 2013 as having potential negative impacts on freedom of association was duly audited
in 2014 by an independent third party; no critical issues emerged with regard to the matter.

ANALYSIS OF CORRECTIVE ACTION PLANS
Percentage of suppliers identified as having
significant actual and potential negative impacts,
with which action plans were agreed upona

Number
of action plans
identified

Environment (EN)

4.8 %

5

definition of a formal environmental management system

Labor practices (LA)

35.5 %

57

evidence of documentation on workplace safety
(emergency plans/evacuation drills)

Human rightsb (HR)

33.9 %

53

additions to the code of conduct
identification of responsibilities regarding human rights
internal communication activities

Impacts on society (SO)

21.0 %

22

inclusion of monitoring activities and supply chain engagement

(a)
(b)

Main action plan topics

The percentage is calculated based on the number of suppliers audited (62 in 2014).
The audits performed in 2014 identified two suppliers with three instances of non-compliance with overtime regulations. The subsequent action plans will be
closely monitored, in collaboration with the Suppliers Sustainability Compliance Committee.
No suppliers were considered at risk regarding child labor, forced or compulsory labor, or violation of freedom of association and collective bargaining.
There were only eight cases of references to such issues being omitted from the Code of Conduct (five for child labor and three for freedom of association),
and only two cases of no responsible representative being identified for freedom of association. Specific action plans were agreed with suppliers to resolve these
shortcomings.

GLOSSARY
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PROMOTING THE CONTINUOUS IMPROVEMENT OF ENVIRONMENTAL ASPECTS
CNH Industrial’s commitment to curtail the environmental impact of its activities and to tackle climate change
cannot exclude the involvement of its suppliers. In fact, to limit the impact of manufacturing processes and products
on the environment, suppliers must, on the one hand, optimize the use of resources and minimize polluting
emissions and greenhouse gases; on the other, they must properly manage waste treatment and disposal and
adopt logistics management processes to minimize environmental impact. For these reasons, an environmental
management system certified according to international standards is always strongly advised.
In 2014, following the experience of the previous year, the Company asked the AIAG to incorporate specific
questions in the supplier self-assessment questionnaire, to monitor the risks associated with water consumption
and discharges along the entire supply chain and with the suppliers’ logistics processes. The questionnaire’s new
section on water management specifically focuses on:
policies, strategies or strategic plans regarding water management and improvements to the quality of
wastewater management
specific improvement targets
bodies of water, wetlands or natural habitats affected by the water withdrawals or discharges of plants
operations located in water-stressed areas.
Believing that the scarcity of water sources could affect production continuity, CNH Industrial deems their
protection increasingly important. For this reason, a pilot project was launched to define specific water management
principles to be shared across the supply chain. The Company also started a second pilot project in 2014, aiming
at collaborating with a local supplier to develop a strategy for water management in water-stressed areas. The
project will be carried out at the Noida plant (India), selected among the CNH Industrial sites located in waterstressed areas (see also page 175). This collaboration was established to minimize the risks associated with water
quality and quantity, as well as those related to conflicts with stakeholders.
Another important supplier engagement activity carried out in 2014 revolving around the mitigation of
environmental impacts was the CDP Supply Chain initiative. In keeping with the previous year, more than
one hundred suppliers were selected to fill out the CDP questionnaire, in order to get a clear picture of their
strategies to tackle climate change and of their current, or still to be implemented, initiatives to reduce CO2
emissions. The analysis of the results gave rise to many ideas that will come into play when establishing future
collaborations with suppliers. The companies involved in the CDP Supply Chain generated approximately 1.4
million tons of CO24 emissions in supplying CNH Industrial. The activity will continue in 2015, involving a greater
number of suppliers.

CDP SUPPLY CHAIN

2014

MAIN ANALYSIS RESULTS (2014)

44%

of suppliers participated
in the CDP survey
(equal to 11% of total
purchases)

GLOSSARY
AIAG;
Stakeholders
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70%

of suppliers integrated
climate change into
their business strategy

(4)

3 million tons

of CO2 emissions cut
in 2014

$81 million

$689 million

invested in emission
reduction initiatives

saved as a result
of emission
reduction initiatives

36%

of suppliers proposed

collaborative
projects to members

Including scope 1, 2, and 3 emissions.
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FOCUS ON

IMDS: AN ENVIRONMENTAL MANAGEMENT TOOL
To support the management of the environmental aspects linked to the production of vehicles and components,
CNH Industrial extended the International Material Data System (IMDS), an online interactive platform with detailed
information on the materials and substances contained in purchased components, to include its heavy vehicles, whose
datasheets have tripled compared to 2013. The system also enables the entry of data on the use of recycled
materials. In 2014, the data uploaded to the IMDS by all CNH Industrial suppliers allowed the monitoring of
compliance with the REACH regulation and, in particular, the implementation of a specific activity regarding
the new substances on the candidate list for authorization with a sunset date of February 2015, which
has significantly involved suppliers in all three segments concerned. In 2014, suppliers filled out
approximately nine thousand datasheets.

It should be noted that, in this context, CNH Industrial was included in the CDP Supplier Climate Performance
Leadership Index (SCPLI) 2014, which presents 121 worldwide supplier companies recognized for their outstanding
progress in climate change mitigation.

SPREADING AN INTERNAL CULTURE OF SUSTAINABILITY
Initiatives targeting the employees responsible for supplier relationships have been consolidated over the years,
aiming at ensuring satisfactory awareness of sustainability and good governance among suppliers through open
and ongoing dialogue.
Every year, in fact, Buyers and Supplier Quality Engineers (SQEs) take part in training activities to explore some of
the key issues of environmental and social responsibility. Moreover, security personnel are trained on the principles
and values of good Corporate Governance established in the Code of Conduct, through periodic training activities
and/or other information channels. In 2014, approximately twenty Buyers and SQEs operating in EMEA, NAFTA,
and APAC were involved in sustainability training activities aimed at illustrating, on the one hand, the objectives,
main aspects, and tools of a sustainable enterprise, and, on the other, their individual role and contribution to CNH
Industrial’s sustainability.
Moreover, the 2014 variable compensation system for SQE Managers and their team members continued to
incorporate sustainability criteria for the assessment of their performances.
Supporting Suppliers in Difficulty
The global financial meltdown and the continued economic crisis in Europe have demanded the close monitoring
and management of critical situations arising along the supply chain.
CNH Industrial has strengthened the structures and mechanisms in place to manage suppliers in financial difficulty,
focusing on promptly identifying high-risk situations and stabilizing them through appropriate measures to ensure
supply continuity. These mechanisms are implemented (also in partnership with other manufacturers, when
possible) to support restructuring projects and offer temporary financial aid, while also seeking to safeguard jobs.

GLOSSARY
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FOCUS ON

A SUSTAINABILITY AWARD
As in the previous year, CNH Industrial’s 2014 Sustainability Supplier of the Year award was assigned
to a supplier in EMEA, in recognition of the excellent results achieved in support of sustainability. With
this initiative, CNH Industrial is aiming at encouraging good stewardship practices within its supply chain.
The award was presented to the winning company at the Supplier Advisory Council held in
Turin (Italy) in November 2014. The supplier was selected for its high level of commitment
to environmental protection, particularly in cutting CO2 emissions, and for its strong support for
the development of its region of operation. The initiative will also continue in 2015, rewarding a
supplier in a Region other than EMEA.

ONGOING DIALOGUE WITH SUPPLIERS
Strongly convinced that suppliers are key partners for its growth, CNH Industrial is committed to keeping them
engaged and informed at all times. Promoting a continuous dialogue and exchange with suppliers builds strong
supplier relationships, in which goals and strategies can be shared, and collaborations and joint projects can thrive.
The Company continued to strengthen its relationships with suppliers in 2014, as evidenced by the many existing
long-standing and mutually beneficial alliances and by the minimal number of disputes.
Many events and activities are in place to encourage continuous dialogue with the supply chain.
The primary tool used to share information with suppliers is CNH Industrial’s website and Supplier Portal
(currently being updated), which gives access to information on technical requirements and supply scheduling
and quality.
Additionally, two dedicated email addresses were created as further communication channels: the first to
request information or report non-compliances within the supply chain, and the second to foster exchanges on
sustainability.

10

An important opportunity for dialogue is provided by the Supplier Advisory Council (SAC) meetings, organized
for some of CNH Industrial’s suppliers selected for their economic importance and for their ability to represent
market trends and establish a benchmarking network with competitors. In 2014, three meetings were held in
each Region, providing an arena to exchange information and opinions with leading suppliers, share objectives
and results, and illustrate particularly significant projects. The meetings were also an opportunity for suppliers to
suggest improvements and share particularly praiseworthy examples. At the SAC meetings
held in November, attended by more than 80 suppliers across the four Regions, the focus
was on CNH Industrial’s concept of sustainability and its main results in this area, and on
the stakeholder engagement project (see also page 19) requiring all participants to actively
contribute to the updating of the materiality matrix.

Technology
Days

In keeping with previous years, several initiatives promoting the exchange of ideas and
information continued to be pursued in 2014, including the Technology Days: ten events
took place, attended by approximately one thousand people. During these meetings,
suppliers showcased their cutting-edge products in terms of innovation, technology, and
quality while addressing specific topics and sharing information on recent technological
developments.

The World Class Manufacturing activities carried out at suppliers’ plants were expanded in 2014, with
130 plants included in the WCM program as at December 31. Activities were implemented in two distinct yet
equally important phases, providing suppliers with the necessary knowledge to apply the intrinsic concepts of
Lean Production. Firstly, various training sessions led by CNH Industrial’s WCM program specialists took place at
suppliers’ premises. Secondly, supplier WCM teams were given the opportunity to visit selected CNH Industrial
plants, to learn about the Company’s best practices.

GLOSSARY
DMA; EMEA;
WCM
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This dual activity allowed some of the most active suppliers to achieve good results during the year, especially in the
so-called model areas (i.e., the first areas of a plant where WCM methodologies and tools are applied rigorously).
These suppliers were also audited by certified auditors, achieving good ratings.
The analysis of the KPIs monitored at supplier plants revealed some significant improvements. The best plant in
the mechanical sector, for example, reported zero accidents, and, in terms of engaging people on the
issue of quality, an average of ten improvement proposals were collected per operator. The overall
mechanical sector saw an 11% increase in training activities, with approximately 170 sessions
addressing various topics, including safety and the work environment. The ongoing activities
carried out to enhance Overall Equipment Effectiveness5 resulted in an improvement of
approximately +40% at the best plant.
The best plant in the metal sector continues to work towards reducing set-up time
through specific projects (Single Minute Exchange of Die5), and to completely eliminating
mechanical failure caused by the lack of basic conditions. In terms of environmental
protection, the plants that have been applying the WCM program for the longest
recorded a +30% improvement in paper recycling. These results demonstrate how
plants are making better use of resources and equipment, in favor of increased long-term
competitiveness.
Furthermore, in 2014, CNH Industrial launched a pilot project involving a sample of WCM
suppliers (approximately ten suppliers in EMEA) to monitor specific sustainability indicators
in plant model areas: namely, the frequency rate of accidents and the energy consumption per
production unit. Monitoring these indicators will allow quantifying the actual environmental and
social improvement achieved via the application of WCM methodologies. The trend for both indicators
will be reported next year when monitoring is completed.
CNH Industrial also continues to promote numerous initiatives to encourage innovation among suppliers.
Specifically, the Supplier Performance (Su.Per) program advocates a proactive attitude to business, and allows
sharing the economic benefits arising from the innovative methods and technologies introduced based on supplier
suggestions. In 2014, four suppliers benefited from the program and eight proposals were actually realized, with
over $53 thousand in estimated economic benefits generated for suppliers, particularly relating to engines.
As regards supplier training activities, a course was organized in October for small and medium-sized suppliers
in the EMEA Region, to explain sustainability issues and their implications within the supply chain, with a view to
shared responsibility. The course was attended by 31 highly enthusiastic suppliers, who learnt how their activities
could contribute to the sustainability of CNH Industrial. It was also an opportunity to collect ideas and suggestions
on future supplier engagement activities regarding sustainability.
Lastly, among the activities developed in 2014, the Purchasing and Risk Management functions launched a
collaboration with a number of selected suppliers to collect information on the management of risks associated
with supply to CNH Industrial (see also page 67).

130 WCM
supplier
plants

OUR PROJECTS

SUPPLIER PARTNERSHIP PROGRAM

(5)

It is strategic for CNH Industrial to establish long-term relationships with key suppliers of important components and technologies.
Suppliers’ potential has been reviewed based on their capacity for innovation and co-design, through the Supplier Partnership Program started in 2013.
Indeed, the opportunity to share expertise on key technologies and components through a privileged supplier partnership speeds up the design process
and ensures its success.
Strategic partnerships are selected according to the following criteria:
development lead time
technical know-how, and value added through co-design with a supplier
complexity of development
technological boost, i.e., the gap between an existing part versus those of competitors/best-in-class.
The first supplier partnership based on the above criteria started in 2014, and the Company is now evaluating the eligibility
of other suppliers and components for the extension of the partnership initiative.

Methodologies integrated in the Lean Production theory.
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WORLD CLASS MANUFACTURING
In striving to consolidate and maintain high standards of excellence in its manufacturing systems, CNH Industrial
applies principles of World Class Manufacturing (WCM), an innovative program for continuous improvement
originating from Japan. WCM is an integrated model for managing all the elements of an organization, focused on
improving the efficiency of all its technical and organizational components with the aim of
maximizing market competitiveness.

19 plants

WCM is a structured system encompassing the most effective manufacturing methodologies,
which include Total Quality Control (TQC), Total Productive Maintenance (TPM),
Total Industrial Engineering (TIE), and Just In Time (JIT). Through precise methods and
standards, WCM seeks to eliminate all types of waste and loss, by identifying objectives
such as: zero injuries, zero defects, zero breakdowns, zero waste, reduced inventories, and
suppliers’ punctual delivery of parts to plants, and subsequently to dealers and end users.
These objectives require a strong commitment from plant management and all relevant
departments, reinforced by continuous interaction across all organizational levels.

Some of the benefits of WCM implementation include greater competitiveness, the
development of new and improved technology and innovation, increased flexibility,
and
increased communication between management and production personnel, enhanced
quality of work, and increased workforce empowerment.
The WCM system cuts across all Company boundaries and is applied to all departments,
embracing numerous topics (known as pillars) including safety in the workplace, the environment, quality, logistics,
in-house and specialist maintenance, human resources, and process and product engineering (involving the
reorganization of work stations, the installation of new machinery, and new product launches).

awarded bronze
plants awarded silver

6

WORLD CLASS MANUFACTURING FUNDAMENTAL PRINCIPLES:

THE INVOLVEMENT
OF PEOPLE IS THE
KEY TO CHANGE

IT IS NOT JUST
A PROJECT, BUT
A NEW WAY OF
WORKING

ACCIDENT
PREVENTION IS A
NON-DEROGATED
VALUE

THE CUSTOMER’S
VOICE SHOULD
REACH ALL
DEPARTMENTS AND
OFFICES

ALL LEADERS
MUST DEMAND
COMPLIANCE WITH
THE STANDARDS
SET

METHODS SHOULD
BE APPLIED WITH
CONSISTENCY
AND RIGOR

ALL FORMS OF
WASTE ARE
INTOLERABLE

ALL FAULTS MUST
BE MADE VISIBLE

ELIMINATE THE
CAUSE TO AVOID
DEALING WITH THE
EFFECT
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One of the main features of the WCM program is the direct relationship between
an activity or project and its cost benefits. Continuous improvement initiatives,
in fact, are driven by the Cost Deployment pillar, which accurately identifies all
plant waste and loss, guides the Corporate functions tasked with containing
and eliminating the sources of waste, evaluates project feasibility, and
assesses and certifies the results achieved by carefully monitoring specific
performance indicators (KPI). Such a methodical and structured approach
ensures that the process for evaluating initiatives is genuinely effective, in that
it measures and correlates all factors affected by the initiative itself.

$195.6 million

The widespread use of WCM principles at all CNH Industrial plants allows the entire
Company to share a common culture based on efficient processes and on a language
universally recognized across all plants and countries in which CNH Industrial operates.

saved through

WCM projects

WCM leverages knowledge development through employee participation, through which implicit knowledge becomes
explicit and codified, and subsequently incorporated into new products, new services and new ways of working.

WCM PILLARS

ENVIRONMENT

PEOPLE DEVELOPMENT

EARLY PRODUCT
EQUIPMENT MANAGEMENT

LOGISTICS /
CUSTOMER SERVICES

QUALITY CONTROL

PROFESSIONAL
MAINTENANCE

AUTONOMOUS ACTIVITY

FOCUSED IMPROVEMENT

COST DEPLOYMENT

SAFETY

WORLD CLASS MANUFACTURING

Commitment
Involvement
Communication
Understanding
Measurement
Implementation
Evaluation
Documentation
Standardization with visibility

The WCM system is also implemented outside CNH Industrial: on the one hand, it enables the Company to
meet its customers’ needs with maximum flexibility and effectiveness; on the other, by sharing it with suppliers
(see also page 162), it allows the Company to ensure high product quality and process efficiency. WCM seeks to
instill and reinforce the idea that everyone who is part of an organization must know their customers and strive to
satisfy their needs, as well as those of all other stakeholders, in terms of products, order processing, delivery, quick
response services, and after-sales assistance. After all, the aim of continuous improvement is to increase customer
satisfaction and loyalty, while also ensuring long-term profitability, by developing processes and adding value to
products and services.

GLOSSARY
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WCM
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One of the system’s strengths is its ability to motivate people - who are an intrinsic part of the model - to engage
and take responsibility by contributing directly to process optimization via a well-established system of suggestion
collection. People are an integral part of target achievement, and are involved throughout the entire improvement
project (universally known as kaizen) from definition to realization. This allows them to acquire and develop skills
and good practices that are then shared across plants, forming a network of expertise and knowledge at the service
of the Company. WCM plays a role in creating an organization that is both engaged and free of barriers, where
ideas, knowledge and talent are shared between working groups, both within and across different plants.

THE 10 TECHNICAL PILLARS ANALYSIS OF CORRECTIVE ACTION PLANS
Technical Pillar

Purpose

Goals

Safety

Continuous improvement in safety

to drastically reduce the number of accidents
to develop a culture of prevention
to improve workplace ergonomics
to develop specific professional skills

Cost Deployment

Cost and loss analysis (loss as a cost component)

to scientifically and systematically identify the main losses in the
company’s production and logistics system
to estimate both potential and expected economic benefits
to focus on and allocate resources to managerial tasks with
greatest potential

Focused Improvement

Intervention priorities to manage the losses identified in cost
deployment

to drastically reduce the major losses in manufacturing plants by
eliminating inefficiencies
to eliminate non-value-added activities to increase product cost
competitiveness
to develop specific professional problem-solving skills

Autonomous Activities

Continuous improvement at the plant and in the workplace

This comprises two pillars:
Autonomous Maintenance - used to improve the production
system’s overall efficiency through maintenance policies
Workplace Organization - aims at improvements in the
workplace, where materials and equipment often need upgrading
and many losses can be eliminated

Professional Maintenance

Continuous improvement in reducing equipment failures and
downtime

Quality Control

Continuous improvement in meeting customer needs

to deliver high quality products
to reduce non-compliance
to increase employee skills

Logistics and
Customer Service

Inventory optimization

to significantly reduce inventory levels
to minimize the handling of materials, including deliveries directly
from suppliers to the assembly line

Early Equipment
Management and Early
Product Management

Optimization of time and costs for installations and optimization of
new product features

to start up new plants as scheduled
to ensure plant start-up occurs rapidly and smoothly
to reduce Life-Cycle Costs (LCC)
to design systems that are easy to maintain and inspect

People Development

Continuous improvement in employee and worker skills

to ensure appropriate skills and abilities to each workstation
through a structured training program
to offer training-driven development for maintenance workers,
technologists, and specialists

Environment and Energy

Continuous improvement in environmental management and
reduction in energy waste

to comply with environmental management requirements and
standards
to develop an energy culture and reduce energy costs and losses

to increase equipment efficiency using failure analysis
to facilitate cooperation between equipment specialists and
maintenance personnel to achieve zero breakdowns

GLOSSARY
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At CNH Industrial, the use of tools for sharing information and collecting suggestions is well established; in 2014, about
395 thousand suggestions were collected across the plants where WCM principles are applied, with an average of 11
per employee. In 2014, 14,277 projects were implemented within WCM, generating savings of $195.6 million.
Each pillar involves a seven-step approach and auditing process, culminating in
a series of awards (bronze, silver, gold, and world class). Increasingly challenging
targets are reached by means of a rigorous approach comprising three progressive
levels: reactive, preventive and proactive.
As of December 2014, 53 plants were participating in the program, involving 83%
of Company plants, 97% of plant personnel, and 98% of revenues from sales of
products manufactured by Company plants. Nineteen of them received bronze
awards and six silver awards, the latter in Bourbon Lancy (France), Foggia, Suzzara,
Torino Driveline (Italy), Madrid and Valladolid (Spain).
During 2014, internal auditing training courses were offered to plant managers,
hence supporting the continuous spread of WCM.
WCM initiatives are coordinated by a steering committee (established in March
2012), consisting of Top Manufacturing Management and CNH Industrial WCM
managers, which drives the relevant strategies and develops the necessary
methodologies for the entire Company.

395 thousand

suggestions from
employees under the
WCM program

WCM PLANTS
CNH INDUSTRIAL WORLDWIDE

NAFTA

EMEA

11

28

PLANTS

PLANTS

PLANTS

PLANTS

10

4

LATAM

APAC

14

OF WHICH
IN EMERGING MARKETS
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ENVIRONMENTAL MANAGEMENT
CNH Industrial is committed to continuously improving the environmental performance of its manufacturing
processes, by adopting the best technologies available and by acting responsibly to mitigate its environmental
impact. Environmental protection at CNH Industrial is based on principles of prevention, conservation, information,
and people engagement, to ensure effective long-term management.
The materiality analysis identified the use of water, the protection of biodiversity, and the management of waste and
effluents as significant environmental aspects1 for the Company and stakeholders alike. The proper management
of both waste and effluents is particularly relevant because it leads to efficient disposal and reduces pollution risks
(and hence reputational risks), which have greater economic and social implications than all other environmental
aspects. From the stakeholders’ point of view, waste requires proper management due to increasing volumes
in developed, industrialized countries, while spills have less importance owing to the minimal risk of accident
and/or spills associated with today’s very high equipment standards. Water management and the protection of
biodiversity are material aspects gaining increasing importance among the international community. Both are
regularly addressed by the Company through initiatives driven by investments that, at this stage, are commensurate
with the extent of their impact in the areas most affected. Stakeholders, particularly in LATAM and APAC, consider
water as the most neglected and critical resource worldwide. They consider it crucial in the capital goods sector in
terms of both management (e.g., wastewater) and risk of contamination (e.g., water used in washing and painting
processes). In APAC, stakeholders call upon public-private partnerships to modernize urban water-distribution
systems. Nevertheless, they struggle to find links between biodiversity and business, which is an important topic
that could perhaps pave the way to future discussions on the management of plant impacts.
The Environmental Policy, available on the Corporate website, describes the short, medium, and long-term
commitments toward the responsible management of the environmental aspects of manufacturing (particularly
energy, natural resources, raw materials, hazardous substances, polluting emissions, waste, natural habitats, and
biodiversity).
These aspects are included in both the environmental management system of CNH Industrial and the
environmental pillar of World Class Manufacturing; both systems require compliance with guidelines, procedures,
and operating instructions, and regular internal audits and reviews by management. This dual approach enables the
effective management of all environmental aspects, and the adequate evaluation of outcomes (even with respect
to estimated targets), which are duly reported via the Sustainability Report and the Corporate website, among
other means.
Environmental aspects are monitored, measured, and quantified to set improvement targets at both Corporate
and segment levels. As further evidence of the Company’s commitment toward protecting the environment,
all 2013 indicators confirmed the continuous improvements seen in recent years. Furthermore, in line with
the Business Plan, all improvement targets were updated in the new 2014-2018 Environmental Plan drafted
in 2014 (see also pages 36-38).
In 2014, CNH Industrial’s determination to manage the environmental impact of its business
in a sustainable way was recognized once again at global level, with the Company’s inclusion
in the Dow Jones Sustainability Index (see also page 47).
The path toward reducing the Company’s environmental footprint, which encompasses
aspects affecting the environment (from the selection and use of raw materials and natural
resources, to product end-of-life and disposal), continued to require significant commitment
throughout the year, both financially and in terms of interventions to improve technical and management
performance.
CNH Industrial’s overall expenditure on environmental performance improvement in 2014 exceeded $56 million
(an increase of over 13% compared with 2013), broken down as follows: $35 million for waste disposal and
emissions treatment, and $21 million for prevention and environmental management. A total of $16 million was
invested in initiatives to reduce the environmental impact, generating cost savings of $5 million.

$56 million

spent on environmental

protection
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RESPONSIBILITY AND ORGANIZATION
The highest responsibility for initiatives focusing on environmental protection at CNH Industrial lies with the
Group Executive Council (GEC). The specific projects aiming at the environmental improvement of manufacturing
processes fall under the responsibility of plant managers.
In 2014, individual environmental impact reduction targets were included in the Performance and Leadership
Management system (see also page 83) for some plant managers and for most of the managers in charge of the
projects indicated in the Sustainability Plan.
In order to implement the Environmental Policy, each Region coordinates and manages environmental issues
through the Environment, Health and Safety (EHS) function, which checks that commitments are met locally,
periodically verifies performance against targets, audits compliance, provides training and technical assistance,
proposes new initiatives, and establishes environmental policies. An important role is also played by the plant
employees of other functions/bodies (production line, logistics, manufacturing engineering, etc.) involved with
environmental issues in various capacities.
In its endeavor to protect the environment, the Company also uses centralized systems like the Standard
Aggregation Data (SAD), i.e., a performance indicator management tool, and the Environment, Health and Safety
IT platform, which provides users with training and information tools such as ISO 14001 certification support
documents (guidelines, procedures, reporting guidelines, etc.). Approximately 210 people from Company sites
worldwide have access to the platform.

ISO 14001 CERTIFIED PLANTS
CNH INDUSTRIAL WORLDWIDE

NAFTA

EMEA

11

31

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

8

3

LATAM

APAC
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PROCESS CERTIFICATION

ISO 14001

certified
plants

In 2014, CNH Industrial continued to pursue and maintain the certification of its plants’ environmental management
systems as per the ISO 14001 international standard. As at 2014, 53 CNH Industrial manufacturing plants
worldwide were ISO 14001 certified (see also page 237).
In addition to the systematic management of environmental aspects under normal operating conditions, the ISO
14001 certified environmental management system requires the adoption and regular verification of emergency
plans and procedures, which must be communicated to employees via specific staff training. These procedures
define roles and responsibilities, as well as responses to tackle unusual and/or emergency situations, to protect
both people and the environment.
The environmental certification maintenance process entails a cycle of external third party audits, carried out by
licensed entities or bodies. The process involves annual monitoring and certification renewal every three years.
Furthermore, each plant is required to perform an internal audit every year to verify the performance of its
environmental management system.
In keeping with the previous year, the second course for ISO 14001 internal auditors was organized at the San
Matteo plant (Italy) for EHS staff members from Italian plants. This activity made it possible to begin a series
of internal audits of environmental management systems, performed by cross-functional teams (consisting of one
representative of EMEA’s central EHS function and one person from an operational unit). This program allows team
members to share their professional and plant experiences, promoting mutual exchange and the dissemination of
best practices while ensuring that standards are applied consistently across different manufacturing plants. The Italian
plants in Bolzano, Jesi, Piacenza, San Mauro Torinese, and Suzzara were the first to be involved in this new initiative.
Furthermore, as per the Sustainability Plan, the Company’s ongoing effort to certify the environmental management
systems at Italian non-manufacturing sites led to the certification of the Research & Development and Logistics
Center in Modena San Matteo.

ENGAGEMENT AND AWARENESS ACTIVITIES

42,000
hours of
training on

environmental
issues

GLOSSARY
APAC; Audit; EMEA;
ISO 14001; WCM
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CNH Industrial is committed to promoting and disseminating the principles of continuous improvement and
environmental protection both within and outside the Company. It does so by addressing employees and business
partners via dedicated communication and training tools, as well as by organizing events engaging employee family
members and local communities.
A reliable and effective means of engaging people and sharing information is the World Class Manufacturing
program (see also page 164), which promotes good practices and the implementation of improvement projects,
including those suggested directly by employees.
In 2014, CNH Industrial involved approximately 24 thousand employees in environmental training activities, for
a total of approximately 42 thousand hours.
As regards communication activities, on World Water Day (March 22), the Company made use of the
Corporate Intranet to globally publicize its main projects (both implemented and underway) and efforts
aimed at reducing water consumption and the volume of water discharged by its plants. On that same
occasion, a brochure on the Water Footprint of Food was distributed at plants in EMEA and APAC, illustrating
the virtual water contents of food products and the impact of daily activities on water consumption.
During celebrations for the 42nd World Environment Day (June 5), always via the Corporate Intranet, CNH
Industrial publicized its main initiatives to reduce its environmental impact. Many initiatives also took place at local
level. At the plants in Argentina, Brazil, and Venezuela, for example, approximately ten thousand employees were
engaged in awareness initiatives on environment protection. Among other things, the plants organized theatrical
plays focusing on environmental topics; furthermore, to raise awareness of waste recycling and regeneration, they
partnered with companies specializing in oil recycling, enabling employees to exchange used cooking oil from their
homes with bars of soap made from exhaust oil.
In 2014, as part of its awareness-raising activities on environmental matters, the Company also issued and
disseminated specific standards across the manufacturing sites in EMEA following the introduction of compactors to
handle packaging waste. The standards reflect existing, effective solutions already in place in the waste production
areas of some CNH Industrial plants. By using this type of compactor, plants can improve recycling, reduce the
environmental impact of waste transport, and subsequently cut management and disposal costs. Some plants
implemented the new standards before the end of 2014, enjoying immediate benefits: a compactor for bulky
plastic and cardboard packaging materials was installed at Croix (France), in the plant’s area of greatest waste
production; the Modena, Brescia Special Vehicles, Foggia, Torino Driveline, Torino Engine, and Vittorio Veneto
plants in Italy, on the other hand, introduced different types of compactors and containers for plastic bottles, plastic
packaging materials, aluminum cans, and paper cups.
CNH Industrial is also committed to raising awareness of environmental issues among its suppliers (see also
page 160) and dealers (see also page 219).
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OUR PROJECTS

ENVIRONMENTAL EDUCATION AT SCHOOL
In early 2014, the Vysoke Myto plant (Czech Republic), which is located in a sensitive area in terms of availability and use of water resources, launched
an information and training initiative at primary schools in the area.Through recreational-educational classroom sessions held by the plant’s environmental
specialists, children were educated on the importance of protecting water resources.
A similar initiative took place at the Suzzara plant (Italy), where a number of primary school students were invited to engage in environmental
training activities, as part of a broader project focusing on gaining knowledge of the local industry. The initiative involved approximately one
hundred students, and is expected to be extended to the secondary schools across the district in 2015.
The plant in Foggia (Italy) reached out to secondary school students with an awareness campaign on the correct use of natural resources
and on energy saving. The project was carried out in collaboration with the municipality, and is part of the Sicuramente initiative.
Lastly, the Sete Lagoas plant (Brazil) launched awareness-raising and environmental education initiatives at local schools in the
district (see also page 123).

ENVIRONMENTAL PERFORMANCE
Consolidated monitoring and reporting systems, such as Standard Aggregation Data (SAD), are used to keep
track of environmental performance, measure the effectiveness of actions taken to achieve targets, and plan
new initiatives for continuous improvement, through the management of appropriate Key Performance Indicators
(KPI). These indicators can be analyzed at different aggregate levels (plant, segment, Region, or Company), which
allows for the simultaneous and parallel engagement of different Corporate functions at various levels to meet
targets. These systems are also useful for periodic benchmarking activities, and to help plants drive the continuous
improvement of environmental performance.

SAFEGUARDING AIR QUALITY
Reducing atmospheric emissions is one of CNH Industrial’s strategic goals, consistent with the results of the
materiality analysis. The application of best available technologies at every step of the manufacturing process is
critical to meet the improvement targets set by the Company.
The main atmospheric emissions are monitored according to specific programs to verify compliance with existing
regulations, and the results are systematically recorded via the monitoring system in use.
Volatile Organic Compounds (VOC)
In terms of presence of Volatile Organic Compounds (VOC), painting has the greatest environmental impact of
all manufacturing processes at CNH Industrial. For this reason, CNH Industrial is committed to monitoring and
reducing VOC emissions per square meter painted. In 2009, considered the base year2, the Company’s average
emissions were approximately 67 grams per square meter painted. In 2014, the value dropped to 43.4 grams per
square meter (-35%) thanks to the excellent results achieved across all segments, which exceeded the specific
targets set in the Plan (see also page 38).
In line with the new Environmental Plan, by 2018 CNH Industrial is determined to cut 2% of VOC emissions per
square meter compared to 2014, considered as the new base year.
Among the initiatives implemented to reduce atmospheric emissions, the New Holland plant (USA) invested
approximately $30 thousand on a new monolayer (single coat) paint system to replace its former double-layer
system (primer and topcoat), thus eliminating the VOC emissions and waste generated in the second coating
process. This led to approximately $107 thousand in annual savings, mainly associated with reduced energy
consumption, fees for VOC emissions, and disposal of waste generated by the painting process.
The Grand Island plant (USA) invested approximately $210 thousand in redesigning its paint system and manifold
to enable the mixing of coating materials directly inside the spray booth, instead of transferring them through paint
lines, thus minimizing the need to purge the latter with solvents. The reduction in solvents required to clean both
manifold and lines led to a 25% drop in VOC emissions and an 80% drop in hazardous materials generated by the
coating process, with total savings of approximately $330 thousand.

GLOSSARY
KPI; SAD; VOC

GRI
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In 2010, in line with the Business Plan, 2009 was chosen as the base year for setting 2014 targets.
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Lastly, during the first quarter of 2014, the Curitiba plant (Brazil) installed a system to recirculate the solvent used
to clean spray guns. The system enables the reuse of solvents up to three times before their disposal, which reduces
solvent consumption by approximately 60% and, consequently, VOC emissions into the atmosphere. The system
also allowed the plant to cut its annual production of hazardous waste by 30%, saving approximately $58 thousand.

EMISSIONS OF VOLATILE ORGANIC COMPOUNDS
CNH INDUSTRIAL WORLDWIDE (g/m2)

49.4

48.6

43.4

Target
2018 vs 2014

-2%

2012

60%

of ODS
present in 2013

removed

2013

2014

Ozone Depleting Substances (ODS)
At CNH Industrial plants, Ozone Depleting Substances (ODS) are present in certain equipment used for cooling,
air conditioning, and climate control.
The Company regularly updates the inventory of systems and equipment containing ODS, to monitor the quantity
of these substances at plants. Other actions and initiatives are being implemented to completely replace them
with more eco-compatible gases and/or technologies by the end of 2015 (see also page 38).
In 2014, ozone depleting substances continued to be removed at various plants in Europe. In particular,
they were completely eliminated at the plants in Jesi, Modena, and San Mauro Torinese (Italy),
Rorthais and Tracy (France), Madrid (Spain), Antwerp (Belgium), and Sankt Valentin (Austria).
These activities contributed to the overall removal of approximately 1,460 kilos of ODS across EMEA
plants, representing approximately 85% of their total amount of ODS.
Ahead of deadlines, all existing ODS were eliminated also at the plants in Benson, Burlington, Calhoun,
Fargo, Goodfield, New Holland, Racine, and Wichita (USA), for a total of over 1,100 kilos, with a total
investment of $1.9 million. In 2014, operations to remove and replace equipment containing ODS led to a total
reduction of approximately 95% across plants in NAFTA.
Similarly, the South American plants in Cordoba (Argentina) and Contagem (Brazil) invested around $118
thousand on the complete removal of ODS from their facilities, equal to approximately 470 kilos, thus contributing
to a 75% total drop across plants in LATAM.
The Pregnana Milanese plant (Italy) also removed all existing ODS, which significantly contributed to a 75%
total reduction in ODS across Powertrain plants.
No accidental ODS leaks were reported in 2014.
Emissions of NOX, SOX, and Dust
CNH Industrial also monitors the emissions of nitrogen oxides, sulfur oxides, and inorganic particulate matter
deriving from fossil fuel combustion, since these pollutants can impact the climate and ecosystems.

EMISSIONS OF NOX, SOX AND DUST
CNH INDUSTRIAL WORLDWIDE (tons)

Nitrogen Oxides (NOX)
Sulfur Oxides (SOX)
Dust

2014
372.6
36.7
5.1

2013
443.0
41.2
5.7

2012
418.8
50.6
5.3
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WATER MANAGEMENT

2014 STAKEHOLDER INTERVIEWS

CNH Industrial believes the sustainable management of water is a strategic commitment
In the immediate future, the
in a global context where the growth in population (and, therefore, in water demand) is
met by a marked scarcity of water resources in an increasing number of regions worldwide.
availability of clean water will become
Furthermore, from a business and risk management point of view, the Company
an issue of global concern
recognizes that the economic importance of proper water management lies in the
continuity of supply for industrial processes. CNH Industrial’s efforts in this regard focus
on increasing water efficiency within its industrial processes, subject to geographic and
ecological context. The Company’s plants operate locally to reduce water requirements
M. Pankonin, Association of Equipment
Manufacturers, USA
and wastewater volumes, while pursuing high quality standards at all times. Furthermore,
the scarcity of water resources and related issues represent a potential risk; however, if
properly managed, they can provide grounds for improvement and innovation within the manufacturing process.
From a broader perspective, water is a resource shared by different stakeholders; therefore, collaboration in water
management is important and joint efforts should be aimed at improving the community’s health and wellbeing.
In 2014, the Water Management Guidelines continued to be extended to plants across Italy, as a support tool in
handling water resources and effluents. In addition to the sites already involved in 2013, the new requirements
were incorporated in the environmental management systems at the plants in Modena San Matteo and San
Mauro Torinese (Italy).
Plants currently optimize water use by:
analyzing the consumption, structure, and management of water withdrawal and distribution systems, and
identifying and eliminating leaks and waste
identifying the manufacturing processes with the greatest impact on water resources, and adopting changes
and technological innovations to boost their efficiency and reduce consumption
recycling water within individual manufacturing processes and reusing it in multiple processes
raising staff awareness of responsible water use.
In 2014, joint and coordinated efforts across all Company segments led to an overall performance improvement (in
terms of water withdrawal per production unit), in line with and exceeding the specific targets set in the Plan (see
also page 36). Particularly noteworthy is the ever-increasing reduction in water withdrawal per hour of production,
which dropped by half compared to 2009 (taken as the base year), going from 0.32 to 0.14 cubic meters per hour,
a reduction of 56%.
As per the new Environmental Plan, CNH Industrial is committed to reducing water withdrawals per production
unit by 3% by 2018 compared to 2014, the new base year.
Among the initiatives aimed at reducing water withdrawals, worth mentioning are those launched at the Brescia
Special Vehicles plant (Italy), which invested $27 thousand in a new station for testing fire vehicle high-pressure
hoses and tanks while collecting and recovering the water used. The project enabled reusing about four thousand
cubic meters of water throughout 2014, i.e., more than 30% of the plant’s annual water consumption.
A project for the recovery and reuse of water was also launched at the Piacenza plant (Italy), after modifying the
system used to test water leaks in vehicle cabs. This allowed recovering and reusing 95% of the water used in the
process, equal to approximately 1,500 cubic meters per year.
Initiatives to reduce water withdrawals were also put in motion at the Racine plant (USA), which invested $45
thousand to install new cooling water valves on hardeners, to connect a hardener to an existing circuit for the
recirculation of cooling water, and to transition from a five to a three-stage pre-paint wash system. The changes
allowed saving approximately 36 thousand cubic meters, cutting the plant’s water consumption by about 13%, for
total annual savings of approximately $32 thousand.

GLOSSARY
DMA; Stakeholders
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The Piracicaba plant (Brazil) invested approximately $45 thousand to install a fifty-cubic meter system for the
collection and storage of rainwater, which is then used in fleet washing processes, thus reducing the water demand
of this operation by 76%. This project, along with other initiatives to save water, allowed the plant to cut water
consumption by over 42% compared to 2013.

-12%
water
in

withdrawal

per hour of
production

With a total investment of approximately $8 thousand, the Sete Lagoas plant (Brazil) installed a system
enabling the reuse of pretreatment waters in cataphoresis processes in place of demineralized water, thus cutting
pretreatment water consumption by approximately 16 thousand cubic meters. Furthermore, by reusing the water
discharged by the water treatment system to irrigate green areas, the plant decreased its annual consumption by a
further 18 thousand cubic meters, reaching an overall reduction in total water consumption of approximately 11%,
and saving around $74 thousand.
CNH Industrial plants do not use wastewater generated by other organizations.

WATER WITHDRAWAL AND DISCHARGE
CNH INDUSTRIAL WORLDWIDE (thousand of m3)
Plants

Withdrawal
Groundwater
Municipal water supply
Surface water
of which salt water
Rainwater
Other
Total water withdrawal
Discharge
Surface water
of which salt water
Public sewer systems
Other destinations
Total water discharge

2014

2013

2012

55

55

59

3,512
2,159
18
3
5,692

4,067
2,496
23
1
6,587

4,724
2,436
23
n.a.
1
7,184

836
3,146
45
4,027

1,244
3,389
76
4,709

1,195
3,439
40
4,674

WATER WITHDRAWAL PER PRODUCTION UNIT
CNH INDUSTRIAL WORLDWIDE (m3/hour of production)

0.19
0.16

0.14

Target
2018 vs 2014

-3%

2012
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Safeguarding the water bodies that receive the effluents from industrial processes is equally important to the
Company. For this reason, plants take necessary measures to ensure that the quality standards in the treatment of
their production wastewaters are higher than those required by local regulations. Indeed, the wastewater quality
indicators, which refer to the three parameters considered most representative (biochemical oxygen demand,
chemical oxygen demand, and suspended solids), showed that performance in 2014 exceeded the targets set (see
also page 37).
These outcomes were achieved in part thanks to specific wastewater treatment systems, managed by internal staff
or by specialized industry partners, which purify the water discharged outside the plant mainly through physical and
chemical processes; depending on wastewater quality, biological treatments may be required as well.
The effluents from CNH Industrial plants are not channeled for reuse by other organizations.
The Ulm plant (Germany) installed a new paintshop equipped with a dry overspray abatement system in place of
the former wet system. As a result, the amount of technological wastewater dropped by approximately 120 cubic
meters, representing more than 15% of the plant’s industrial effluents.
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Plants in water-stressed areas
Following the adoption of the Water Management Guidelines in 2011, three plants in countries where the Company
operates were classified as sensitive in terms of availability and use of water resources. Their respective zones were
identified from the world map of water-stressed areas, defined by the Food and Agriculture Organization (FAO)
in 2008. Countries considered as water-stressed are those where water availability per capita is less than 1,700
cubic meters per year.
The plants concerned are Plock (Poland), Vysoke Myto (Czech Republic), and Noida (India). Since 2011, specific
actions to reduce water withdrawal and water needs were identified and implemented at all three plants, so as to
contribute less to water demand in their respective countries and help preserve and safeguard water resources
(see also page 253).
Numerous initiatives were implemented at these plants to achieve the ambitious reduction targets set.
In 2014, the plant in Plock (Poland) invested about $77 thousand in initiatives to safeguard water resources. The
major ones concern improving degreasing and washing procedures during pretreatment in painting processes, and
installing a new ultrafiltration system to recover the wastewater from washing for its reuse in the demineralization
system (it was previously sent to the water treatment system). The resulting cut in water withdrawal and
consumption reduced the water sent for internal treatment by about fifty thousand cubic meters. These initiatives
bring an annual economic benefit of approximately sixty thousand dollars.
Activities carried out at the plant in recent years reduced water consumption per unit of production by more than
50% compared to 2009, exceeding the 2014 reduction target (47% compared to 2009).
The Vysoke Myto plant (Czech Republic) focused on monitoring water consumption in specific processes, such
as painting, and on finding and promptly repairing supply network leaks through regular checks. This was facilitated
by a new system of collecting leak reports from workers made aware of the issue. Sections of the sewer system
were also repaired or replaced.
Activities carried out at the plant in recent years reduced water consumption per unit of production by over 70%
compared to 2009, exceeding the 2014 reduction target (59% compared to 2009).
At the Noida plant (India), equipment was modified to enable discharge water from the water treatment system
to be reused in the lavatories, and overflow water from the rinse tanks to be used in the degreasing process.
Overall water savings at the plant were more than 15 thousand cubic meters per year, or 8% of its total water
consumption. In 2014, about $29 thousand was invested in the creation of two areas with the capacity to collect
approximately two thousand cubic meters of rainwater in a year, before allowing it to drain directly into the soil,
reducing the amount of water discharged by the plant.
The extensive monitoring of leaks, the lowering of pressure in the feed pipes, and the specific water-saving projects
completed at the plant since 2009 reduced its water consumption by 40%, exceeding the 38% reduction target
for 2014.
Also in 2014, a project was launched in collaboration with a supplier to minimize risks related to water quantity
and quality, and to conflicts with stakeholders (see also page 160).
These three plants have set new improvement targets for 2018, in line with the new Environmental Plan,
demonstrating their continuing commitment to preserving water resources.

PROTECTING THE SOIL AND SUBSOIL
CNH Industrial strives continuously to minimize the risk of environmental impact on the soil and subsoil. Following
the specific guidelines issued in 2013 in EMEA concerning the monitoring of existing underground structures, in
2014, the Region’s plants carried out monitoring surveys of reservoirs, tanks, and underground pipes, as per the
2013 guidelines.
In addition, efforts continued to minimize potential sources of soil and subsoil contamination: the plants in Modena
and San Mauro Torinese (Italy), Zedelgem (Belgium), and New Holland (USA), among others, completed
important improvement projects regarding on-site waste collection areas, focusing on rationalizing and optimizing
management, personnel training, and construction works to cover and pave such areas and create containment
systems for any accidental spills and leaks.
During 2014, there were no significant accidental spills or leaks of potentially contaminating substances, except
for two incidents at the plants in Burlington (USA) and La Victoria (Venezuela): in the first, less than 0.06
cubic meters of hydraulic oil was released; in the second, in a paved area of the plant, about 2.5 cubic meters
of lubricating oil was accidentally spilt on the ground during siphoning. Owing to the prompt intervention of
operators, both incidents had negligible consequences, and the impacted surroundings were immediately cleaned
up to an acceptable standard.
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WASTE MANAGEMENT
CNH Industrial strives to optimize manufacturing processes and activities across all plants, aiming not only to
enhance the end product and eliminate waste, but also to improve the management of the waste produced, a key
aspect of the Environmental Policy.
Plants carry out in-depth analyses of the entire production chain to improve waste management at every stage,
limiting the quantities produced and the risks posed. In addition, particular emphasis is given to initiatives that
increase waste recovery and reuse. The Company’s commitment to optimizing waste management is shared
across the plants, which work to find solutions that facilitate waste recovery and minimize material sent to landfill.
The latter should only be used as a last resort, in cases where other options are unavailable or not feasible; these
are, in order of preference: waste recovery, waste to energy conversion, and waste treatment.
Waste disposal methods are determined by the organization, either directly or in agreement with waste disposal
contractors.
The 2014 results are evidence of CNH Industrial’s commitment to managing this environmental aspect. Total
waste recovered across the Company was 83%, an increase of about 12% compared to 2009 (the base year).
Total waste sent to landfill was cut further, to around 4% in 2014 (5% in 2013). Waste generated in relation to
the production unit fell by 16% for total waste generated, compared to 2009, while hazardous waste fell by 54%.
The individual segments contributed to achieving these excellent results, meeting, as a whole, the targets set in the
2009-2014 Plan, and in some cases significantly exceeding them (see also page 37).
In line with the new Environmental Plan, CNH Industrial demonstrates its commitment to sustainable waste
management by setting the following key targets, to be achieved by 2018:
total waste generated: -3% compared to 2014
hazardous waste generated: -5% compared to 2014
waste recovered: 87%.

WASTE GENERATION AND MANAGEMENT
CNH INDUSTRIAL WORLDWIDE (tons)
Plants

Waste generated
Non-hazardous waste
Hazardous waste
Total waste generated
of which packaging
Waste disposed
Waste-to-energy conversion
of which hazardous
Treatment
Sent to landfill
Total waste disposed
Waste recovered
Total waste recovered
of which hazardous
% waste recovered
% waste sent to landfill

2014

2013

2012

55

55

59

243,479
23,130
266,609
79,145

277,200
26,807
304,007
119,620

252,002
30,247
282,249
77,035

13,100
4,401
21,568
11,208
45,876

12,208
4,949
24,892
15,244
52,344

10,081
2,600
32,500
15,964
58,545

220,733
4,584

251,663
5,060

223,704
4,749

83%
4%

83%
5%

79%
6%
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WASTE GENERATED PER PRODUCTION UNIT
CNH INDUSTRIAL WORLDWIDE (kg/hour of production)

HAZARDOUS WASTE GENERATED
PER PRODUCTION UNIT
CNH INDUSTRIAL WORLDWIDE (kg/hour of production)

7.65

7.27

6.46

Target
2018 vs 2014

0.82
0.64

-3%

0.56

Target
2018 vs 2014

-5%

2012

2013

2014

2012

2013

2014

Numerous initiatives took place in 2014 to optimize waste management and reduce waste production.
The Bolzano plant (Italy) completed the upgrade of and improvements to the system for treating industrial
wastewater (from machining and washing), with subsequent authorization to discharge into the public sewer
system. The new system became fully operational during the year and will cut the total amount of both types of
industrial wastewater, which, in the previous year, accounted for about 43% of the total waste generated by the
plant. Wastewater is now treated by the new system and no longer disposed of as waste, resulting in cost savings
of over $133 thousand per year.
The Piacenza plant (Italy) introduced a new biodegradable, solvent-free product for cleaning the tubes and
spray guns used in painting processes. This move reduced hazardous waste by about four thousand kilos per year,
or 70% of the hazardous waste produced in painting processes (about 10% of the plant’s total). This led to over
$13 thousand in savings in solvents purchased per year. At the Antwerp plant (Belgium), a new
industrial washing machine, running on hot water in place of cold, also eliminated the use of solvent,
replacing it with an environmentally-friendly product.
In early 2014, the plant in San Mauro Torinese (Italy) installed a new ultrafiltration system for
the water used in cylinder washing, significantly cutting the hazardous waste generated and enabling
the process water to be reused in the washing equipment. Following these excellent results, the
project was extended to a similar system used for washing excavators. The new ultrafiltration
systems reduce overall hazardous waste disposal at the plant by 60% (or two hundred tons per
year); an additional benefit of this initiative is the reduction in industrial water consumption of
about 350 cubic meters per year. Overall cost savings were about forty thousand dollars per year.
During 2014, at the Torino Driveline plant (Italy), the manual dosing and topping up of coolants
of
in machining cooling systems was replaced with automated Dosatron systems, which use water
pressure in the pipes to continually dispense and dose the correct amount of concentrated
emulsion. This initiative, in which coolants are replaced with higher performing products, reduced
the emulsion products used by about 150 tons, or 30% of total emulsion consumption. At the Foggia plant
(Italy), initiatives focused on the preventive maintenance of hydraulic power units and on the proper handling of
lubrication and cooling systems reduced lubricant use by about 50 tons, or 8% of product consumption.
The Racine plant (USA), meanwhile, is the first in the NAFTA Region to achieve the key target of Zero Waste
to Landfill: by inspecting and studying the waste disposal facilities used by the plant, personnel identified room
for improvement in the segregated collection and disposal of waste, enabling the recycling or waste-to-energy
conversion of all material previously sent to landfill.
Lastly, there were several initiatives to improve the management of packaging materials.
The Torino Engine and Torino Driveline plants (Italy) installed mechanical presses in the assembly areas
to reduce cardboard volumes by about 60%, with benefits in terms of waste handling costs, transportation, and
tidiness and cleanliness in the manufacturing areas. Following an investment of about $482 thousand, the plant in
Sete Lagoas (Brazil) reduced waste quantities by introducing a process to break down wooden packaging and
reassemble it in different formats and sizes, enabling its reuse in the workshop. In 2014, about 12 thousand wooden
containers were recovered, with savings of over $1.1 million, reducing total plant waste by about 5%.

83%

waste
recovered
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PROTECTING BIODIVERSITY
As a company leading the way on the environment with robust environmental policies, CNH Industrial has been
engaged for several years in efforts to understand and mitigate any impacts to wildlife and biodiversity in and
around its manufacturing plants.
2014 STAKEHOLDER INTERVIEWS
With the support of the scientific community, in particular of the Department of Life
Sciences and Systems Biology of the Università di Torino, and of a professional consultancy
firm, CNH Industrial has, since 2010, promoted the development and application of the
Biodiversity is a major strategic issue
Biodiversity Value Index (BVI) at some of its manufacturing sites. The sites were selected
for our planet and also an emotional
based on their location and proximity to areas that are either protected or of particular
interest for their environmental context and biodiversity.
one because it impacts the world

around each of us directly

Through an in-depth study of ecosystems within about a five-kilometer radius of these
manufacturing sites, the methodology assesses the level of biodiversity in such areas and
M.Tuffani, Journalist, Brazil
identifies possible improvement measures for existing ecosystems, addressing the issue
of biodiversity by evaluating two complementary factors:
anthropic pressures (Anthropic Pressure Index - API), generated by industrial, agricultural, urban, and
infrastructural activities within the concerned area
biodiversity (Biodiversity Index - BI), measured using the most common biological indicators of aquatic and
terrestrial ecosystems.
The method has already been applied in recent years at the plants in Bourbon Lancy (France), Curitiba (Brazil),
Suzzara (Italy), and Ulm (Germany), identifying, in all cases, a contribution to the anthropic pressure index of
less than 1%. Given the negligible impact of these plants on biodiversity, the BVI methodology does not require
any improvement measures.
Despite the excellent assessment of biodiversity levels, the plant in Bourbon Lancy (France) implemented
measures to support biodiversity, such as planting indigenous hedges and shrubs within the site, while seeking to
contain invasive, non-native species in the two wetland areas in the northern and southern parts of the property.
Also in 2014, a green area was created bordering the plant where illustrative panels highlight the importance of
environmental issues and biodiversity for the plant; the area is open to employees and tourists alike, and fits in
perfectly with the nearby cycle path, known as the Voie Vert or green path, of great value to the local environment.
In 2014, the BVI methodology was extended to additional plants.
The methodology was also implemented at the Madrid plant (Spain), which is close to sites belonging to the EU’s
Natura 20003 network, namely the banks and waters of the Jarama, Henares, and Manzanares rivers, and parts
of the moorland and hills to the south-east of the city. The BVI was used to identify average values for anthropic
pressure and degree of biodiversity. Specifically, the extent of industrial, urban, and agricultural land use was
identified as the predominant factor influencing anthropic pressure. Of all industries in the area under study, the
Madrid plant’s contribution to anthropic pressure is negligible (1% of the total).
The Biodiversity Value Index was also assessed at the Sete Lagoas site (Brazil), with the collaboration of the
Università di Torino, the Universidade Federal do Paraná, and other research institutions in Brazil. The city of Sete
Lagoas is in a region of great value for wildlife and eco-tourism. In addition to woods and lagoons on CNH Industrial
property, the surroundings affected include the protected areas of Rio Paiol and Laguna Grande, stretches of
water that define the landscape of the city. The preliminary assessment showed different values for biodiversity in
the area under study, and a low level of anthropic pressure on biodiversity, mainly caused by agriculture, land use
for urban development, and only marginally by industry: for the plant, a very low overall contribution to anthropic
pressure was detected, less than 3.5% of the total. Despite the negligible impact of its activities, the plant launched
environmental awareness campaigns in local schools and initiatives to enhance biodiversity, planting 1,500 trees of
native species within the site.

GLOSSARY
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The Natura 2000 network is the centerpiece of the European Union biodiversity conservation policy. It is an EU-wide ecological network, established
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across the EU.
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In 2014, the BVI methodology was also launched at the Foggia plant (Italy), located near two sensitive areas: the
Bosco dell'Incoronata and the Valle del Cervaro. Ahead of the assessment results, about three hundred trees have
already been planted and a guideline drawn up to define requirements for the planting of tree species, within a
broader project known as Urban Forestation. The objective of this project is to promote the planting of native-species
of trees and hedges as a strategy for enhancing the landscape, wildlife, and biodiversity at Company plants. It is also
an important way of raising environmental awareness of the increasing CO2 levels in the atmosphere and of climate
change, while making areas surrounding manufacturing sites more accessible and enjoyable for Company personnel.
The methodology is currently applied to the above-mentioned plants; in the coming years, its extension to plants
satisfying the relevant criteria will be assessed.
a

PLANTS NEAR, BORDERING OR WITHIN PROTECTED OR HIGH-BIODIVERSITY AREAS
CNH INDUSTRIAL WORLDWIDE

Plant

Bourbon Lancy (France)

Plant activity

Production of heavy-duty
diesel engines

Plant’s total surface Location with respect to
area (m²)
protected area

210,090

Adjacent to the protected area
(500 m)

Curitiba (Brazil)

Production of agricultural
equipment

792,824

Adjacent to/contains part of the
protected area

Foggia (Italy)

Production of engines

601,680

Adjacent to the protected area
(3,500 m)

Madrid (Spain)

Sete Lagoas (Brazil)

Suzzara (Italy)

Ulm (Germany)

(a)

Production of trucks

Production of trucks
(medium and heavy vehicle range)

Production of trucks
(light vehicles)

Production of special vehicles
(fire-fighting)

347,200

2,000,000

520,000

679,000

Adjacent to the protected area
(1,500 m)

Adjacent to the protected area
(1,500 m)

Adjacent to the protected area
(4,000 m)

Adjacent to the protected area
(2,000 m)

Species on IUCN Red List of
threatened species and on national
lists (no.)
193 species listed, of which:
0 critically endangered
2 endangered
1 vulnerable
1 near threatened
189 of least concern
101 species listed, of which:
0 critically endangered
0 endangered
0 vulnerable
4 near threatened
97 of least concern

Under evaluation

64 species listed, of which:
0 critically endangered
0 endangered
0 vulnerable
1 near threatened
63 of least concern

79 species listed, of which:
0 critically endangered
0 endangered
0 vulnerable
0 near threatened
79 of least concern
110 species listed, of which:
0 critically endangered
2 endangered
0 vulnerable
0 near threatened
108 of least concern

153 species listed, of which:
0 critically endangered
2 endangered
1 vulnerable
3 near threatened
147 of least concern

Protected areas (national, regional, of EU-level importance, special protection zones, oases, etc.) are geographically defined areas designated, regulated or
managed to achieve specific conservation objectives. Areas of high biodiversity value are not subject to legal protection, but are recognized by governmental and
non-governmental organizations as having significant biodiversity.
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ADDITIONAL INFORMATION ON ENVIRONMENTAL PERFORMANCE
Other indicators are also of concern to CNH Industrial, most notably the reduction of hazardous substances and
of noise emissions to the external environment generated by Company equipment and manufacturing processes.
As regards PCBs and PCTs, CNH Industrial completed the process to eliminate these hazardous substances in 2012.
Moreover, during 2014, the Goodfield plant (USA) reported two cases of administrative non-compliance: the first
regarded an expired Air Emission Permit following the expected shutdown of the plant, subsequently reversed; the
second concerned the delayed submission of an Annual Emission Report. The total fine incurred was $11 thousand.
Substances of Particular Relevance to Health and the Environment
CNH Industrial is strongly committed to adopting alternatives to certain substances identified as particularly
relevant to human health and the environment.
In recent years, the Company has concentrated its efforts on the study and application of alternative solutions to
replace heavy-metal containing products used in painting processes, for example, by reformulating paint products
and introducing nano-ceramic products and silane compounds.
Tests were carried out during 2014, in collaboration with major suppliers, on latest-generation nano-ceramic
products that, in addition to eliminating nickel salts from pre-treatment processes, ensure better results than
current formulas.
External Noise Produced by Plants
Again in 2014, CNH Industrial confirmed its commitment to minimizing the noise impact of its plants, in line with
the guidelines and procedures of the environmental management systems adopted at plants and with the specific
policies issued in previous years (such as the guideline for the design and purchase of new, low-noise machinery).

FOCUS ON

NANOTECHNOLOGY IN MANUFACTURING
CNH Industrial uses nanotechnologies in the process of painting its products, specifically during the washing (pretreatment) of surfaces preceding the
actual painting phase.
Indeed, some CNH Industrial plants adopt thin layer technology, through which nanotechnology products/nanoparticles are adequately dosed in process
tanks to react with the surfaces of metal substrates previously treated with a degreasing solution; the chemical-physical reaction triggered causes the
formation of a layer of zirconium oxide that coats the metal surface.
This treatment confers excellent resistance to corrosion and great adhesion of paint, while also providing benefits such as lower environmental
impact, and enhanced process quality and operational performance.
The process takes place at room temperature and, because no heat is applied, there is no vapor generation. Chemical concentrations are
very low, and product applications (spraying or dipping) are automated and performed in enclosed areas.
Thin layer technology produces a small quantity of sludge to be disposed of compared to the traditional technology, and does not require
hazardous acid cleaning. It also decreases energy and water consumption, reduces wastewater, and requires less maintenance.
This technology is in use at 12 CNH Industrial plants, with extension to other production sites currently under evaluation.

GLOSSARY
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ENERGY MANAGEMENT

2014 STAKEHOLDER INTERVIEWS

Climate change mitigation is one of the major challenges facing the international community
Effective energy management can
today. CNH Industrial approaches the issue by limiting energy consumption and the use of
give an organization a competitive
fossil fuels, which are responsible for air pollution and, above all, CO2 emissions.
advantage
Managing greenhouse gas emissions and optimizing energy consumption are prerequisites
for the continuous improvement of the Company’s performance and the protection of
the environment in which it operates.
As evidenced by the materiality analysis, both CNH Industrial and its stakeholders believe
Domenech, Compañía Maquinaria 93,
Dealer Spain
it is important to manage energy and air emissions carefully, due to the nature and extent
of their environmental and economic impact, and to their link to global warming, an issue
gaining increasing importance worldwide. The significance of these aspects is further highlighted by their political,
technological, and economic implications, in terms of both sustainable procurement and impact mitigation. From
the stakeholders’ viewpoint, energy management programs are challenging because they require reducing energy
consumption to an absolute minimum during product manufacture and service delivery. Energy usage is minimized
through production efficiency, while providing reliable and adequate supplies of fuel and power at the lowest cost,
generating, in turn, the lowest environmental impact. In line with recent trends, stakeholders require companies to
realize energy-efficient districts and buildings, share renewables, and reduce greenhouse gas emissions (e.g., GHG
reduction by 2030 through zero-emission sources in China, compliance with the requirements of the Greenhouse
Gas, Energy and Water Efficiency Program of the US Department of Commerce, etc.).
As stated in the Energy Policy that is the framework of a plant management system, CNH Industrial is committed
to reducing: the use of fossil fuels in favor of renewable energy sources; energy consumption through more efficient
products and processes; and greenhouse gas emissions by cutting energy consumption and through innovative
technical solutions.
In line with the new Business Plan, the new 2014-2018 Energy Action Plan defines the short and medium term
targets for the main activities affecting energy performance, CO2 emissions, and use of renewable energy. These
targets are incorporated in the Sustainability Plan (see also pages 38-39) and reflect CNH Industrial’s voluntary
commitment to improving its daily energy performance across manufacturing operations.
The improvement process is supported by a solid energy management system and by the application of World
Class Manufacturing principles, specifically the energy pillar. Plants rely on this dual, integrated methodology to
set standards and energy targets; furthermore, its systematic approach provides for the continuous monitoring
of activities, the accurate evaluation of results against stated targets, and their dissemination through proper
communication channels.
In 2014, a total of 7% of CNH Industrial’s energy spending was invested in improving energy performance, leading
to a reduction of approximately 307 thousand GJ in energy consumption, and of approximately twenty thousand
tons in CO2 emissions1.

RESPONSIBILITY AND ORGANIZATION
The highest responsibility for initiatives focusing on energy efficiency and on the management of CO2 emissions at
CNH Industrial lies with the Group Executive Council (GEC). As evidence of the Company’s ongoing commitment
to managing these issues, a number of targets for energy efficiency and reducing CO2 emissions were included in
the 2014 Performance and Leadership Management system (see also page 83) for both energy and plant managers.
CNH Industrial has a dedicated internal structure overseeing issues related to the conservation of energy resources
and the fight against climate change. Departments responsible for energy management activities are present
both centrally, through the Manufacturing Engineering Council (MEC) and the Industrial Energy Management
Committee, and at plant level.

GLOSSARY
DMA; Stakeholders;
WCM

(1)

The types of energy included were fuel, electricity, and heating. The energy consumption reduction value
was estimated as per the International Performance Measurement and Verification Protocol (IPMVP),
volume 1 (January 2012). The estimated CO2 value includes scope 1 and scope 2 emissions.
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Activities are coordinated by the Industrial Energy Management Committee, consisting of the energy managers
and specialists from each segment, which interacts with the MEC and the Sustainability Unit, as well as directly
with plants. Based on the strategies defined by the GEC, the Committee sets out CNH Industrial’s guidelines (with
the MEC) and objectives (with the Chief Manufacturing Officer), as well as the best strategies to achieve them;
it also manages investment budgets for specific projects and oversees the progress of the Energy Action Plan
through constant monitoring. The Committee also performs internal compliance audits and raises energy-related
awareness among management and employees through meetings and campaigns. A dedicated IT platform allows
energy managers to share data reports and energy performance results.
The Company’s overall energy management structure consists of 79 professionals, located at both Corporate
offices and plants.

ENERGY MANAGEMENT SYSTEM
The system developed and implemented by CNH Industrial aims at reducing the energy impact of manufacturing
processes and the risks associated with new legislation and rising energy costs.
In 2014, as evidence of its quest to reduce its energy impact, CNH Industrial continued to pursue the certification
of its manufacturing processes as per the ISO 50001:2011 standard, setting the challenging target of certifying all
sites worldwide by 2020.
The main advantage of ISO 50001 certification is the systematic approach it provides to continuous improvement
in energy performance: a more efficient and rational use of energy translates into economic benefits and fewer
greenhouse gas emissions. CNH Industrial’s energy management system was rolled out to 39 plants, representing
about 94% of energy consumption, outperforming the targets set for the year.

ISO 50001 CERTIFIED PLANTS
CNH INDUSTRIAL WORLDWIDE

NAFTA

EMEA

9

24

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

CERTIFIED
PLANTS

5

1

LATAM

APAC

GLOSSARY
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Specifically, in 2014, ISO 50001 certification was extended to the energy management systems at
the plants in Pregnana Milanese (Italy), Croix and Rorthais (France), Goodfield (USA), and Cordoba
(Argentina).
During the year, 145 internal audits and 33 external audits were performed by qualified professionals
to verify the effective implementation and maintenance of energy management systems, and their
alignment with the standards and targets set, thus improving energy performance.
Voluntary compliance with the ISO 50001 standard reflects CNH Industrial’s determination to manage its business
sustainably, as recognized globally by its inclusion in the Dow Jones Sustainability Index and its CDP results (see
also page 47). Specifically, owing to a significant improvement in its CDP score, the Company received an award
for its commitment in the field of energy.

ISO 50001

certified
plants

OUR PROJECTS

WISCONSIN GREEN MASTERS PROGRAM
In October, the plant in Racine (USA) received the Best Sustainability Process of the Year award and was recognized
as a Green Master. Both awards were granted by the Wisconsin Sustainable Business Council. By applying WCM
principles and ISO 50001 standards, the plant improved its energy performance by 48% compared to 2009,
and significantly reduced water consumption and the presence of ozone depleting substances (ODS).
Following the award, the plant is considered among the most sustainable enterprises in Wisconsin.

In 2014, the reporting and monitoring of greenhouse gas (GHG) emissions continued through voluntary compliance
with the Corporate Accounting and Reporting Standard of the WBCSD2 and WRI3 (GHG Protocol) and with
ISO 14064 standards, covering 100% of CNH Industrial’s energy consumption.

SHARING AND AWARENESS ACTIVITIES
The ongoing promotion of employee involvement and awareness of the importance of energy resource
conservation is key to reaching CNH Industrial’s improvement targets. To this end, best practices are standardized
and disseminated across plants through the World Class Manufacturing system, to enable the kind of synergy that
is crucial for the development and continuous improvement of any global company.
In 2014, 4,645 hours of training were provided (mainly by internal professionals) to 3,723 people across different
plants, focusing on the distinctive features of the ISO 50001 energy management system, on the correct monitoring
and management of energy performance, and on WCM energy management principles. Additionally, the Company
organized other training events on key energy saving technologies.
In February, within the scope of the M’illumino di Meno, the Italian awareness campaign on energy saving, CNH
Industrial contributed by turning off the lights at the Industrial Village in Turin (the main multifunctional sales center in
Italy) and by circulating information on its responsible behaviors throughout the Company, via the Corporate Intranet.

GLOSSARY
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(2)
(3)

World Business Council for Sustainable Development.
World Resources Institute.
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ENERGY PERFORMANCE

100%

of energy

consumption

monitored

An efficient energy management system depends on monitoring energy performance effectively, by means of
specific Energy Performance Indicators (EnPI).
These indicators allow CNH Industrial to measure the benefits and effectiveness of initiatives, to plan
improvement measures, and to establish new and ever-more challenging targets. Energy performance
and compliance with the Action Plan continued to be monitored at basic level via the Energy Monitoring
& Targeting (EMT) management and control platform at all CNH Industrial plants. The platform is
expected to be enhanced at every plant in order to achieve, by 2018, a higher level of monitoring of
both primary energy vectors, purchased directly from external suppliers, and secondary energy vectors,
transformed and distributed within manufacturing processes.
In addition to carefully monitoring energy performance, the exchange and dialogue between plants was
enhanced via an Intranet portal focusing on procedures, best practices, regulations, Corporate guidelines, and
solutions to energy-related issues and challenges.
The initiative led to the identification and implementation of 153 technical and management improvement
projects, and to an increased level of people engagement and awareness. The methods used to monitor the
savings generated by projects were standardized mainly according to the International Performance Measurement
and Verification Protocol (IPMVP), volume 1 (January 2012).
In 2014, CNH Industrial implemented several short to medium-term initiatives focusing on the redesigning of
processes, equipment conversion and retrofitting, operational changes to new installations, and increased employee
awareness. In particular, these initiatives led to the:
realization of systems for the recovery of heat from exhaust fumes and air compressors
adoption of monolayer coating systems, which reduce the number of processes required to paint components,
thus saving energy
realization of high-efficiency lighting systems (e.g., using LED technology), associated with dimmers and
occupancy or light sensors, in production areas, offices, and outdoors
installation of high-efficiency motors, inverters for electric motors, and variable speed compressors for the
production of compressed air
replacement of electric boilers with heat pump systems
increased use of machinery shutdown when idle
installation of thermal solar systems for the production of sanitary hot water from renewable sources
identification and repair of compressed air leaks
insulation of buildings
adoption of the CROV pneumatic transformer across the Powertrain segment
use of radiant panels to optimize the heating of larger buildings.

IMPROVEMENT PROJECTS IN DETAIL
CNH INDUSTRIAL WORLDWIDE

Conversion and retrofitting of equipment
Installation of new equipment
Process redesign
Operational changes
Other
Total

Projects
(no.)

Total energy reduction
(GJ/year)

Economic
annual benefit
(%)

44
68
18
22
1
153

130,829
102,363
31,834
21,083
20,500
306,609

46.6%
31.5%
10.6%
6.2%
5.1%
100%
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THE GREEN PLANT IN RORTHAIS
In 2014, following the feasibility study carried out in 2013, the Rorthais plant (France) began to work toward becoming a Green Plant, Usine Verte.
The plant aims at limiting its environmental impact by reducing energy consumption, and therefore GHG emissions; it is pursuing this goal by appealing
to plant employees’ sense of responsibility in using energy wisely and correctly.
The first phase of the project, implemented in 2014, led to the realization of a thermal solar system, a pellet heating system, and a charging station
for electric vehicles, and to the use of LED neon lights.To further benefit the surrounding environment, the plant also introduced beehives in
the nearby green areas for honey production, as well as benches and tables for outdoor use. During the year, the Poitou-Charentes region
awarded the Rorthais plant for its commitment and communication efforts regarding sustainable development. The plant was also
ISO 50001-certified for its energy management system.

Direct and indirect energy consumption by source, and associated CO2 emissions, continued to be reported
throughout 2014. Furthermore, for each source, a distinction was made between renewable and non-renewable
energy. CO2 emissions were calculated according to GHG Protocol standards, incorporated in Company
guidelines, while the indirect emissions associated with energy production emission factors were calculated as per
the standards published in November 2014 by the International Energy Agency.
At CNH Industrial, the sources of greenhouse gas emissions, besides those deriving from energy consumption,
are associated with the use of HFC compounds with global warming potential (GWP) present in air-conditioning,
cooling, fire suppression, aerosol (e.g., propellants), and manufacturing equipment. The potential emissions from
these substances (CO2 eq) are negligible compared with emissions from energy production: in fact, with an
incidence of less than 0.5%, they fall outside the reporting scope 4.

ENERGY CONSUMPTION
In 2014, CNH Industrial reported a total energy consumption5 of 7,074 TJ, a reduction of
approximately 14% over the previous year, partly due to an average 4% decrease in hours
of production. This reflects the Company’s commitment and responsiveness to these
issues, as evidenced by the positive contribution of efficiency initiatives implemented.
Regarding energy performance, measured as the Company’s total internal energy
consumption divided by hours of production/units produced6, CNH Industrial
concluded 2014, and the relevant 2009-2014 Energy Plan, with highly satisfactory results,
outperforming the targets set for every business segment (see also page 38). Such results
were made possible by the effective synergy between the energy management and WCM
systems adopted, the benefits of favorable seasonal temperatures in some Regions, and the
implementation of energy efficiency projects. As a result, fixed energy consumption has dropped
and energy itself is being used and managed more rationally.
CNH Industrial has set new targets within the scope of the new Energy Action Plan, in line with the objectives of
the new Business Plan. 2014 is considered the base year and baseline. Efforts were made to define a single global
indicator enabling the measurement of CNH Industrial’s overall energy performance. The targets for each business
segment (which contribute to the global target) will be monitored internally.

-13%

in energy

consumption

per hour of
production

The new overall target set for 2018 aims at a 6.5% reduction in energy consumption per hour of production
compared to 20147.

(4)
(5)
(6)

(7)

Details on the reporting scope are available in the chapter on Report Parameters (see also pages 236-237).
Types of energy included: electricity, heat, steam, cooling, natural gas, metallurgical coal, diesel, and other fuels.
Performance refers to hours of production for Agricultural Equipment, Construction Equipment,
and Commercial Vehicles, and to units produced for Powertrain.
For the definition of hour of production, see page 240.
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TOTAL ENERGY CONSUMPTION
CNH INDUSTRIAL WORLDWIDE (GJ)

Non-renewable sources

2014

2013

a

2012

54

54

59

3,089,485
201,292
60,110
106,547
3,457,434

3,662,770
225,854
68,237
121,039
4,077,900

3,468,732
195,905
65,242
85,083
7,135
3,822,097

1,485,087
578,090
125,202
2,188,379
5,645,813

1,839,070
854,693
112,804
2,806,567
6,884,467

1,932,457
860,121
104,991
2,897,569
6,719,666

2014

2013

2012

54

54

59

Plants

Direct energy consumption
Natural gas
Coal
Diesel
Liquefied petroleum gas (LPG)
Other (HS and LS fuel oil)
Total
Indirect energy consumption
Electricity
Thermal energy
Other energy sources
Total
Total energy consumption from non-renewable sources
Renewable sources
Plants

Direct energy consumption
Biomass
Solar-thermal
Total
Indirect energy consumption
Electricity
Thermal energy
Other energy sources
Total
Total energy consumption from renewable sources

19,762
349
20,111

36,396
275
36,671

61,032
100
61,132

1,342,755
56,325
9,538
1,408,618
1,428,729

1,194,778
94,087
1,288,865
1,325,536

985,694
73,547
1,059,241
1,120,373

Total energy consumption

7,074,542

8,210,003

7,840,039

(a)

2013 data restated with respect to the 2013 Sustainability Report.

ENERGY CONSUMPTION BY ENERGY TYPE
CNH INDUSTRIAL WORLDWIDE (GJ)

2013

54

54

59

2,927,191
634,765
35,390
3,089,485
387,711
7,074,542

3,057,405
949,055
89,247
3,662,770
451,526
8,210,003

2,937,193
933,768
85,949
3,468,733
414,396
7,840,039

Plants

Electricityb
Heat
Steamc
Cooling coal
Natural gas
Other energy sources
Total energy consumption
(a)
(b)
(c)

a

2014

2012

2013 data restated with respect to the 2013 Sustainability Report.
Electricity also includes compressed air.
Steam is included in heat.

ENERGY CONSUMPTION BY SOURCE
CNH INDUSTRIAL WORLDWIDE

INDIRECT CONSUMPTION FROM
NON-RENEWABLE SOURCES

30.9%

DIRECT CONSUMPTION FROM
NON-RENEWABLE SOURCES

48.9%

TOTAL CONSUMPTION FROM
RENEWABLE SOURCES

20.2%

GRI
G4-EN3
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TOTAL ENERGY CONSUMPTION
FROM RENEWABLE SOURCES

a

ENERGY CONSUMPTION PER PRODUCTION UNIT
CNH INDUSTRIAL WORLDWIDE (GJ/hour of production)

CNH INDUSTRIAL WORLDWIDE (%)

20.2
16.1
14.3

0.159

0.151
0.131
Target
2018 vs 2014

-6.5%

2012

2013

2012

2014
(a)

2013

2014

2014 was chosen as the base year for 2014-2018 global planning, in line with the Business Plan.
Types of energy included: electricity, heat, steam, cooling, natural gas, metallurgical coal, diesel,
and other fuels.
The indicator for 2014 was calculated on the new parameter (total manufacturing hours), in line
with the targets of the Energy Action Plan 2014-2018.
The 2013 and 2012 figures are estimates.

OUR PROJECTS

HEAT RECOVERY IN THE POWERTRAIN SEGMENT
A number of solutions were implemented at the Powertrain Turin Driveline plant (Italy) to exploit the heat of the fumes
generated by the painting process, previously conveyed into a dedicated furnace for the removal of pollutants.Thanks to a
new hydraulic system, the heat recovered from the fumes is used to preheat the technological water in the central heating
plant, primarily for sanitary use. A new circulator pump, equipped with an inverter, draws part of the water from the return
pipe of the central heating plant, and conveys it into its storage tank.The water is then reintroduced into the same line, at a
temperature and flow rate set automatically according to desired values. Supplying the central heating plant with water at
a higher enthalpy (heat energy) allows saving 10,500 GJ of primary energy, reducing CO2 emissions by approximately 600
tons. The estimated payback period of the investment is less than 1.5 years.
The Bourbon Lancy plant (France) adopted several measures to recover the energy consumed by compressors
and dissipated by cooling towers. The goal was to recover heat to power a hot water boiler by modifying
the existing system of compressors. Thanks to the modification, independently-controlled heating is now
available in some plant areas near the compressors room. Based on total savings, the estimated
payback period of the investment is less than 1.5 years, and the initiative will cut CO2 emissions
by approximately 260 tons.

GRI
G4-EN5;
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CO2 EMISSIONS
In 2014, CNH Industrial’s CO2 emissions (scope 1 and 2) were approximately 457 thousand tons, significantly lower
than the previous year (-15%). This result was due to the reduction in energy consumption and to the greater share
of renewable energy in CNH Industrial’s energy mix.

-14%
in CO2

emissions

per hour of
production

Such significant results were mainly ascribable to a reduction in energy consumption per respective unit value,
and to a greater use of renewable energy sources. Indeed, 20% of CNH Industrial’s total energy consumption
was from renewable sources, a figure that exceeds the 15% target set for 2014. Furthermore, the increased
use of renewable energy cut CO2 emissions by 91 thousand tons.
The new Energy Action Plan confirms CNH Industrial's commitment to reduce its greenhouse gas emissions
and dependence on fossil fuels: the new targets set for 2018 aim at reducing CO2 emissions per hour of
production by 7.5% compared to 2014, while the target for 2020 for energy use from renewable sources is 21%.

a

DIRECT AND INDIRECT CO2 EMISSIONS PER PRODUCTION UNIT
CNH INDUSTRIAL WORLDWIDE (tons of CO2/hour of production)

0.0108

0.0098
0.0085
Target
2018 vs 2014

-7.5%

2012
(a)

2013

2014

CO2 is the only greenhouse gas significant to CNH Industrial’s processes (see also page 241).
2014 was chosen as the base year for 2014-2018 global planning, in line with the Business Plan.
The indicator includes scope 1 and scope 2 emissions.
The indicator for 2014 was calculated on the new parameter (total manufacturing hours),
in line with the targets of the Energy Action Plan 2014-2018.
The 2013 and 2012 figures are estimates.

a

DIRECT AND INDIRECT CO2 EMISSIONS
CNH INDUSTRIAL WORLDWIDE (thousands of tons)
Plants
Direct emissions (scope 1)
Indirect emissions (scope 2)
Total emissions (scope 1 + 2)

Direct emissions from landfill gas
Total CO2 emissions
(a)

(b)

2014

2013b

54

54

59

191,361
264,936
456,297
1,079
457,376

226,748
308,198
534,946
1,987
536,933

212,833
318,288
531,121
3,332
534,453

2012

CO2 is the only greenhouse gas significant to CNH Industrial’s processes (see also page 241).
For CNH Industrial, biogenic CO2 emissions are those released by the combustion of landfill gases.
2014 was chosen as the base year for 2014-2018 global planning, in line with the Business Plan.
The direct and indirect CO2 emissions in the base year are those in the table. There were no significant
changes in emissions requiring the recalculation of base year emissions.
GHG emissions were consolidated and reported using an operational control approach.
For the methodologies and emission factors used, see also page 241.
2013 data restated with respect to the 2013 Sustainability Report.

GLOSSARY
Direct emissions;
Indirect emissions
GRI
G4-EN15;
G4-EN16;
G4-EN18
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PARTICIPATION IN EMISSION TRADING PROGRAMS
The energy used at CNH Industrial plants comes primarily from third-party power generation plants or directly
from the national electricity grid.
The plant in Vysoke Myto (Czech Republic) is the only one subject to the European Emission Trading System
(EU-ETS).8 The energy it generated in 2014 was approximately 77 thousand GJ, which put the plant in debt with
regards to its CO2 emissions allowance for the year, compensated by purchasing more emission credits.
The only CNH Industrial site subject to the CRC (Carbon Reduction Commitment) Energy Efficiency Scheme,
i.e., the emission trading system present in the UK, is the plant in Basildon, one of the most energy-consuming
in Europe. In 2014, for the third year running, the plant renewed its participation in the reporting and evaluation
system (known as CRC - Performance League Table), purchasing the necessary credits to offset its CO2 allowance.
However, during the year, the plant voluntarily changed scheme, removing itself from the CRC to fully adhere to
the EU-ETS as of 2015.

OUR PROJECTS

LIGHTING SYSTEM UPGRADE
In 2014, the Grand Island plant (USA) followed the example set by the Saskatoon plant (Canada) in 2013, by completely
replacing its lighting system with the latest generation of LED ceiling lights. The project involved the replacement of
1,250 metal halide lamps (i.e., the substitution of 360 W lamps with 260 W lamps), saving 27% on electrical power
consumption.The replacement also doubled average brightness levels in the plant’s production areas, with considerable
benefits in terms of work area productivity and safety.
Per year, this modification saves 1,787,500 kWh and prevents 1,135 tons of CO2 emissions. Based on total
savings, the estimated payback period of the investment is five years.
Furthermore, the expected savings in maintenance costs as of 2015 amount to $60 thousand, which
the plant will use to install additional LED lights in non-manufacturing areas and to enhance
automated light control systems.

GLOSSARY
Emission trading;
LED

(8)

2013 marked the start of the third phase of the ETS, which sets a single EU-wide cap on emission allowances; this limit will decrease linearly over time,
even after the end of the third trading period (2013-2020).
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VERY IMPORTANT

193

ENVIRONMENTAL IMPACT
OF INBOUND AND OUTBOUND
LOGISTICS SYSTEMS

IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL STAKEHOLDERS

INITIATIVES FOR REDUCING ENVIRONMENTAL IMPACT

IMPORTANT

VERY IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL

Material aspect described in chapter. For further details, see Materiality Matrix, page 21.
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In managing its logistics processes, CNH Industrial continually strives to find sustainable solutions to combat
climate change, conserve natural resources, and safeguard health.
To this end, CNH Industrial’s logistics process management is, on the one hand, incorporated in the value chain,
specifically with the functions responsible for manufacturing, sales, and purchasing; on the other, it goes beyond
Corporate boundaries, interacting with the operational context to optimize the efficiency of logistics flows and
reduce their environmental impact.
As the materiality analysis shows, sustainable logistics is a topic of growing interest owing to its economic,
environmental, and social implications, and is one of the 25 aspects material to CNH Industrial. It is important to
the Company not only in terms of time and cost efficiencies, but also in relation to emissions reduction,
resource use, packaging management, and, not least, its indirect impact on human health and traffic
congestion. Stakeholders expect CNH Industrial to demonstrate its commitment to safeguarding this
CO2
aspect. In LATAM, for example, private sector knowledge and expertise can improve logistics because
they foster a proactive role in the building of new infrastructure, railways, ports, airports, and roads
to overcome existing inefficiencies. In APAC, companies are required to be proactive in developing
infrastructures - especially roads - to improve communications between rural areas and major cities, in
order to reduce the environmental impacts and air pollution caused by transport.
In order to coordinate its efforts for logistics improvements effectively, CNH Industrial disclosed its Green Logistics
Principles. Available on the Corporate website, the document was published by Fiat Industrial in 2011, and adopted
by CNH Industrial in September 2013 following approval from the Board of Directors.
The Green Logistics Principles are intended to coordinate the Company’s sustainable behavior initiatives and help
the various Corporate functions, together with suppliers, to effectively monitor their performance and ensure
improvement targets are met.
CNH Industrial’s approach focuses on four areas:
increasing low-emission transport
adopting intermodal solutions
optimizing transport capacity
minimizing non-reusable packaging and protective materials.
Initiatives and projects developed to reduce the environmental impact of logistics processes are described below.
The active engagement of suppliers is an integral and key aspect in achieving effective and sustainable logistics.
CNH Industrial directly involves suppliers in most of these projects and initiatives, promoting and encouraging
the development and implementation of the best solutions for meeting the Company’s environmental impact
reduction targets. For example, in partnership with the new Iveco Daily steering wheel supplier, a container was
developed that reduces transport volumes by 57%, with annual savings of over $210 thousand.
As further proof of this commitment, some suppliers of logistics processes were involved in the CDP Supply
Chain project (see also page 160), aimed at monitoring the CO2 emissions of selected suppliers and at promoting
initiatives to reduce them through joint actions and partnerships. This involvement will continue in 2015.
The Company’s main sustainable logistics improvement targets are to reduce CO2 emissions derived from the
handling of components and finished goods, and to minimize the use of non-reusable packaging materials. These
targets are all set voluntarily and included in the Corporate Sustainability Plan (see also pages 39-40). Target
achievement is monitored quarterly and, if necessary, corrective measures are implemented. The results are made
available to stakeholders annually through the Sustainability Report and Corporate website.
In addition, in 2014, individual improvement targets were included in the Performance and Leadership Management
system (see also page 83) for the managers of the main projects included in the Sustainability Plan.
The Group Executive Council (GEC) has the highest responsibility for initiatives aimed at reducing the environmental
impact of logistics processes at CNH Industrial.
The logistics system is managed according to World Class Logistics (WCL) standards that, based on World Class
Manufacturing (see also page 164), define the logistics processes concerning plants and supplier network planning,
while pursuing safety, ergonomics, eco-compatibility, and transport flow optimization. WCL standards facilitate
lean processes both within and outside plants, involving all employees in the improvement processes.
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With the active participation of all parties, inventories are significantly reduced, production volumes and mix are
evened out, and logistical expertise at plants is improved. The systematic reduction of both internal and external
handling is another significant aspect of WCL, achieved by integrating the production and distribution networks.
This approach ensures effective management, and that projects are evaluated according to defined standards.
Through World Class Logistics, CNH Industrial shares and spreads its best practices, tried and tested across all
plants, to improve process management with internal benchmarking that is continually updated.
Inbound flow management (i.e., the transport of components and materials to Company plants) is either handled by
external transport providers engaged by CNH Industrial, or managed directly by the material suppliers themselves,
whereas the outbound flow (i.e., the distribution of finished goods from plants to the dealer network) is handled
by external transport providers.
Spare parts are managed by CNH Industrial Parts and Services, and their inbound distribution (to warehouses and
distribution centers) is handled either by external providers engaged by CNH Industrial or directly by suppliers.
For Agricultural Equipment and Construction Equipment, outbound flows (including to dealerships) are managed
by specialized transport providers, for Commercial Vehicles by external companies coordinated by a logistics
operator, and for Powertrain by designated external providers.
For aspects concerning business travel, see page 100.

MONITORING ENVIRONMENTAL PERFORMANCE
In 2014, monitoring continued of some of the environmental aspects considered most significant1 to logistics
processes in order to substantiate the targets included in the Sustainability Plan and the improvement projects
that followed.
The significance of the environmental impact of CO2 emissions is affected by: the number of inbound/outbound
transport flows generating the impact; CNH Industrial’s ability to promote mitigation initiatives among suppliers (e.g.,
the inclusion of contractual clauses); the initiatives implemented to reduce the impact (e.g., the adoption of intermodal
solutions); and the impact’s potential effects on the community (e.g., traffic congestion related to plant location).
In 2014, to improve the management of this aspect, the worldwide monitoring of CO2 emissions
was completed for all segments, totaling 466 thousand tons of CO2 (of which approximately 142
thousand in Europe).
For 2015, CNH Industrial set the challenging target of cutting global CO2 emissions by 5,200 tons.
Worldwide, the reduction in inbound and outbound CO2 emissions was 13,288 tons. The lower
emissions were a result of the improvement projects implemented in 2014. In Europe, CO2
emissions were cut by 4,927 tons, exceeding the target set for 2014 (1,580 tons). For example,
intermodal transport between Italy and Spain led to a 1,982 ton reduction in CO2 emissions, saving
over $590 thousand.

-13,288
tons of CO2

GRI
G4-EN30
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In 2014, the monitoring of air transport CO2 emissions was extended to all segments, amounting
to 44.5 thousand tons of CO2.

The assessment criteria used to measure the significance of the environmental aspects of logistics processes are related to the entity of the impact, and to
the Company's ability to manage and mitigate both the impact and its potential effects on the surrounding environment.
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a

CO2 EMISSIONS IN LOGISTICS PROCESSES
CNH INDUSTRIAL EUROPE (thousands of tons)

2014
78.1
48.3
15.3
141.7

Inbound
Outbound
Parts
Total
(a)

2013
71.6
50.1
12.8
134.5

2012
75.5
47.2
7.9
130.6

CO2 emissions for road transport were quantified as per the GHG Protocol, revised edition, and for sea and rail transport as per the IFEU Heidelberg
methodology for environmental calculations.
The increase in CO2 emissions is due to the broader reporting scope (in line with the targets stated in the Sustainability Plan) and the relocation of some
manufacturing sites.

Managing the environmental aspects associated with logistics also focuses on reducing non-reusable packaging
and protective materials, according to Corporate standards and quality requirements. Where this is not possible,
CNH Industrial seeks the best solutions to ensure the recovery of materials. Although this aspect is less significant
than atmospheric emissions, a monitoring process was set up that will provide a solid database for defining future
areas for improvement.
CNH Industrial plants in Europe recorded an average of 7.17 kilos of cardboard disposed of per unit produced,
down 3.5% from the previous year.

-3.5%

cardboard disposed of
per unit of production in Europe

CARDBOARD DISPOSED OF IN LOGISTICS PROCESSES
CNH INDUSTRIAL EUROPE (kg/unit produced)

Cardboard disposed of per unit produced

2014
7.17

2013
7.43

2012
7.34

INITIATIVES FOR REDUCING ENVIRONMENTAL IMPACT
CNH Industrial realizes numerous initiatives to promote ever-more sustainable logistics processes. Such initiatives
comprise technologies, procedures and activities aimed at environmental impact reduction for logistics processes
without compromising service quality or profitability, and considering the social impact of the activity itself. In
defining these activities, the aspects considered include technical solutions, such as which means of transport to
use, intermodality, organizing long-haul transport, and packaging design.

INCREASING LOW-EMISSION TRANSPORT
CNH Industrial is committed to reducing CO2 emissions arising from the transport of components and finished
products by continually promoting the use of road vehicles that conform to the most stringent environmental
standards, thus ensuring lower emissions.
From 2012, in Europe, all segments gradually introduced specific environmental contractual clauses obliging
external transport providers to use vehicles compliant with Euro IV standards or higher. For all segments, the 2015
target is the introduction of a clause stipulating that at least 80% of vehicles used in fulfilling a contract conform to
Euro IV standards or higher.

GLOSSARY
GHG Protocol;
Euro VI
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92.5%

of service providers
in North America
participated in SmartWay

In North America, the Agricultural Equipment and Construction Equipment segments continued to engage their
logistics partners in the SmartWay Transport program, launched in 2003 and sponsored by the Environmental
Protection Agency (EPA) to improve efficiency and reduce greenhouse gas and air polluting emissions along
the transport chain. SmartWay provides its partners with a set of EPA-tested tools to help in making informed
transportation choices, in measuring and reporting carbon emissions, and in improving supply-chain efficiency and
environmental performance. SmartWay helps its partners exchange reliable and credible performance data and
accelerate the adoption of advanced technologies and operational practices. Participation in the program is one of
the factors considered in evaluating potential suppliers. In 2014, 92.5% of service providers (rail and road transport)
joined the Smart Way program.

USING INTERMODAL SOLUTIONS
CNH INDUSTRIAL EUROPE

BREAKDOWN OF INBOUND TRANSPORT

BREAKDOWN OF OUTBOUND TRANSPORT

a

SEA
RAIL

8%

SEA

17%

7%

ROAD

85%

RAIL

1%

ROAD

82%
(a)

Percentages refer to Agricultural Equipment, Construction Equipment, and Commercial Vehicles, and are based on the principal mode of transportation used for
each vehicle.

The inbound and outbound transport of materials can generate significant road transport volumes, depending on
geography, infrastructure and production levels. CNH Industrial always strives to promote alternative modes of
road transport using intermodal solutions, with the aim of reducing both traffic congestion and CO2 emissions.
Intermodal solutions take a holistic view of transportation services, treating them as an integrated logistics chain
and employing a variety of solutions for the movement of goods from source to destination.

GLOSSARY
EPA
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Again in 2014, there was an increase in suppliers using the sea connections between Italy and Spain to supply the
Madrid and Valladolid plants (Spain) with components produced in Italy. This reduced CO2 emissions by 1,982 tons.
In 2013, for the first time, the Powertrain segment set a target for CO2 emissions reduction through the launch
of its first regular inbound transport flow by train. In 2014, with a view to continuous improvement, the project
was expanded by adding new suppliers in Central Europe to the existing logistics flows, and introducing the first
intercontinental flow by rail, from China to the Bourbon Lancy plant (France). The initiative cut both road and
air transport emissions: the CO2 reduction target of 480 tons was exceeded, reaching a total of 2,521 tons. The
project will be extended in 2015 to a second plant in Europe, Torino Engine (Italy), with an expected 500-ton
reduction in CO2 emissions.

OPTIMIZING TRANSPORT CAPACITY
Optimizing transport capacity is one method CNH Industrial employs to reduce the costs and environmental
impact of transportation. To optimize and streamline the entire process, including in environmental terms, technical
and organizational changes are made to routes and volumes.
Streamlined Delivery is one of the projects launched to realize this objective, outsourcing the collection of materials
destined for CNH Industrial plants to a pool of logistics providers, replacing delivery by individual suppliers through
dedicated transportation services.
In 2011, the project was launched in Powertrain, exceeding its 3% target to achieve a total coverage of 22% in 2014.
In 2015, coverage is expected to reach 24%.
In 2014, the DICIOTTO Project was successfully concluded, begun in 2008 to road-test 18 meter-long tractor/
semi-trailer systems in Italy (the standard length is 16.5 meters). A twice-daily service was launched in November
between a panel supplier and the Suzzara plant (Italy), optimizing the transport capacity and environmental impact
of heavy vehicles, in compliance with stringent safety requirements.

REDUCING NON-REUSABLE PACKAGING AND PROTECTIVE MATERIALS
The planning and standardization of packaging materials, including the use of lighter materials and structures along
with reusable materials, reduces raw material use and waste, and optimizes transport capacity, so reducing CO2
emissions.
In 2014, as part of the World Material Flow (WMF) program, the Agricultural Equipment and Construction
Equipment segments continued to monitor the quantity of cardboard and wood used in consolidating shipments
of materials by sea to plants in North and South America.
In 2014, in the Commercial Vehicles segment, the optimization of packaging continued in Europe and for shipments
to Latin America. This cut the use of wood crates by 29% compared with 2013 (from 10.3 to 7.3 kilos of wood
packaging per cubic meter shipped), reducing wood shipped by about 515 tons.
The Powertrain segment, which adhered to the WMF program in 2013, decided for the first time to focus on the
progressive reduction of non-reusable packaging in shipments from Italy to the plants in Latin America, in favor
of metal crates. It set a wooden crate reduction target of 35% for 2014. Taking into account the other projects
in place, this target was exceeded, achieving a reduction in wood use of 47% compared to 2013, or 637 tons.
Powertrain’s other initiatives focus on optimizing supplier packaging to maximize the capacity utilization of wood
crates in the logistics flow. This is achieved by employing overseas packaging at the suppliers to eliminate the need
for repacking, and by replacing small wood crates with larger ones to maximize the utilization of container capacity.
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PRODUCT ERGONOMICS AND SAFE USE
CUSTOMIZATION FOR EMERGING MARKETS
PRODUCT QUALITY CONTROL
DEALER MANAGEMENT
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CUSTOMER ENGAGEMENT AND SUPPORT

221

INNOVATION RELATED
TO PRODUCT SAFETY

PRODUCT QUALITY
CONTROL

VERY IMPORTANT

PRODUCT INNOVATION
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PRODUCTS

CUSTOMIZATION FOR
EMERGING MARKETS

DEALER MANAGEMENT

IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL STAKEHOLDERS

CUSTOMER ENGAGEMENT
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Material aspect described in chapter. For further details, see Materiality Matrix, page 21.
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2014 STAKEHOLDER INTERVIEWS

ECO-FRIENDLY PRODUCTS

If innovation doesn’t take the
environment into account, then
it will take us backward rather
than forward

CNH Industrial is a global leader in the capital goods sector that designs, manufactures,
and sells trucks, commercial vehicles, buses, special vehicles, tractors, and agricultural and
construction equipment, in addition to a broad portfolio of powertrain applications.
P. Sardo, Slow Food Foundation
Ongoing research into innovative solutions enables the various brands of CNH Industrial
to manufacture products that respect the environment while satisfying customers’
demand for high performance and for reliable, safe, and comfortable vehicles with globally competitive operating
costs. Efforts to minimize fuel consumption and polluting and CO2 emissions, maximize efficiency and safety, and
improve the management of the entire vehicle life cycle are pivotal to meeting the Company’s commitment to the
sustainability of its products.
Given that the use phase of products can generate up to 85% of the CO2 emissions over their entire life cycle1,
CNH Industrial strives to ensure a portfolio of products ever-more eco-designed, performant, and environmentally
friendly, by increasing efficiency and reducing consumption and subsequent polluting and CO2 emissions.
Considering that the current regulations have reduced polluting emissions (i.e., nitrogen oxides and particulate
matter) to the minimum measurable levels, the challenge for the future is to lower CO2 emissions by optimizing
how the energy produced by vehicles is managed.

REDUCING POLLUTING EMISSIONS
Diesel engine combustion produces a series of pollutants including NOx and PM; their levels in exhaust gases
mainly depend on the temperature of the combustion chamber, determined in the engine design phase.
NO x gases are produced at about 1,600°C, while almost all PM particles burn up at high temperatures. A choice
must therefore be made between optimized combustion, producing less PM but more NO x , or less efficient
combustion, resulting in the emission of fewer NO x but more PM. Lower PM levels are achievable with a Diesel
Particulate Filter (DPF), which requires periodic regeneration due to particulate build-up over time, while two
systems can reduce NO x emissions.
The first is known as Exhaust Gas Recirculation (EGR), which recirculates exhaust gases in the combustion chamber
to lower its temperature, thus reducing NOx levels. However, this system penalizes engine efficiency and increases
particulate production, thus requiring frequent DPF regeneration.
The second system is Selective Catalytic Reduction (SCR), which maintains optimized combustion and reduces
NOx emissions through the addition of a reductant (ammonia, obtained from AdBlue). This produces little PM and
requires less frequent DPF regeneration.

FOCUS ON

CURSOR 16 ENGINE OF THE YEAR 2014
In 2014, the Cursor 16 engine won the Diesel Of The Year® award, presented to FPT Industrial for its outstanding
technological innovation and design. The brand created a new 16-liter engine that delivers the power of an
18-liter with the size of a 13-liter. The Cursor 16 excels in power management, combustion efficiency, and low fuel
consumption, reducing Total Cost of Ownership for the customer. With its small dimensions but high power,
the Cursor 16 is at the top of its class and one of the most compact engines in its segment. Suitable for
construction and agricultural equipment as well as power generators, this engine is a new addition to
the Cursor Series, well known for extreme reliability and flexibility. The engine uses High Efficiency
Selective Catalytic Reduction (HI-eSCR) technology, developed and patented by FPT Industrial at
its own research centers to ensure compliance with the stringent Stage IV/Tier 4B and Euro VI
emission standards.

GLOSSARY
ACEA; DMA; EGR; Euro VI;
LCA; NOX ; PM; SCR;
Stakeholders; Tier

(1)

ACEA Position on Life Cycle Assessment, 2012.
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EMISSIONS LEGISLATION
2014 DIESEL ENGINES MARKET

EMISSIONS LEVEL COMPARABLE
TO TIER4B, EUROVI, EPA10

EMISSIONS LEVEL COMPARABLE
UP TO TIER3, EUROIII, EPA04

EMISSIONS LEVEL COMPARABLE
TO TIER4A, EUROIV, EUROV, EPA07

Since 2005, FPT Industrial has developed and introduced an SCR system that cuts NO x emissions by using AdBlue,
a urea and demineralized water solution: the exhaust gases pass through the AdBlue, which reacts in the presence
of a catalyst, breaking down NOx into non-polluting molecules (O2 and N2).
The range of Tier 4A/Stage IlIB products sold in 2014 comprises:
215 agricultural equipment models, up by 61% compared with 2013
111 construction equipment models, up by 22% compared with 2013.
The industry-exclusive ECOBlue™ HI-eSCR exhaust gas after-treatment system, developed by FPT Industrial,
facilitates the compliance of New Holland's T7, T8, and T9 Series high-horsepower tractors, CR combine series,
and the Speedrowers series with Tier 4B standards while maintaining outstanding efficiency and performance.
The ECOBlue™ HI-eSCR system is an evolution of the existing ECOBlue™ SCR system and is protected by
seven patents. It has the highest NOx conversion efficiency in the industry (above 95%), while maintaining or
improving machine productivity. The new engine control unit manages both the engine and the HI-eSCR aftertreatment system by predicting the DEF/AdBlue injection rate for the dosing module. A dedicated closed-loop
system continuously monitors NOx levels in the exhaust gases, ensuring that the precise amount of DEF/AdBlue
is injected during every cycle. The result is a high NOx conversion rate while guaranteeing low fluid consumption.
In 2014, Case Construction Equipment extended its range of wheel loaders with two new models, the 821F and
921F, compliant with Tier 4B emission standards. As with the Tier 4A models, Case equipped both machines
with a Selective Catalytic Reduction (SCR)-only system that treats emissions separately with Diesel Exhaust
Fluid (DEF) and does not require the engine to recirculate exhaust gas. This optimizes combustion and machine
performance, lowers engine temperature, eliminates maintenance and downtime associated with filter replacement
and regeneration, and helps lower fuel consumption. This is all accomplished with excellent throttle response,
unrestricted horsepower, and powerful breakout force for improved profitability and optimal productivity in
wheel loader applications.
The new F Series compact wheel loaders of Case Construction Equipment feature proven maintenance-free
Tier 4B particulate matter catalyst solution, and offer a more compact design and greater breakout force and
lift capacity compared to previous models. The new 21F and 121F models are rated at 58 and 64 horsepower,
respectively, while the 221F and 321F are both rated at 74 horsepower.
GLOSSARY
EPA; NOX ;
SCR; Tier
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FOCUS ON

A RECORD BREAKING COMBINE
In 2014, New Holland Agriculture's CR10.90 combine harvester, the world’s most powerful at 653 horsepower, set a
new Guinness World Records achievement for the most wheat harvested in eight hours: a record-breaking 797,656
tons. On the day the record was set, the CR10.90’s average output was 99.7 tons/hour, peaking at 135 tons/hour, with
an average crop yield of 9.95 tons/hectare. The record was achieved using a mere 1.12 liters of fuel per ton of grain
harvested. The extra-long 10.5 meter unloading auger (used to transfer grain from combine to trailer), and superfast unloading speed of 142 liters/second, accelerated and simplified grain handling. The CR10.90 was also
equipped with IntelliSteer™ fully-integrated auto guidance, enabling an accuracy of 1-2 centimeters and
optimizing the efficiency of the 13.7-meter 840CD draper-header, the key component that cuts the
crop and transports it into the combine for threshing.

REDUCING CO2 EMISSIONS
CNH Industrial strives to manufacture products that have ever-greater efficiency and ever-lower CO2 emissions by:
optimizing consumption and energy efficiency (see also page 199)
increasing the use of alternative fuels (see also page 201)
developing non-conventional propulsion systems (see also page 205)
offering telematics systems that improve productivity (see also page 205)
helping customers to use vehicles as efficiently as possible (see also page 207).
Optimizing Energy Consumption and Efficiency
Optimizing energy consumption and efficiency is essential to all CNH Industrial business segments to increase
product performance and reduce running costs, thus boosting customer productivity.
All CNH Industrial brands are actively involved in optimizing energy consumption. An example of this was 2014’s
creation of an Energy Management function within the Commercial Vehicles segment, accountable for improving
product competitiveness by focusing on the entire vehicle as a single integrated system, so as to reduce Total Cost
of Ownership and increase residual value.
In 2014, in the Agricultural Equipment segment, New Holland significantly upgraded its T4 PowerStar™ Series
tractors, the first in Europe to feature PM Cat (Particulate Matter Catalyst) technology for Tier 4B compliance.
Showcased for the first time in Europe at Cereals 2014, the series also features Common Rail engine technology for
lower fuel consumption and improved operating productivity and efficiency. The two technologies
combined provide up to 13% lower fuel consumption and improved engine response.
New Holland's brand new CR combine harvesters offer advanced harvesting efficiency standards.
They perform continuously, irrespective of variable crop conditions, and the Twin Pitch rotors with
Dynamic Feed Roll increase performance by up to 15%. They feature New Holland's highly efficient
ECOBlue™ HI-eSCR technology, which allows for exceptionally low fuel consumption and hence
reduced operating costs, along with a large fuel tank offering even greater autonomy. The high
capacity of the grain tank, the impressive discharge speed of up to 142 liters/second, and the increased autonomy
ensure constant productivity throughout the entire operation. The CR10.90 model features the Diesel Of The Year
2014 Cursor 16 engine with ECOBlue™ HI-eSCR technology and is Tier 4B-compliant (see also page 197).
Case IH’s Axial-Flow combines are developed and built to deliver efficient and reliable productivity and ease of
operation. A key element is the AFS AccuGuide GPS-controlled auto-steering system, which automatically guides
the combine and is accurate to within 2.5 cm, along with major time-saving features such as the Clean Out function
on the AFS Pro 700 touchscreen. The new Case IH Axial-Flow 5140, 6140, and 7140 combines were enhanced
to meet the requirements of mid-sized plowing and tillage operations. All models offer increased throughput and
productivity, yield the highest grain quality, and reduce losses to almost nil, even under challenging conditions.

GLOSSARY
Common Rail; PM;
SCR; Tier
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As regards the Construction Equipment segment, Case Construction Equipment’s new Tier 4B 821F and 921F
wheel loader models set the standard for horsepower performance within each size class. They also offer the
same fuel-saving advantages of the Tier 4 Interim models. Each machine provides up to a 10% increase in fuel
economy over the previous E Series models. Additional fuel savings of up to 30% can be achieved through a
standard engine-shutdown feature available on each model, allowing the operator to limit engine idle time.
An optional efficiency package provides additional fuel savings with features such as the five-speed lockup
transmission, axles with auto-locking differential, and advanced system programming.
Case’s M Series dozers deliver power and productivity through best-in-class drawbar pull (models 750M
through 1650M), increased horsepower ratings, industry-exclusive SCR engine technology, a hydrostatic drive
system, and an advanced load management system. The latter automatically reduces track speed (increasing
torque) when the load on the blade is greater, and increases it (reducing torque) when the load on the blade is
reduced, ensuring the machine is working at optimal power and efficiency. The engines on models 850M through
2050M, all built by FPT Industrial, incorporate proven SCR engine technology. This offers advantages in terms of
maintenance, since there is no regeneration or diesel particulate filter to maintain, and of fuel efficiency, with some
models delivering fuel savings of up to 14%. Case Construction Equipment was the first-ever heavy equipment
manufacturer to integrate such technology into a dozer to meet Tier 4A standards.
At Conexpo 2014 (Las Vegas), Case Construction Equipment showcased its new Tier 4B-compliant CX350D
hydraulic excavator, featuring hydraulic control and function enhancements delivering significant advances in power,
fuel savings, operation and control, and performance. Indeed, the CX350D offers a cycle time up to 8% faster,
improved digging force and lift capacity, up to 10% greater fuel efficiency, up to 3% greater drawbar pull, improved
responsiveness, and multifunctional control. The new electrically-controlled hydraulic pump controls flow based
on working conditions. The pump flow is controlled by a proportional solenoid valve that calculates optimal flows
at all pressure sensors, which helps improve fuel efficiency, cycle time, and maneuverability. Other features, such
as auto idle, auto shutdown, and boom-down energy save, enable the machine to run more efficiently. The Spool
Stroke Control (SSC) automatically adjusts pressure according to demand during digging operations, while the
electric spool control and boom-down regeneration help save energy and optimize performance.
As regards the transport of goods, Iveco’s New Daily features significant technological solutions to
reduce consumption. With average fuel savings of approximately 5.5% (depending on vehicle version),
fuel consumption can be further lowered on urban cycles, by up to 14%, via the Stop-Start system
included in the EcoPack. Enhanced aerodynamics, especially on van models, reduce the drag coefficient
by 6% (from 0.335 to 0.316). An EcoSwitch function enables driver-operated torque reduction, which
cuts fuel consumption when running without load. The Smart Alternator allows recovering the vehicle’s kinetic
energy when the accelerator is released. The EcoMac enables automatic climate control via an operating logic that
optimizes compressor performance based on the cab’s actual cooling requirements. Lastly, further reductions in
fuel consumption were achieved by introducing friction-reducing solutions such as low-friction piston rings, lowviscosity engine oil, and low rolling-resistance tires.
For passenger transport, Iveco Bus and Heuliez Bus launched their new Euro VI ranges in 2013, completely
redesigned around the Total Cost of Ownership (TCO). The current Iveco Bus range comprises three bus
categories (city, intercity, and tourist) while Heuliez Bus comprises only city buses and, depending on model and
use, boasts fuel consumption savings of 5-10% compared to Euro V vehicles. The TCO is reduced by making
vehicles lighter, more efficient, and even more reliable and easier to service. All components are designed to be
easily and rapidly replaced, and many components are common across the entire range, hence easier to locate
and more competitively priced. Moreover, the adoption of innovative components means much longer
servicing intervals (the Diesel particulate filter may not need replacing for up to four years), keeping the
TCO down. Combustion is more efficient thanks to the HI-SCR system, which improves fuel economy
and cuts emissions. In addition, depending on the model, passenger comfort is enhanced by a 50% noise
reduction, a 10% increase in space on board, and larger window size.
Iveco Bus innovated its Crealis bus to make it suitable for Bus Rapid Transit (BRT), a transportation concept based
on dedicated bus routes and priority lanes to cut traffic and congestion, which has proven to be the most efficient
and cost effective worldwide compared to conventional bus routes and light rail. Iveco Bus, leader in the European
market with over three hundred Euro V buses sold, launched a new Euro VI generation that is even more attractive
and versatile. Available in diesel, CNG, and full-hybrid variants, the new Crealis can be customized according to
more than three thousand styling combinations available as serial options.
GLOSSARY
CNG; Euro VI;
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Alternative Fuels
To reduce the environmental impact of its products, besides through engine efficiency, CNH Industrial is researching
the use of alternative fuels to diesel, and already has a range of vehicles powered by natural gas, biomethane,
biodiesel, and bioethanol.
The main constituent of natural gas (NG) is methane (83-99%) and, for CNH Industrial, its immediate usability
makes it the most promising alternative fuel. Whether in gas form (CNG) or liquefied (LNG), the basic fuel is the
same; what changes is the method of storage, distribution, and use in vehicles. The main properties of natural gas
make it a strategic fuel:
minimal harmful emissions, including particulate matter (practically none) and aldehydes (-50% compared with
diesel)
minimal emission of air pollutants (-50% NOX and -90% PM compared with diesel)
more than 80% fewer ozone-generating agents than conventional fuels
5% fewer CO2 emissions compared with diesel
can be used with current production technologies
renewable source (if derived from biomass)
one of the best well-to-wheel fuels (-24% CO2 emissions).

NATURAL GAS-POWERED VEHICLES SOLD
CNH INDUSTRIAL WORLDWIDE (no.)

Bus CNG (Cursor 8 Engine)
Heavy Range (Stralis CNG/LNG - Cursor 8 Engine)
Medium Range (Eurocargo Natural Power - NEF 6 Engine)
Light Range (Daily Natural Power - F1C Engine)
Total

2014
42
288
36
919
1,285

2013
308
228
65
1,451
2,052

2012
324
164
33
915
1,436

With a fleet including over 22 thousand compressed natural gas vehicles, and many years’ experience in the
industry, FPT Industrial boasts the widest range of NG engines available on the market. Among the technologies
currently available and suitable for NG engine development, FPT Industrial has chosen and developed stoichiometric
combustion, the only cost-effective solution that brings emissions in line with Euro VI standards. Indeed, thanks to
the closed-loop control of the lambda sensor and the use of a three-way catalyst, NG engines can reduce harmful
emissions (of CO2, HC, and NOX ) by 95%.
FPT Industrial’s range of natural gas engines is used for commercial vehicles, buses, and special vehicles. NG engines
are available in the Cursor, NEF, and F1 series, offering customers significant cost benefits over the vehicle’s entire
useful life.

OUR PROJECTS

IVECO AND COCA-COLA TEST NATURAL GAS
VEHICLES IN BRAZIL
In 2014, Coca-Cola Femsa Brazil tested an Iveco 170E20 Tector truck running on compressed
natural gas (CNG) for the delivery of beverages. The engine technology, developed by FPT
Industrial, lowers operating costs thanks to a range of up to 300 kilometers, and reduces polluting
emissions: compared with a similar diesel-powered vehicle, the CNG model reduces NOx
emissions by 86%, particulates by 77%, and CO2 by 25%. An additional benefit of this type
of fuel is the 6 dB noise reduction compared to a diesel engine. According to Iveco, the
truck’s storage system comprises six high pressure cylinders holding up to 126 cubic
meters of gas. These tests are part of an ongoing Iveco project begun in 2011 in collaboration
with different companies, involving two CNG Daily light vehicles, two 17-ton Tectors for
garbage collection, a natural gas-powered bus, and a biomethane-powered Tector.

GLOSSARY
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FPT Industrial’s NG engines are undergoing growth worldwide, including in Emerging Markets, especially for
public transport vehicles. In Beijing, for example, the brand has supplied CNG-powered engines to Beijing Public
Transport Holdings (BPT) for more than ten years. Furthermore, at the beginning of 2014, an agreement was
signed with Iveco Bus in Baku (Azerbaijan) to supply 151 Crealis buses fitted with CNG engines, ahead of the 2015
European Games.
Interest in natural gas among Emerging Markets has given rise to other projects: CNG and biomethane engines were
tested in 2014 in different cities in Brazil and China, with emphasis on urban distribution, passenger transportation,
and garbage collection. CNG engines performed very well in all tests, with low noise levels, low emissions, and
significant savings in fuel consumption.
CNH Industrial’s interest in natural gas (NG) as a fuel goes back many years, as demonstrated by Iveco’s early
investments in research on natural gas propulsion, dating back to before 1988. In that year, natural gas was tested
in heavy-duty diesel engines for the first time, leading to the development of the first-ever methane-powered Daily
prototype in 1995.
The variety of FPT Industrial’s natural gas engines allows Iveco to offer the most comprehensive range of commercial
and industrial natural gas vehicles on the market, giving customers a real choice, from light commercial vehicles such
as the New Daily Natural Power, to the Stralis LNG Natural Power truck.
Above all, natural gas-powered vehicles are ideal for transport missions in sectors such as distribution, short and
medium-long haul logistics, and municipal services such as waste collection and transport. Moreover, electronic
ignition engines reduce noise levels by three to six decibels compared with equivalent diesel engines, making these
vehicles ideal for night missions in residential areas.
In 2014, Iveco launched the new Daily, voted International Van of the Year 2015 for providing “the greatest
contribution to the standards of efficiency and sustainability of the road transport of goods with respect to
environmental impact and safety”. The van is also available with a CNG engine, and its variable-section frame
provides an ideal position for the fuel tanks without compromising the available space in the cargo area.
The wide range of Stralis models, on the other hand, fully meets the demand for NG-powered vehicles.
Manufactured at the Iveco plant in Madrid (Spain) and assembled on the same line as the diesel versions,
the vehicles are fitted with 270 - 330 hp Cursor 8 Natural Power engines. The CNG versions have a total
cylinder capacity of 400-1,300 liters, with a layout customizable according to customer requirements. The
standard version of the Stralis LNG is equipped with four seventy-liter CNG tanks and one 525-liter LNG
cryogenic tank. The natural gas is stored in liquid state, at a temperature of -130°C and a pressure of nine
bar, and is converted into the gaseous state before direct injection into the engine. Natural gas offers both
environmental and economic advantages: a Stralis LNG can reduce the Total Cost of Ownership (TCO) by 15%
compared to a diesel truck. Indeed, natural gas costs much less than diesel and saves up to 40% on fuel cost, which
is the main component of the TCO.
The European Union has set a target of increasing the share of biofuels and alternative fuels in the transport sector
by 10% and 20%, respectively, by 2020. To reach this target, the European Commission has launched several
initiatives, including the LNG Blue Corridors project, aimed at creating a distribution network with CNG and LNG
fueling stations every 150 and four hundred kilometers, respectively. It will link EU member states via four priority
corridors, along which LNG fueling stations will be strategically positioned. The main goal is to promote the use
of LNG in long-distance heavy transport, through 14 new LNG fueling stations, and a fleet of approximately one
hundred LNG heavy vehicles transiting along the four corridors. The project involves truck manufactures, fuel
suppliers, the distribution network, and fleet owners. In 2014, Iveco delivered the first five LNG-powered Iveco
Stralis vehicles that will travel on Italy’s roads, coinciding with Eni’s opening in Piacenza of Italy’s first LNG fueling
station. Iveco and Eni, technology leaders in their respective fields, are two of the project’s 27 partners.
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Natural gas also makes the ideal fuel for public transport, thanks to the low environmental impact
and cut in noise levels. Iveco Bus offers the option of a compressed natural gas-powered buses with a
Cursor 8 CNG engine for all variants (10.5, 12 and 18 meters), Urbanway buses, and Crealis BRT buses.
This Euro VI engine allows transport providers to extend their fleets with CNG buses that use the
same technology as Euro V/EEV vehicles, which provides further advantages to the company's offer by
reducing costs in training and parts. In addition, municipalities can rely on Iveco and Iveco Bus to make the most
out of their CNG investments, by providing the largest gas-powered offer in the market, such as Iveco Daily as
municipal vans and minibuses, Iveco Eurocargo as medium urban delivery trucks, Iveco Stralis as waste collection
trucks, and the Iveco Bus range.
In addition to CNG and LNG fuels, CNH Industrial is also investing in the promotion of biomethane: a biogas
that has been upgraded and adapted to automotive industry standards, and that can therefore be distributed via
the current network. Biomethane also meets the provisions of Directive 2009/28/EC on the promotion of energy
from renewable sources, which establishes a common framework for the use of such energy to limit greenhouse
gas emissions and promote cleaner transport.
With the current availability of technologies enabling the independent production of biomethane,
natural gas engines are also an attractive option for tractors. In fact, exploiting biogas from agricultural
biomass can easily yield 98-99% pure methane. The biogas currently produced on site is used to generate
electricity, but when upgraded to biomethane, it can also be used to fuel tractors, provided they are
equipped with engines suitable for natural gas. The possibility of using biomethane to power agricultural
vehicles has reinforced New Holland Agriculture’s belief that customers can be helped to achieve energyindependent farms.
Work continued during 2014 into research on the T6.140 Methane Power prototype. Over the year, checks were
completed on prototype operation under most operating conditions. The outstanding performance was tested
and confirmed both on the test bench and in the field, thus substantiating the feasibility of this biomethanepowered tractor.
The compressed methane is stored in nine tanks that are perfectly integrated into the overall design, with similar
visibility and operational ground clearance as standard models. The fifty-kilo tank capacity delivers approximately
half a day of autonomy during normal operation, with an additional 15-liter gasoline reserve tank. The tractor’s
simple, three-way catalyst alone ensures Tier 4B compliance, without the need for additional after-treatment
systems. When running on biomethane, the tractor’s carbon footprint is virtually zero, with savings of 20-40%
compared with the cost of conventional fuels.
With regard to new, more environmentally friendly fuels for internal combustion engines, FPT Industrial is widening
the focus of its research to the adoption of several promising renewable fuels, in line with the scientific community’s
latest recommendations and with the needs of major markets.
The term Biodiesel usually refers to methyl esters (also known as FAME), produced through the transesterification
of oils from crops such as rapeseed, sunflower, palm, and soy. All FPT Industrial engines are designed and warranted
for optimal operation with diesel and biodiesel blends of up to 7%, according to EN590:2013 and ASTM D975-12
international standards.
For emission levels up to Euro V and Tier 4A/Stage IIIB, nearly all FPT Industrial engines sold globally are B20 or
B100 compatible, provided that the biodiesel blend meets the requirements defined by standards. Case IH and
New Holland Agriculture, which have been promoting and adopting biodiesel since 2006, approve the use of
B20 biodiesel blends for all new Tier 4A/Stage IIIB ECOBlue™ SCR engines as long as they fully comply with the
latest EN 14214:2009 and ASTM D6751-12 fuel specifications, and operate in accordance with operator manual
guidelines. In 2014, in Europe and North America, FPT Industrial and CNH Industrial carried out operational and
long-endurance field tests on Hi-eSCR Tier 4b/Stage IV engines using a wide variety of fuel blends. The objective
was to verify the compatibility of these zero-emissions engines with FAME blends of 20-100%.
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FOCUS ON

CNH INDUSTRIAL'S COMMITMENT TO PROMOTING NATURAL GAS USE
As far back as 1995, CNH Industrial identified the benefits of natural gas in terms of supply security and reduced emissions.The reduced environmental
impact of natural gas was also addressed during the recent G20 in Brisbane, where the G20 Energy Efficiency Action Plan was approved, the main
objective being to build multilateral cooperation between states on energy efficiency. This action plan confirms the commitment of the world’s most
advanced economies to strategically increase the use of biofuels and natural gas in order to reduce the environmental impact of heavy vehicles.
During 2014, CNH Industrial promoted the use of natural gas as a fuel, actively participating in roundtable discussions and public events, and
meeting with key industry stakeholders. Within the scope of Italy’s Presidency of the EU Council, CNH Industrial organized themed technical workshops
during which the most important regulatory issues and the Company’s innovation priorities were discussed with representatives of the member states. In July,
the Company participated, as a recognized leader in the sector, in the Natural Gas Vehicles Summit 2014, the annual event for the promotion of natural gas
organized by NGVA Europe, the European association supporting the use of natural gas in transport. In October, CNH Industrial was invited to the LNG Puts
Italian Shipbuilding to the Test conference, to speak about LNG in the transport sector. The conference was organized by the World Energy Council, accredited
by the United Nations and one of the energy sector’s most important international organizations. In November, the Iveco Brand President gave a keynote
speech at the Gas Visually event before members of the European Parliament. It was an opportunity for CNH Industrial to explain the strategic role and
importance of natural gas in achieving the objectives introduced by the measures adopted at European level in the transport sector.
The Company also demonstrated its leadership in the field of alternative propulsion at various European initiatives, such as: the European event
dedicated to fleet managers held in Amsterdam; Ecomondo, the international trade fair in Rimini (Italy) dedicated to material and energy recovery and
sustainable development; and Smart Mobility World, the annual sustainable mobility event in Turin (Italy), where methane’s potential for sustainable
mobility in agriculture and transport was put forward. Besides methane, CNH Industrial is also investing in promoting biomethane, a fuel
already compatible with CNH Industrial engines. In December, the Company was present at the first ever Biomethane Day, an initiative
attended by institutional stakeholders and an opportunity to witness, first hand, a concrete example of how biomethane production
can improve the competitiveness of agricultural businesses, drive innovation, and create employment

In the North American market, FPT Industrial has been working on making its Tier 4B engines compatible with
fuel blends up to B10, in line with the ASTM D7467-10 standard, as mandated and implemented in 2014 in the
State of Minnesota (USA).
In Latin America, FPT Industrial has been testing and successfully validating its light-duty and heavy-duty engines for
both on-road and off-road applications, using fuel blends of 7% biodiesel (Brazil) and 10% biodiesel (Argentina), in
line with the respective legislations that came onto the market during 2014.
FPT Industrial is directing the focus of its research on second-generation biofuels, especially Hydrogenated
Vegetable Oils (HVO). At its technical center in Arbon (Switzerland), and with the collaboration of external R&D
and fuel suppliers, FPT Industrial has been performing a detailed evaluation of Euro VI heavy-duty engines for onroad applications, using HVOs as defined in the latest available draft of the EN 15940 specification for renewable
fuels. The operational tests have produced positive results in terms of a potential reduction in both tailpipe and
CO2 emissions. Hydro-treating vegetable oils is a modern way of producing very high-quality bio-based diesel fuels
via dedicated synthesis processes, without compromising fuel logistics, engines, exhaust after-treatment devices, or
exhaust emissions. In addition to such extensive testing and development within CNH Industrial, FPT Industrial has
been involved in several research projects in collaboration with external R&D suppliers and universities, focusing
on the continual monitoring of the rapid evolution of biodiesel technology, and on potential breakthroughs from
the early stages of development.
Considering the wide availability and environmental compatibility of sugarcane ethanol in the Brazilian market,
FPT Industrial has been developing bi-fuel engines running on diesel with blends of up to 40% ethanol, and engines
running on 100% ethanol. These renewable fuels were tested nationwide on machine and vehicle prototypes, both
in agricultural and on-road applications, yielding positive results both in terms of Total Cost of Ownership for end
customers and engine reliability.
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Alternative Traction Systems
The sustainable mobility of goods is the subject of much discussion, especially concerning the last leg of the
supply chain, i.e., the last mile of urban deliveries. In 2011, the European Union recommended reorganizing the
interface between long distance and last mile freights, suggesting the use of low emission urban trucks2. In line
with the European Commission’s recommendation, the Commercial Vehicles segment offers not only natural gaspowered engines, but also diesel-electric hybrid technology for combined goods and passenger transport, and
pure electric drive vehicles for last miles. Hybrid traction can be generated by either an electric or diesel engine,
or a combination of the two. For the transport of goods, Iveco offers its Eurocargo hybrid, designed for urban
distribution and pickups while maintaining high-speed performance and saving up to 30% on urban driving fuel
consumption compared to vehicles with conventional diesel engines.
Since 1990, Iveco Bus has offered a number of diesel-electric hybrid solutions for the transport of passengers. With
the new Euro VI norms in force, at the beginning of 2014 both Iveco Bus and Heuliez Bus brands further developed
their hybrid buses, in both 12 and 18 meter variants. The new full-hybrid buses were enhanced with new features
such as the Arrive & Go system, which allows for fully electric arrivals and departures at bus stops, with no noise
or gas emissions. The environmental impact of this urban passenger hybrid transport system has been
greatly reduced: average fuel consumption and CO2 emissions dropped by up to 35% compared with
an equivalent diesel-only engine. A 35% decrease in CO2 emissions equals approximately 500 grams
less CO2 per kilometer, or a reduction of approximately 25 tons per year for an annual mileage of 50
thousand kilometers (average value for a city bus). Customers acknowledge the excellence of Iveco’s
serial hybrid architecture, as demonstrated by the sales exceeding three hundred units across France, Spain, and
Italy. Among these customers is the RAPT urban transport operator serving the Ile-de-France (Paris) region, which
has committed to drastically changing its bus fleet by interrupting the purchase of diesel buses in favor of hybrid
ones. CNH Industrial, a historical supplier of the operator, has won several tenders with hybrid buses by both Iveco
Bus and Heuliez Bus brands, and is proud to a part of this evolution.
For twenty years now, Iveco has offered electric traction vehicles with close-to-zero emissions, ideal for
urban goods deliveries; the first Daily Electric, in fact, dates back to 1986. In 2015, Iveco will launch its
New Daily Electric, delivering significantly enhanced electric drive features. Particular attention was given
to the choice of batteries, which are lightweight, high-performance, and maintenance-free; furthermore,
all battery parts are completely reusable at end of life. The vehicle has up to 130 kilometers of autonomy
on an urban cycle.
Technology and Telematics
CNH Industrial deploys telematics systems in precision agriculture, in monitoring construction equipment, and in onroad vehicles. This optimizes vehicle use, resulting not only in higher productivity levels, but also in lower environmental
impacts through lower polluting emissions and the accurate dosing of fertilizers, pesticides, and irrigation.
Precision farming management revolves around intelligent farming solutions, and is based on the collection and
application of a series of data to optimize the entire agricultural cycle: plowing, fertilizing, sowing, and harvesting.
Agricultural equipment is fitted with a localization and data transmission system, and with a series of sensors. These
sensors evaluate the composition and humidity of each square meter of soil, and read leaf color to determine
chlorophyll content, which indicates the crop’s maturity and estimated harvest quality and quantity. The
system avoids skips and overlaps when harvesting, and ensures parallel tracking when working either in
curved or straight tracks, on flat or undulating ground. Furthermore, single passes prevent excessive soil
compaction. The system enables operations in dusty environments, in difficult weather conditions, and
at night. The assisted driving system, if present, also provides for hands-free steering, thus enabling the
operator to concentrate on maneuvering the apparatus. The data collected by the telematics system
can assist in planning for maximum crop yields.
Case IH’s Advanced Farming System™ (AFS) products are designed to maximize uptime and make the most of short
field windows during critical seasons. In 2014, Case IH announced its new AFS Connect 2.0™. The system, which
will become fully available in 2015, provides a simple, intuitive view of machine location and diagnostics, features
maintenance and service alerts, and allows for two-way messaging between machine operators irrespective of
location. Not only does AFS Connect 2.0 work on different types of equipment, it can also serve as a central unified
system to monitor, control, and manage critical data for operations involving mixed fleets. Live Time provides AFS
Connect 2.0 users with a real-time view of what is happening on the machine. With a reliable, consistent, one-minute
data update rate, it supplies thirty minutes of Live Time streaming of the dashboard, per day per modem.
(2)

European Commission, White Paper, Roadmap to a Single European Transport Area – Towards a
competitive and resource efficient transport system, item33. /* COM/2011/0144 final */.
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Additionally, the CAN Viewer provides another thirty minutes, per day per modem, of real-time visibility of machine
performance data, also used for remote training and diagnostics. Moreover, users can send messages to the AFS
Pro 700 control center via the system’s web portal, which features a predetermined set of topics for easy operator
selection. The browser interface is simple to use and accessible via desktop, laptop, tablet, or any other remote device.
New Holland Precision Land Management ® (PLM) also offers a full range of customizable precision farming
solutions that help improve yields, control input costs, and increase productivity. Systems such as the IntelliRate®
Section Control and Variable Rate Control are used to eliminate overlaps, increase yield potential, and reduce
waste. Furthermore, PLM ® Connect, provides a connectivity platform between central farm operations and the
equipment fleet, enabling the remote monitoring of multiple machines via a web portal, either from a centralized
office or from a tablet or smartphone device The settings of any given machine can be optimized via an online
portal, and communicated to other fleet operators via the system’s built-in messaging service. Another key aspect
of PLM ® Connect concerns actual equipment use: any machine within a fleet can be quickly examined, hence
decreasing downtime and increasing performance, efficiency, and ultimately profitability. Despite being a 100%
New Holland product, PLM ® Connect is compatible with competitor products and with older machinery, which
means that the system can be integrated into any existing fleet. New Holland’s dealers see to the customization
of PLM ® Connect systems to suit individual customer needs, and PLM ® End User training courses are provided to
customers with more complex systems managing large or multiple fleets.
CNH Industrial has also devised an innovative telematics system for construction equipment, using a
GPS satellite localizer for the remote monitoring of fleet equipment, identifying position and quantifying
usage. This maximizes fleet distribution across construction sites, increasing efficiency and optimizing
consumption and emissions. The GPS display installed in the cab provides the operator with most
operation-critical data. The system enables positioning the equipment more accurately and reducing the
amount of materials to be handled, thus cutting operating costs. It also allows monitoring vehicle status,
facilitating maintenance and technical support.
In 2014, to further empower construction companies to improve productivity, run more efficiently, and
decrease maintenance costs, Case Construction Equipment announced the introduction of its SiteWatch™ iPad
app. Whether in the field, on the road, or on vacation, the SiteWatch app provides business owners and fleet
managers with in-depth performance, productivity, and maintenance data, all conveniently delivered via iPad. The
SiteWatch app provides actionable information to help manage fleet maintenance, optimize machine performance
and use, lower fuel consumption and idle time, and lower total operating costs. SiteWatch employs an on-board
communication device that monitors the machine’s CAN-bus network, and transmits data to a designated user’s
web portal. New Holland Construction, on the other hand, launched its new FleetForce™ iPad app, delivering indepth performance and productivity data via the iPad. This enables fleet managers who are temporarily in the field
or away from their offices to run their fleets more efficiently, optimizing unit deployment and productivity, reducing
maintenance costs, and improving security.
The IVECONNECT system, on the other hand, was realized for on-road vehicles to simplify and integrate
infotainment, telephony, navigation, and driving assistance devices, as well as fleet management services.
The ergonomic interface and the seven-inch touchscreen display make working on board safe, efficient,
and comfortable. The system includes the Driving Style Evaluation software, which provides commercial
vehicle drivers with real-time assistance to optimize fuel consumption. The system analyzes the signals and
data transmitted by the propulsion system, vehicle, and GPS, sending them to the on-board display. It then
provides an overall assessment of the impact of driving style on fuel consumption, as well as tips to reduce the
latter. The fleet version allows for the remote assessment of fuel consumption associated with the driving style
of each fleet driver. The navigator can automatically calculate the best route based on vehicle size and mass, and
provide information on traffic conditions and on the nearest mechanic or dealer. Furthermore, if necessary, the
system can connect to customer assistance with one click, and automatically provide useful information while
receiving indications on the technician’s estimated arrival time. The system is also connected to Driver Attention
Support, which alerts the driver if tiredness is detected (see also page 211).
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Supporting Responsible Use
CNH Industrial’s focus on the customer is not just about the supply of products, but extends to the
way customers use them. Indeed, using a product appropriately - whether for construction, farming, or
transportation - significantly contributes to enhancing its efficiency and reducing emissions. Company
brands therefore offer customers electronic systems, computer tools, and targeted training activities to
ensure the most comprehensive knowledge of products and fuel consumption. Information on the safe
use of CNH Industrial products and behavioral tips to optimize their use are available in every owner and
maintenance manual supplied with each product (see also page 220). In addition to the manual and detailed
information offered to customers by dealers, CNH Industrial provides additional training activities and dedicated
support tools. In 2014, a total of 39,500 hours of training on the safe use of machines was delivered to agricultural
and construction equipment operators.
In on-road vehicles, for example, an efficient driving style can save 5-12% on fuel at a given average speed.
However, driving performance cannot be improved without comprehensive consumption information based on
reliable data. In order to accurately quantify consumption, one must consider many factors, such as the vehicle and
its components, driving style, road and weather conditions, vehicle run-in, maintenance, and load conditions. All of
the above, along with the proper use of on-board devices and telematics, are systematically addressed by economy
driving courses, known as Iveco Driver Training, held at Unetversity (see also page 219). The training courses
are delivered by a qualified Driver Training team with an in-depth understanding of how to get the best from Iveco
vehicles. The courses promote vehicle knowledge based on the ability to predict and anticipate typical driving
situations on roads and motorways, providing professional drivers with comprehensive tips to improve driving style
and reduce fuel consumption. Efficient driving is not only cost-effective, it also conveys a sense of responsibility to
drivers, increasing their awareness and knowledge about vehicle mechanics and telematics supports.
Designed to benefit both drivers and fleet owners, Driver Training courses can be tailored to meet the needs of
both, according to the mission and vehicle line, and are delivered both in classrooms and on the road. Indeed, they
can be delivered to small groups directly at the locations of customers conducting daily missions, using their own
vehicles and semitrailers. Programs, contents, and duration are flexible. Driver Training usually consists of:
classroom sessions - face-to-face, practical, and interactive sessions focusing on the key factors that most affect
fuel consumption. Their aim is to give drivers an in-depth knowledge of how to achieve the best driving style
through the correct management of vehicle-related parameters based on various external conditions
walk-arounds - at these sessions, participants touch the iron, learning how to perform the routine checks required
to keep the vehicle roadworthy, and mastering the layout and deployment of vehicle components
road tests - after acquiring the theoretical knowledge, drivers undergo an assisted road test to verify their actual
driving style improvements. Following trainer instructions, the drivers learn hands-on about different fuel-saving
driving techniques, according to mission and road morphology.
In 2014, Unetversity delivered 11,100 hours of driver training to key accounts, customers, dealer drivers, and
Company demo drivers.
In addition to the driving courses, a Driving Style Evaluation system provides real-time assistance to commercial
vehicle drivers to optimize fuel consumption. Based on algorithms that analyze the signals and data transmitted by
the traction system, vehicle, and GPS, the system provides the driver with two indicators via the on-board display:
an overall assessment of driving style impact on fuel consumption
the main tips to reduce fuel consumption.
The Driving Style Evaluation system can be connected to the IVECONNECT FLEET telematics system. It also allows
fleet managers to remotely assess the fuel consumption associated with the driving style of each fleet driver. Efficiency
levels can be monitored via an advanced and easy-to-use telematics interface. The interaction between the driver,
vehicle, and operating center allows all vehicles to be monitored, providing a real-time assessment of driving hours,
fuel consumption, GPS position, and expected travel time. The customer benefits resulting from the IVECONNECT
FLEET system include a reduction in total management costs while maintaining the same process efficiency.
In addition to training, CNH Industrial offers customers easy-to-use online tools, such as a calculator to
quantify a vehicle’s Total Cost of Ownership (TCO). New Holland Agriculture’s CarbonID™ calculator,
independently certified, allows quantifying the carbon footprint of a farm’s equipment fleet; by entering the cost
of fuel and AdBlue, the tool also provides an estimate of actual savings. Meanwhile, Case IH offers an SCR Fuel
Savings Calculator, i.e., an online tool to quantify savings in running costs achievable with SCR technology.
The hybrid buses by Iveco Bus and Heuliez Bus also feature a driver aid consisting of a highly visible indicator on
the dashboard, which provides instant information on driving style and fuel consumption levels, and tips on how to
optimize the regenerative braking energy to recharge the batteries.
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PRODUCT ERGONOMICS AND SAFE USE
Keeping operators safe while they work has always been a key factor in CNH Industrial’s product design and
development (see also page 147). Indeed, the Company strives not only to set and comply with high safety
standards, but also to direct its innovations according to users’ understanding. The Company’s products are used
as work equipment, hence the simpler the interaction between operator and machine, the
2014 STAKEHOLDER INTERVIEWS
safer the task performed.
Furthermore, construction and agricultural equipment is often used under difficult conditions:
steep slopes and extreme weather require products able to guarantee total safety and
When innovation is truly
maximum comfort, minimizing the risk of human error caused by excessive fatigue. For this
people-centered, products will
reason, all CNH Industrial products are designed to shift the user’s focus from how a machine
automatically be safer
works to how a task is performed, combining ergonomics and comfort for increasingly intuitive
and user-friendly controls. Spacious cabs, effective climate control, and Bluetooth-enabled
radio systems for hands-free calls are some of the features that enhance working conditions
C. Socol, TechPro2 project, China for the operator. Significantly lower cab noise and vibration levels are also essential because
they lessen operator fatigue, especially during long working days and on difficult terrain.
In the Agricultural Equipment segment, all CNH Industrial tractors are fitted with a Falling Object Protection
System (FOPS) to protect the cab and operator from objects falling from above, which is a very common hazard
when working with a front loader or in potentially hazardous areas. Tractors are also equipped with
long-range video cameras, connected to the on-board display, that transfer rear and side view images of
the tractor; this increases safety considerably when operating particularly large equipment or very long
trailers, and avoids the need for the operator to continually turn around to check maneuvers. The owner
and maintenance manuals include an entire chapter on the safe use of each machine (see also page 220).
In agriculture, safety is vital, not only when working in the fields, but also when travelling by road from one
field to another. In this case, technologies such as ABS make tractors safer when on the road by enhancing brake
performance, thus improving maneuverability and enhancing vehicle safety when working at an incline (see also
table on page 211).
In 2014, New Holland Agriculture further enhanced the comfort levels of some of its tractors. For example, the
New Holland Agriculture TD3.50 Series underwent a major upgrade, presenting a new fuel tank design. Safety,
ergonomics, and styling were improved by separating the rear linkage and operator platform with a steel partition
behind the seat. Ergonomics were enhanced by revising the layout of controls, moving the shuttle shift lever to
the left of the steering wheel, repositioning the Lift-O-Matic™ and hand throttle controls for better comfort, and
clustering the design of the draft and position controls, grouping functions for greater ease of use. The foot pedals
were ergonomically redesigned and repositioned, the steering wheel was raised and tilted forward, and the seat
was repositioned to improve operator posture when sitting. Stability was improved by the cast front-axle support,
which is stronger and provides better weight distribution, together with the longer 2,057 mm wheelbase and the
tractor’s shorter overall dimensions.
Safe tractor parking is fundamental as operating conditions can include steep gradients of up to 45%. To this end,
the mechanical park-lock is available in conjunction with the Dual Command™ transmission. This system, featured
on T4 Medium and T4 LP tractors, prevents any forward or reverse creep when parked on steep slopes, even with
a fully loaded trailer. To further enhance safety, it must be manually deactivated before driving can be engaged.
The best-in-class T4 PowerStar™ cab was further enhanced with the addition of an optional, dedicated baler bar,
which is used to mount in-cab monitors such as those for balers and wrappers. Its position to the right of the
operator puts it in the ideal line of sight during operations.

GLOSSARY
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On the TD5 tractor, for maximum operator comfort, the layout of controls is now even more ergonomic and the
new dashboard features vehicle speed and Power Take-Off indicators. The new exhaust position on the A-pillar
provides fully unobstructed visibility, allowing the operator to work with even greater precision.
The very latest New Holland CR combine harvesters include the new Harvest Suite™ Ultra cabin, providing very
high levels of comfort when harvesting. To further enhance ergonomics and comfort, the 3.7 cubic meter cabin
is larger than its predecessor and has a fully redesigned interior. The new CommandGrip™ multifunction control
handle is intuitive to use and allows fine-tuning the harvesting speed to optimize performance. The new control
panel was designed to provide ergonomic and user-friendly controls.
The ultra-wide 26.4 cm IntelliView™ IV color touchscreen puts all key parameters at the operator’s fingertips, and
is mounted on rollers for comfortable positioning. A second, optional IntelliView™ display is available for greater
information and data requirements.
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The new cab also surpasses previous models by offering 6.3 square meters of glass surfaces (7% more than
previous models), that, combined with the floor sloping down into the front windscreen, give excellent all-round
visibility and a clear view of the edge of the header. Three seat options are available to offer increasing levels of
comfort: the standard, wide cloth-trimmed seat; the optional deluxe cloth-trimmed seat with heating and active
ventilation; and the top-of-the-range leather-trimmed seat with extendable vertical travel and automatic weight
adjustment. When harvesting continues into the night, the precision lighting package ensures a clear view of the
entire header and of the field ahead. The auger light ensures unloading precision, while four rear work lights allow
the operator to continue harvesting just as efficiently even after dark. Available HID and LED work lights enable
long distance visibility.
The new Case IH Magnum Rowtrac tractors feature a restyled cab roof as well as new, better-positioned lighting
packages, also found on the 2015 Magnum wheeled tractors, for reduced eye strain when working at night. The
new lighting packages also offer optional LED lights at different intensities, including a 360° LED setup for superior
nighttime operation.
The luxury cab in the Case IH Axial-Flow harvester provides an unrivaled working environment for the operator,
featuring electronically-adjustable mirrors, generous storage space, a semi-active seat suspension option, and a
refrigerated coolbox.

OUR PROJECTS

TAILOR-MADE PROTECTION KIT FOR FORESTRY APPLICATIONS
The new Steyr Multi tractor offers a new protection frame for forestry use, based on a modular concept that can be individually adapted to suit
operating conditions. The levels of protection offered by the forestry frame are thus customizable, guaranteeing maximum safety for both operator
and machine. The basic specification for forest work comprises a sturdy belly pan that protects the engine, transmission and rear axle, as well
as the fuel and hydraulic oil tanks. The engine and hydraulic units are further protected by side guards. The cab frame is supported by four
posts with reinforced mounting points. The new shatter-proof rear window is made of new materials that make the traditional protective
grill unnecessary, and improves visibility of the rear working area, for example when loading or dragging logs. The optional contoured
hood guard was completely redesigned, giving optimal all-round visibility and enough space to use an optional front loader with
a log grapple. The basic model of the forestry frame is equipped with a detachable rearview mirror, movable steps, and steel
cables serving as branch deflectors. In forestry operations, Nokian Multiplus tires are standard; they minimize ground
pressure and damage to the forest soil during work.

The safe use of construction equipment is also greatly supported by ergonomics and comfort of use. With
regard to passive safety, the cabs of all CNH Industrial brand models are supplied with a Falling Object Protection
System (FOPS) against objects falling from above, and with Roll Over Protective Structures (ROPS) in the
event of vehicle rollover. Additionally, the owner and maintenance manuals include an entire chapter on
the safe use of each machine (see also page 220). Lastly, all potentially dangerous machine components
are listed and decaled onto the side of the machine itself. Maintenance activities are performed from the
ground, to minimize the risk of accidents.
In 2014, Case Construction Equipment introduced the new F-Series line of compact wheel loaders.
The new 21F, 121F, 221F, and 321F models feature increased attachment compatibility, new electronic
controls exclusive to these models, and added cab comfort for improved machine performance and reduced
operator fatigue. The two smaller units, the 21F and 121F, are available with two separate loader arm designs – a
z-bar model for greater breakout force when using buckets and similar attachments, and a parallel lift arm for
improved stability and balance when using forks and other lifting attachments for loading and transportation. All
new F-Series compact wheel loaders feature exclusive new electronic controls that increase precision and reduce
operator fatigue compared to mechanical controls. Using simple rocker switches and control dials, operators can
increase engine speed and other operating parameters without affecting travel speed. This improves performance
and productivity when using attachments such as cold planers and brooms, which require low travel speeds and
high RPMs. All four models also feature the Case Automatic Ride Control feature, previously available only on
larger machines, which engages at higher speeds to reduce spillage and machine looping.
New Holland Construction’s 200 Series skid steer loaders and compact track loaders offer the anti-bounce Glide
Ride option, which prevents the arm from bouncing when traveling, ensuring the bucket stays full even on rough
terrain, thus enhancing operator comfort. The optional self-leveling system provides increased attachment control
since the bucket stays parallel to the ground during loader-raising operations, preventing material spillage and
improving precision when handling loads.
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The 200 Series cab is designed for best-in-class comfort and outstanding all-round visibility, allowing the operator
to work with confidence and get more done in less time. The low threshold offers an excellent front view, while
the large side windows give the operator full control over the machine and the critical areas of the wheels and
tracks. The rear window is even larger than before, providing, along with the Super Boom® design, unobstructed
rear visibility. For improved safety, the ample roof window provides a clear view of the bucket at full extension. The
sophisticated design of the 200 Series enables simple, intuitive maintenance, even on the models with advanced
Tier 4 engine technology. Since the main service points are grouped and easily accessible at ground level, daily
maintenance operations can be completed quickly and efficiently. The boom can be locked in the upper position
from inside the cab, allowing such operations to be carried out safely. Moreover, the cab is automatically locked
when tilted, ensuring the operator’s safety.
The new M-Series line of dozers offered by Case Construction Equipment feature a cab-forward design with floorto-ceiling glass doors for industry-leading visibility, right down to the blade. A sloped hood and the operator’s position
in the cab provide excellent ground visibility in front of the machine. Moreover, the M-Series features a sealed and
pressurized cab minimizing the presence of dust and other materials in the operating environment. A significant noise
reduction compared to previous models, down to 75 dBA, lessens operator fatigue, while additional features, such as
the factory-installed radio and environmental controls, make this Case’s most comfortable dozer cab.
As with all Case Construction Equipment machines, all service and maintenance points in the new CX350D
hydraulic excavator are easily accessible. The new operator environment also features one of the largest monitors
in the industry, giving operators real-time access to important performance parameters, such as fuel consumption,
hours of operation, and machine data. It also features a camera for optimal job-site visibility and operator awareness.
The DV209 and DV210 high-frequency asphalt compactors feature a new and spacious operator environment
designed to give operators better work visibility, while the intelligent positioning of controls and monitors makes
the machines easier to control. A new operator station capable of turning and sliding across the entire width of
the cab gives the operator visibility of the drum surfaces, edges, and spraying bars. Large front and rear mirrors
(with optional enclosed cab configuration) help ensure optimal visibility. The new DV209 and DV210 also feature a
color monitor conveniently located in the center of the steering wheel to give operators easy access to important
operational information, as well as controls for speed, frequency, vibration, and sprinkler adjustments. The monitor
remains in the same position even when the steering wheel is rotating, for easy reading and control.
Great care went into comfort in the New Daily, Van of the Year 2014. The interior of the cab was
completely redesigned to make life on board more pleasant. The instrument panel was also redesigned
to improve vehicle ergonomics, while the position and feel of both seat and steering wheel are
comparable to that of a car. All controls and storage compartments are easily within reach, including
five enclosed storage spaces and three cup-holders, plus purpose-designed compartments for
everyday objects such as cellphones and tablets. Sound-absorbing materials improve cabin soundproofing, and the
air conditioning is more efficient to optimize the quality of life on board whatever the load or mission.
Additionally, the IVECONNECT platform offers the driver a complete range of infotainment and telematics
with radio, MP3 player, Bluetooth®, rear view camera, and navigator, activated via a touchscreen built into the
dashboard. The vehicle’s loading platform is 55 mm lower, making loading and unloading quick and straightforward.
The New Daily meets even more stringent safety standards: in addition to the standard Electronic Stability Program
(ESP), the van now features a Lane Departure Warning System (LDWS), shown to be very effective in preventing
accidents caused by distraction or dozing off at the wheel. The New Daily is also equipped with a pushbar and side
protection bars for total protection, developed to improve active and passive safety for vehicles and pedestrians
alike in the event of impact.
The new generation of Daily Minibuses offers all the advantages of the New Daily, but in four different versions
for four main types of mission: long distance, tourist, urban, and school. The driver can depend on reliable safety
systems, such as ESP and LDWS, and on a drive and level of comfort similar to a car. The new seat with lower
H-point and a smaller steering wheel enable better vehicle handling. The new modern design guarantees passenger
comfort, even on long-distance journeys, with an improved air conditioning and circulation system and factoryfitted air suspension.
The new Daily Camper provides the ultimate comfort however long the trip. The ergonomic position of both seat
and controls, the adjustable steering wheel (45 mm longitudinal adjustment), and features such as cruise control
reduce driver fatigue and aid concentration. Wide-angle visibility, both via the windshield and the large, wide-angle
rearview mirrors, ensures the highest safety standards while driving, even with large motorhomes. Further comfort
comes from the electronically-controlled air suspension on the rear axle, providing excellent shock absorption for
a quiet and stable drive.
GLOSSARY
Ergonomics; Tier
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Through its advanced technology and meticulous design, bus and coach manufacturer Iveco Bus ensures
drivers and passengers industry-leading levels of safety. The brand’s ongoing research and development
has resulted in the production of vehicles that surpass safety standards and regulations.
Passive safety is reinforced by the robust bodywork acting as a safety cell in the event of vehicle overturn,
in accordance with European Directive R66, and by the design of the passenger compartment, which was
developed to reduce the risk of injury, and that integrates three-point seatbelts in all exposed areas. Additionally,
the integrated independent front suspension with independent front wheels guarantees outstanding road grip and
perfect directional stability, and minimizes vehicle pitching and rolling. Moreover, coaches for school transportation
are fitted with an alcohol ignition interlock that requires the driver to exhale into a breathalyzer before the vehicle can
be started. Numerous state-of-the-art features (see table below) ensure high levels of active and preventive safety.
Furthermore, the driver’s field of vision on all Iveco Bus buses and coaches is entirely unobstructed thanks to large
panoramic windshields and safety equipment enabling the continual monitoring of the vehicle’s peripheral areas.
External heated and electronically-controlled mirrors, an additional wide-angle mirror on the right-hand side, and
a rearview video camera positioned behind the vehicle are all available as optional. For urban mobility, Iveco Bus
launched an Urbanway with a special focus on the driver area, developed as per the latest standards (such as the
UITP-recommended European Bus System of the Future (EBSF) and designed to enhance ergonomics, comfort,
and safety. The Urbanway‘s driver area is 46 centimeters above ground level, which provides unique benefits such
as long-distance visibility above passenger car level for safety, as well as an elevated position compared to bus
passengers ensuring eye-to-eye contact for security perposes.

ADVANCED DRIVER ASSISTANCE SYSTEMS (ADAS)
Light
Range

ACC

Adaptive Cruise Control

ensures a safe distance from the vehicle ahead via a radar located on
the front bumper, and automatically triggers the brakes when the safety
distance is not maintained

ABS

Anti-lock Braking System

allows the wheels on a motor vehicle to maintain tractive contact with the
road surface according to driver inputs while braking

AEBS

Advanced Emergency Braking
System

alerts the driver to a potential collision and automatically activates the
brakes to help prevent impact or reduce impact speed

ASR

Anti-Slip Regulation

optimizes traction and directional stability under acceleration

BAS

Brake Assist System

reduces stopping distances and increases braking force in emergency
situations. It also incorporates ABS, ASR, and EBL

-

Bi-Xenon headlights

improve night time visibility

DRL

Daytime Running Lights

low-power position lights that remain on during transit ensuring maximum vehicle visibility

DAS

Driver Attention Support

continuously monitors the driver’s attention level. It processes steering
wheel movements and, should any drowsiness be detected, alerts the
driver with an acoustic or visual warning

EBL

Electronic Brake Limiter

automatically varies the amount of force applied to each vehicle brake

ESP

Electronic Stability Program

corrects the vehicle’s trajectory in case of loss of steering control

HH

Hill Holder

provides assistance when starting a vehicle on an incline, preventing it
from rolling backwards for a few seconds after the foot brake is released

LDWS

Lane Departure Warning System

alerts the driver when the vehicle moves out of its lane if the turn signal
is not in operation

TPMS

Tire Pressure Monitoring System

continuously measures tire pressure in each of the vehicle’s wheels,
monitoring it from the dashboard

Heavy
Range

Bus

Tractor

GLOSSARY
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CUSTOMIZING FOR EMERGING MARKETS
As evidenced by the materiality analysis, both CNH Industrial and its stakeholders believe in the strategic value of
the Company’s activities in Emerging Markets. Stakeholders have numerous, high expectations of a global company
such as CNH Industrial; they expect it to be an example of good
practice and to provide guidance in developing regions.
2014 STAKEHOLDER INTERVIEWS
CNH Industrial adopts the same standards and management
systems across all countries in which it operates. Indeed, the WCM
management system has been implemented at all 14 plants present in
Adapting existing products to local
Emerging Markets. However, some aspects are managed according to
requirements is never as effective as
the specific needs of local economies. These regional differences and
designing new products that specifically market-specific aspects were evidenced by the materiality analysis, and
will be considered within their regional context in order to give each
address those requirements
the appropriate emphasis and provide a balanced overall picture.
A significant example of such differences can be found in the guidance
L. Corrêa Carvalho, Associaçao Brasileira
CNH Industrial provides to local suppliers: from requesting the adoption
do Agronegócio, Brazil
of a code of ethics in defense of social issues, to working towards the
best possible management of production sites through the dissemination
of the World Class Manufacturing program (see also page 162). In parallel, the Company also promotes or actively
participates in projects aimed at developing local communities (see also page 114), such as youth training projects,
which have a dual purpose: to develop technical professionals for the Company itself or its service network, and to
give young people the professional skills required by local labor markets (see also page 121).
As for products, CNH Industrial’s approach is to meet market demand by offering products that are
best suited to customer requirements; therefore, when necessary, some product lines are modified or
entirely redesigned on site to better meet customer needs. To this end, CNH Industrial has set up
research centers in Brazil, India, and China (see also page 137), which actively participate in knowledge
employees
development and technology transfer within the Company. These R&D centers, which are managed
by the Product Development and Engineering function, endorse local talent-hiring as well as knowledge
sharing, which occurs mainly through web platforms and IT systems.
Furthermore, Regional Operating Groups were created under the same function to develop products that
specifically meet local needs in terms of technical requirements, assisted maintenance, and lower costs.

+26%
R&D

in emerging
markets

In July 2014, CNH Industrial built and inaugurated a new manufacturing complex in the same area as its previous
assembly plant in the province of Heilongjiang, China. The vertically integrated production site features the latest
fabrication technology and two state-of-the-art painting facilities. Automated Guided Vehicles are used to assemble
and test finished products, so as to guarantee the highest quality standards. Within the complex is a Customer
Center with a spacious showroom to provide support to dealers. In addition, there is a Research & Development
Center, opened in September 2013, which has a dedicated outdoor test track and also houses the engineering team
tasked with designing components and modifications for the domestic market. These facilities are complemented
by the nearby Spare Parts depot and Training Center. The new manufacturing plant will produce a wide range of
product lines: seeders, tractors, combine harvesters, and corn pickers, along with their headers, balers, and hay tools.
It will host a complete line of equipment for the full mechanization of corn, wheat, soybean, and hay production
cycles. Most of these products will be adapted for local conditions or entirely developed for the Chinese market.
In 2014, Case IH launched the Axial-Flow 4000 Series combines, designed to suit the specific needs of Chinese
farmers and offer premium comfort, high capacity, and the unsurpassed grain quality consistently delivered by
Axial-Flow technology. The two models, Axial-Flow ® 4077 and 4088, are produced through global sourcing at the
manufacturing site recently opened in Harbin, providing Chinese farmers and state farms with locally manufactured,
first-class harvesting solutions.

GLOSSARY
Emerging Markets;
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CNH Industrial has a long tradition of actively contributing to the development of Indian agriculture, particularly
through New Holland Agriculture’s advanced products and high quality services, aimed at enhancing the efficiency,
productivity, and prosperity of local farmers. In September, New Holland Agriculture launched the latest Excel
series tractor, the 6010. Fitted with a 60HP 8000 series turbocharged engine, the Excels are expected to satisfy
the more demanding requirements of Indian farmers, such as for higher horsepower tractors to further increase
their productivity. New Holland launched the new tractor in Punjab, India’s largest producer of wheat and a major
rice producer. In 2014, Case Construction Equipment launched the new 96 horsepower 851 EX Backhoe Loader
on the Indian market.
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Designed and manufactured at the Pithampur plant, this backhoe loader is the most powerful model available in
India, and ranks first in the three-model range that also includes the 770 EX and 770 EX Magnum. The reliable and
reputable 96 horsepower 8000 engine, developed by Case’s partner FPT Industrial, delivers powerful performance
and fast response time, enabling operators to maximize productivity. Coupled with exceptional fuel savings (up
to 13%) resulting from the air aftercooler system, this makes the 8000 series the most fuel-efficient engine on
the market. The load sensing hydraulic system delivers maximum power where needed, while the simultaneous
operation of the hydraulic receivers maximizes productivity and minimizes fuel consumption. The hydraulicallyshifted clutches enable the operator to change direction and travel speed during operations, while the control valves
deliver smooth shifts in speed and direction, resulting in seamless and accurate maneuvers.
Case Construction Equipment also upgraded its compactor line-up with the introduction of the 1107 DX
vibratory soil compactor, now also available in Africa and the Middle East. This improved model is available in
three configurations to meet every surface compaction need, and offers high performance and reliability, excellent
productivity, an easy-to-service package, and extended operating life even in the most extreme conditions. The
1107 DX vibratory soil compactor offers high levels of operator comfort and safety. The operator cab is accessible
via a 4-step ladder; a new two-post canopy structure enhances front and side visibility, while the redesigned tilting
engine hood facilitates rear visibility. A front guardrail offers full protection against falls, while the easy-to-read
instrument panel is completely sealed for better protection and features warning lights for clogged filters. The 90°
rotating seat allows the operator to control both the rear wheel and front drum, and is well-suited to jobs requiring
multiple forward and reverse passes. Finally, daily and regular maintenance can be performed at ground level thanks
to the ease of access to all vehicle service check points.
In Brazil, Iveco Bus is known for its public transport solutions. These include models mounted on a chassis
specifically designed for the Brazilian market to meet the demand in the 17-ton vehicle segment, one of the
fastest growing in the country due to the renewal of public transit fleets in large cities. The 170S28U chassis
is manufactured on a dedicated product development platform established for the bus and coach segment at
the Iveco Sete Lagoas plant (Brazil). The two configurations available, urban bus and charter/intercity bus, offer
transport operators greater flexibility during missions.
Moreover, Brazil’s government chose Iveco’s CityClass for its Caminho da Escola program, which provides school
transportation for children, especially those living in rural areas. In collaboration with Brazilian company Neobus,
the Commercial Vehicles segment developed a new school bus by updating its Daily 70C CityClass according to
specific federal government requirements (including on price). The new features include 29+1 or 36+1 passenger
seats, depending on the wheelbase, a modern and streamlined exterior, more spacious interiors, and greater
passenger comfort. In addition, the drive system was specifically designed for Brazil’s rural roads.
Another new model launched onto the Brazilian market by Iveco in 2014 was the medium range Tector 150E21
Economy 4X2 truck, designed, developed, and manufactured at the Sete Lagoas plant (Brazil). The model marked
the launch of the Economy generation, featuring more efficient propellers, which give the new Tector the most power
and torque in its class, and 15% more fuel savings than the segment sales leader. The vehicle maintains the traditional
robustness of the Tector family. With a maximum allowable weight of 15,400 kilos, it has a rigid chassis and is compatible
with any additional equipment.

FOCUS ON

COLLABORATION WITH THE BRAZILIAN GOVERNMENT
Once again, the Brazilian Government renewed its partnership with New Holland Agriculture for the Programa Trator
Solidário in Paranà. The program, started in 2007, aims to give small producers access to agricultural mechanization by
offering products at lower-than-market prices, with savings of up to 16-18%. The machines offered by the brand in 2014
included the TT 3840, TT 3840F, and TL 75 tractors and the TC5070 combine. The program offers particularly good
value for group purchases among three or four producers. New Holland Agriculture is a long-standing partner of
the project, and the only one accredited by the local government, because its products are particularly suited
to Brazil’s geographic characteristics and to soybean and wheat harvesting.
Additionally, Case Construction and New Holland Construction are involved in the Programa de
Aceleração do Crescimento (PAC) to promote growth acceleration.The PAC is a major infrastructure
program of the Brazilian federal government, essentially focused on improving Brazil’s
infrastructure through a variety of means.
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PRODUCT QUALITY CONTROL
Stakeholders identified product quality as one of the key elements within the capital goods sector, emphasizing
the impact of inefficiencies on the perception of both product quality and reliability. Furthermore, product safety
and quality are clearly considered as priorities, to avoid product recall and reputational damage and to improve
competitiveness. In order to overcome inefficiencies, stakeholders suggested assessing the manufacturing process
through quality control and specific key performance indicators (KPIs).
Product Quality Control at CNH Industrial cuts across all Company departments and business segments and
impacts all stages of the product's life, from conception to after-sales management. An effective quality system
helps to improve product behavior and performance during usage to maximize customer uptime expectations
in the field, and is an important factor to drive customer loyalty and increase the Company’s competitiveness. At
CNH Industrial, the robustness of the quality process is supported by the adoption of a quality system compliant
with standards such as ISO 9001 or ISO TS16949, aiming to ensure and drive the continuous improvement of
processes, products, and services through clear targets, responsibilities, and monitoring indicators (KPIs).
Activities concerning quality are overseen by the Quality and Product Support function, led by the Chief Quality
Officer, permanent member of the Group Executive Council. The function’s mission is to:
ensure product quality throughout the entire product life cycle
maximize the input of qualitative knowledge of product behavior into new product development processes
(proactive approach)
drive consistency of quality processes and methodologies across all brands and Regions
optimize results, improving efficiency and speed in providing end user support to meet customers’ quality
expectations.

PRODUCT QUALITY LIFE-CYCLE PROCESSES

GLOBAL PRODUCT DEVELOPMENT

EARLY WARNING

CURRENT PRODUCT MANAGEMENT

The Quality function sees that all quality aspects are built into the product life-cycle, with a focus on:
New Product Quality - by supporting new product development phases through a proactive problem prevention
approach
Current Product Quality - by monitoring product behavior in the field and defining priorities that support solution
development and enable verifying efficiency
Supplier Quality - by ensuring the flawless launch, seamless production, and quality excellence of purchased
components
Manufacturing Quality - by setting quality targets based on benchmarking and performing end-of-line audits from
a customer perspective
Quality Systems - by ensuring central coordination, operational execution, and monitoring through the established
methodology standards of the Company’s quality management system.
Responsibility is shared across Production, Manufacturing Engineering, Quality, Purchasing, and other brand functions,
to ensure the intrinsic quality of all product-related processes while promoting process improvements, flawless
execution, problem solving, and decision making.
In addition, Quality Control is one of the ten technical pillars of World Class Manufacturing (see also page 166),
whose objective is to maintain high quality standards throughout manufacturing processes. The pillar focuses on
achieving Zero Defects, through quality root cause analysis, countermeasures, and performance checks to then
standardize and expand improvements throughout the production process.
GLOSSARY
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Quality control is based on the ability to monitor and measure key quality performance indicators of the
production process. The Quality Assurance Matrix is one of the tools available to guide the process of identifying
the most critical areas of improvement. A detected defect is proactively removed from the next process step.
One of the main KPIs monitored consists of Customer Quality Audit results, based on the testing performed
during the product validation process to validate customer usability. Another important source of information is
the Pre-Delivery Inspection procedure, carried out prior to vehicle registration to ensure the customer receives
a quality-assured product.

CURRENT PRODUCT MANAGEMENT
Global Product Development (see also page 146) ends with the achievement of the Ok to Ship milestone, which
authorizes the shipment of finished products to sales and service networks. The first few months thereafter
are known as the Early Warning phase, in which a specific team is appointed to focus on and quickly assess
product performance by collecting feedback from the service network and internal support functions, in order
to implement required improvements quickly and effectively. After this initial period, the product is considered
as current and its quality control and performance monitoring continues under the responsibility of the Current
Product Management (CPM) process.

CURRENT PRODUCT MANAGEMENT PROCESS
SERVICE NETWORK

REPORTING
OF PRODUCT
ISSUES

CPM PROCESS

HELPDESK

ANALYSIS /
DIAGNOSIS

SOLUTION
FOUND?

NO

ROOT CAUSE ANALYSIS

PRODUCTION PROCESS

SOLUTION DEVELOPMENT
SOLUTION VALIDATION

YES

DIRECT SOLUTION FEEDBACK

SOLUTION FEEDBACK

At CNH Industrial, CPM is a systematic business process designed to maintain and improve the product
throughout its full production life. The CPM team includes representatives from Quality, Engineering, Parts,
Purchasing, Manufacturing and Brand Service, providing resources and expertise. The team has the responsibility
to review all product information channeled to CPM from various sources such as: customer visits, dealer reports
transmitted via product support tools, warranty claims information, and quality reports from manufacturing units
and suppliers. Any product issue reported is analyzed and managed systematically in order to supply speedy
technical resolutions to the production platforms to improve product design or fine-tune assembly methods, so
as to meet customer needs and prevent any issue recurrence. The process is tracked through ad hoc tools.
The steps to resolve issues are in line with the industry’s standard problem-solving process, and can be summarized
as follows: secure a clear issue statement, confirm ranking and root cause, develop and validate a solution and
finally, implement the solution on new models at the factory, as well as develop a service solution, if needed.
The main performance indicators for CPM are Time to Fix (speed of resolution) and No Post-Fix Issues (solution
effectiveness).
Resolution feedback is promptly provided to dealers through structured communication channels, to enable them to
fully support customers using the product in the field. The customers’ perception of quality is also monitored through
recognized tools such as VQS and HTS Surveys (T&B) and internally-driven Quality Tracking surveys.

GLOSSARY
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RECALL CAMPAIGNS
The decision to launch a recall campaign, also known as a Product Improvement Program (PIP), is made by
the CPM team, considering both technical factors and the impact on customers. The CPM team evaluates
the safety aspects of every PIP by using methods such as the Safety Risk Assessment tool. Based on the
index obtained, the CPM team defines whether to launch a specific safety recall campaign. Once a recall
campaign has been approved and prepared for launch, it is released to the network via the Quality and
Product Support structure that, together with Brand Service and Parts and Service, ensures a rapid
completion to minimize customer impact and to maximize customer vehicle availability.
The central Quality function coordinates the implementation of recall campaigns. When the need for a recall
campaign has been identified, the functions that interact directly with customers are engaged, including the
various brand managers and dealers. During recall campaigns that require vehicle repair, CNH Industrial utilizes
different programs to inform customers through various channels on the interventions involving their vehicles.
The Best Service Program, for example, is a tool for managing campaigns that are particularly sensitive due to the
Region or product type. The program offers centralized support to dealers and other commercial entities, and
fosters customer loyalty by reducing vehicle downtime at repair shops. A central call center coordinates activities
and keeps both customers and dealers informed while ensuring spare parts are supplied as promptly as possible.

NUMBER OF RECALL CAMPAIGNS (PIPS)
CNH INDUSTRIAL WORLDWIDE (no.)

Mandatory campaigns
Safety campaigns
Total Products

2014
155
15
170

2013
247
38
285

Mandatory
campaigns
64
52,725
30
13,793
61
127,419
155
193,937

Safety
campaigns
5
6,630
1
195
9
28,237
15
35,062

2012
108
23
113

2014 RECALL CAMPAIGNS (PIPS)
CNH INDUSTRIAL WORLDWIDE (no.)

2014
Agricultural Equipment products
of which units involved
Construction Equipment products
of which units involved
Commercial Vehicles products
of which units involved
Total Products
Total Units

Total
69
59,355
31
13,988
70
155,656
170
228,999

OUR PROJECTS

INCIDENT REPORT
Ensuring CNH Industrial customers safe and reliable products is a key aspect for the Company, so much so that the
Quality Control System process includes a Reporting Procedure for Product Safety Problems that enables both
the service network and all employees to report any product safety issues found. In a dedicated section on the
Corporate Intranet, employees can report incidents involving one of the Company’s brand products. The
reports received are analyzed by the CPM team in line with the CPM process. In addition, to speed
up the reporting of potential safety problems, the service network is provided with appropriate
Incident Reporting Guidelines.

GRI
GA-PR2;
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DEALER MANAGEMENT

2014 STAKEHOLDER INTERVIEWS

CNH Industrial is aware that the dealer and service network provides a gateway for
communication between the Company and its customers. Dealerships interact every day
Having a service network that gives
with the customers who use CNH Industrial products in their work, who need advice on
proper care to the people in its
the best purchasing options and assurance that they are investing the right amount on a
organization is key to a company’s
product that best meets their business needs. This relationship must be one of mutual trust,
so that CNH Industrial customers may rely on timely assistance and on as little downtime
success
as possible, especially in agriculture where harvesting and sowing cannot be postponed.
The dealer network is managed by Region and by brand, with adequate structures in
C. Socol, TechPro2 project, China
place to meet the needs of local markets. The dealer and service network is required to
meet CNH Industrial’s quality standards, which are verified periodically, and to adopt the
Company’s specific dealership development programs. The main goal of these programs is to enable dealerships
to offer the best possible service to its customers, and to foster the creation of a stronger and more competitive
dealer network, thus contributing to their growth.
In 2014 a new Compliance Helpline was established to address questions and concerns regarding CNH Industrial
principles, as outlined in both the Code of Conduct and in other Corporate policies, and applicable laws; the
Helpline is managed by a third party and is also available to entities outside the Company (for further information,
see also page 57).

DEALER NETWORKa
CNH INDUSTRIAL WORLDWIDE (no.)

Agricultural Equipment

Construction Equipment

Commercial Vehicles
Powertrain
(a)

Full-line dealers
Point of sale
Proprietary dealerships
Full-line dealers
Point of sale
Proprietary dealerships
Dealers
Proprietary dealerships
Branches
Full-line dealers and points of sales

2014
2,700
6,600
3
600
1,500
4
639
20
13
93

For each segment, the number of dealers was calculated by brand. 			

DISTRIBUTION NETWORK QUALITY MANAGEMENT
Detailed quality standards are set for each brand and specified in the guidelines enclosed with the contract that
each dealership signs when admitted into the Company’s dealer network. These standards mainly concern:
dealer identity
sales
service
parts.
The identity section provides information on managing the physical appearance of the dealership, including
posters, interiors, and staff uniforms. For all other aspects (sales, service, and spare parts), there is a detailed list of
required facilities (meeting rooms and customer parking areas), compulsory equipment (Information Technology
and a workshop), and the personnel expected. The equipment and KPIs to be monitored for each line of business
are specified as well (response time in the event of downtime, recall campaign management procedures). The
guidelines also concern the training of dealership personnel, indicating the number of hours and types of courses
that CNH Industrial will provide for each professional profile (see also page 219).
The admission of a new dealership into the dealer and service network of a CNH Industrial brand requires an
Electronic Network Action Approval Form (eNAAF). In order to be approved, the eNAAF must receive a green
light from the Dealer Network, Region Sales VP, Service, Parts, CNH Industrial Capital, and Legal representatives,
and possibly from other CNH Industrial legal entities should the dealer be interested in selling more than one
brand. Once the contract is signed, Network Development and dealer agree on a start plan that defines the
timing of all standards to be achieved, while the commercial area and dealer agree on a sales business plan.
GLOSSARY
DMA; KPI;
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Different contacts are assigned to new dealerships entering the CNH Industrial network, to provide guidance
according to their areas of expertise:
sales
service
spare parts
CNH Industrial Capital
network manager.
In addition, dealers may request the support of the Training function that follows the relevant market, and access
many online courses specific to different dealership positions via the Training area.
The contacts, who visit dealerships regularly, are also responsible for communicating any changes in quality
standards based on their area of competence, and for establishing a schedule for dealership compliance.
The dealer network is involved in regular events aimed at involving and providing the sales force with updates on
quality standards.
For any non-compliance identified during an audit, an action plan is established and monitored through follow-ups
(see also page 219).
In parallel with the quality standards set by the brands, CNH Industrial strongly encourages dealerships to pursue
international quality standards, such as ISO 9001: 2008 for quality system management, and ISO 14000 for
environmental management.
Dealer Portal
Once the contract is signed, the dealer’s admission to the dealer and service network is codified, which entails the
creation of a user name and the provision of credentials to access the Dealer Portal.
This web portal connects the global dealer network to CNH Industrial, and provides the tools to manage sales and
after-sales. The Dealer Portal allows dealers to:
order information material
configure a vehicle and draw up a quote for the customer
enter purchase orders
download owner and maintenance manuals
register new vehicle warranties
order spare parts
obtain technical information for repairs
receive authorizations to perform warranty repairs
receive information on recall campaigns.
All activities related to the technical management of products are overseen by Quality, which manages the Contact
Management System (CMS) tool, accessible via the Dealer Portal. The CMS is the primary support system for
any dealer facing an issue with a vehicle or a machine, through knowledge search or technical helpdesk requests.
The CMS allows Quality to collect field information and to identify and solve global product issues in a timely
manner, hence reducing warranty costs and improving customer satisfaction. The System provides extensive
technical information on all products, and specifies how to perform repairs and which tools to use (tools
and diagnostics). It also contains Service Bulletins illustrating how to address recurring problems and recall
campaigns (PIPs), and a repair history for each vehicle or machine. The service network can therefore access
specific technical information on repairs and receive authorizations to perform warranty repairs in real time.
Furthermore, the CMS can identify the frequency of defects evidenced during interventions and provide
the CPM Team with the information needed to immediately launch a recall campaign (see also page 216).
Geomarketing is another tool used by CNH Network Development to monitor the performance of
dealerships in their respective areas of reference. The tool was rolled out to Agricultural Equipment
brands in 13 countries, and to Construction Equipment brands in four. The tool can be accessed by CNH Industrial
and dealers alike, allowing them a reciprocal exchange on potential growth and on specific performance within
their area of reference.

GLOSSARY
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Audits and Incentives
The dealer network is audited yearly, either by CNH Industrial, external agencies, or by the dealership itself
through self-assessments. The audit checklist covers three main areas: sales, after-sales, and spare parts, as well as
specific aspects for each of these areas. Dealerships are evaluated on: competitiveness, organizational structure,
financial sustainability, customer service and satisfaction, visual identity, equipment and operations, administration
and marketing, sales, spare parts, and training participation.
The programs implementing dealer quality standards are monitored and managed via a dedicated system known
as AssessNet-NAT (Network Assessment Tool). This system is used by all CNH brands in the EMEA Region,
and Iveco will join the program in 2015 using the same CNH platform. The AssessNet-NAT software manages
information on all CNH Industrial brand dealers and sub-dealers, allowing each company to continually monitor
their compliance with required qualitative standards, while overseeing the measures planned to meet them. The
system also collects information on every dealership network audit performed and respective results. After
analyzing dealer performance, the system provides an action plan to help improve the weaknesses evidenced by
audits. Audit results determine dealership access to the incentive programs established by the relevant brands.
In fact, every CNH Industrial brand implements incentive programs that are developed in line with global market
strategies, but tailored to meet specific local and regional needs. The main objective of these programs is to
foster business growth among dealerships and the best possible customer service. Some of these programs,
such as Case IH’s Red Excellence Program and New Holland AG’s Top Partner Program, establish different levels of
compliance, offering the highest achiever among dealerships an opportunity to partner with the brand.

DEALERSHIP TRAINING
The Company believes it is very important to build the skills and know-how of all dealership personnel. This is
why, every year, it designs and runs special training programs for technicians, sales people, and after-sales staff,
tailored to the strategies and needs of the brands. Training courses are designed to develop and capitalize people’s
product knowledge, managerial skills, and technical know-how, and to raise awareness of a Corporate identity
built on standards of excellence.
To meet dealer and service network training needs, CNH Industrial created Unetversity, a dedicated training
facility to enhance the knowledge and expertise of its dealers. Unetversity’s training approach aims at improving
the dealer network’s know-how and ability to meet customer demands, from offering products that meet their
actual needs, to performing repairs in a timely fashion.
Unetversity offers customized solutions consistent with current market conditions, and a wide range of training
activities in the languages spoken by dealers and customers. Training courses are provided in many forms, from
traditional classroom lectures to online, face-to-face, or virtual training. Training methods are chosen by the users,
and courses are calibrated according to their actual needs. Moreover, all educational material is designed to be
shared with customers as well, as a tool to be integrated into daily work management.
In addition to training on innovative products, emissions reduction, and cutting-edge services to meet customers’
every need, Unetversity also provided Driver Training courses, especially to Iveco dealers, teaching how to drive
vehicles flawlessly (see also page 207). In 2014, Unetversity provided 90,200 hours of commercial training, for a
total of 288 courses available in 19 different languages, across the Commercial Vehicles segment in the EMEA and
APAC Regions.
Furthermore, over 295 thousand hours of technical training were delivered on vehicles and major units launched
during the year.

GLOSSARY
Audit; APAC
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PRODUCT INFORMATION
CNH Industrial is well aware of customers’ need for as much information as possible on the product they are
about to purchase, and the Company makes such information available through a variety of channels: brand
websites, call centers, the dealer network, and the owner and maintenance manual.
The dealer network plays a vital role in customer relations. Dealerships are, in fact, the main point of contact
customers turn to when making a purchase, for scheduled maintenance, and for all service requests. The service
network is consistently involved in training on safe and correct product use, encouraging good practice among
customers (see also page 219).
In addition, brand websites offer customers specific tools to assess the environmental impact of products, by
calculating, for example, the Total Cost of Ownership (TCO) of a road vehicle, or the carbon footprint of an
agricultural fleet (see also page 207).

OWNER AND MAINTENANCE MANUAL
Each product sold comes with an owner and maintenance manual, through which CNH Industrial provides key
product information to customers, and that is in every respect an integral part of the product itself. The manual
provides extensive information on safe use and on behaviors to minimize environmental impact, such as the
correct disposal of lubricating oils and additives, and efficient product use to reduce consumption and pollution.
The manual contains comprehensive information on:
product identification data
product functions (start-up and operation)
correct product maneuvering
safe product use
human-machine interactions (controls and devices)
on-board equipment
technical features
checks and routine and scheduled maintenance
product approval standards (emissions, noise, electromagnetic compatibility, etc.)
instructions for biodiesel use, if applicable
safe product transportation (for off-road equipment).
Owner and maintenance manuals are compiled as per the ISO3600 standard, and the safety and accident
prevention information contained therein is presented in line with the ANSI Z535 standard. They are available
in all the languages of the markets where the products are sold, in compliance with applicable local regulations.
All manuals and their contents also comply with EU directives specific to vehicle type, such as 2006/42 EC and
2010/53 EC. To improve usability and reduce paper usage (a combine harvester manual can reach 700 A4 pages),
all manuals are available on the dedicated service network webpage on the Dealers Portal (see also page 218).
Repair shop manuals, which can reach up to 5,000 pages, are also available on DVD for the service network.

INFORMATION PROVIDED IN THE OWNER AND MAINTENANCE MANUAL
Agricultural
Equipment

Construction
Equipment

Commercial
Vehicles

Sourcing of components
Presence of substances that could impact the environment
Safe product use
Product disposal
Noise and vibration levels
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CUSTOMER ENGAGEMENT AND SUPPORT

2014 STAKEHOLDER INTERVIEWS

CNH Industrial’s commitment to its customers is a cornerstone of the Code of Conduct,
in which the Company undertakes to fully meet the expectations of end customers,
It is important to have the right
stating that all CNH Industrial executives, managers, and employees shall strive to exceed
product at the right time
customer expectations and continually improve the quality of the Company’s products
and services. Next in importance is the ability to manage customer relations across the
board, ensuring accessibility in the event of information requests and problem reporting,
E. Schnelle, Dealer, USA
as well as clear and timely answers. This aspect is also crucial in laying the foundations
for future success because it provides an understanding of the degree of customer
satisfaction; furthermore, the feedback and suggestions received help identify the changes to be made to existing
product ranges, and the new product lines to be developed to meet future market needs. The Company considers
this aspect important for building trust, while stakeholders view it as an opportunity to improve equipment use
and to limit disruptions in the event of problems.
Commitments, actions, and targets are set out in the Sustainability Plan (see page 44).
As evidenced by the stakeholder engagement results, customer engagement and support is considered important
to build strong relationships and to help customers get the most out of equipment. More transparency in
communications and specific training courses on equipment use are required for customers and dealers.
Stakeholders suggest a more localized approach to different markets by adapting CNH Industrial products
and services to country-specific conditions. In EMEA, a company like CNH Industrial is expected to adapt its
business lines to different market needs. Each country presents different economic challenges and technological
requirements. Stakeholders demand engines with the same power and design specifications, but using different
technology. Moreover, from a customer perspective, dealer skills and training are fundamental. Customers require
high quality and reduced time-to-market, while dealers operate as a critical link between the Company and
its customers. Customers’ involvement in innovation has been prioritized in LATAM, both to tackle the lack
of technical product knowledge and to provide training on the correct operation of engines and machinery.
Moreover, CNH Industrial products target the agricultural and construction sectors, which are crucial to the
development and infrastructures in Latin America. That is why stakeholders emphasize ongoing customer
involvement and support. In APAC, on the other hand, stakeholders demand a more structured approach to
customer engagement. Adequate training programs on the proper operation and best use of machinery are not
usually available to farmers. Consequently, many tractor breakdowns are the result of farmers’ mistakes, low
quality fuel and oil, challenging field conditions, poor maintenance, and intensive use.
Each brand is responsible for managing customer relations and for defining main guidelines. Each Region has a
Commercial Services function that reports directly to the Regional Chief Operating Officer, who is a member of
the Global Executive Committee. Through the brands, the function provides the services required to implement
defined customer strategies.

CUSTOMER RELATIONS
From the initial contact onwards, CNH Industrial interacts with and provides assistance to its customers to give
them an experience that meets their expectations. The Company’s Customer Care departments are dedicated
to developing, managing, and promoting customer service solutions, fostering enduring relationships, and satisfying
customer needs and expectations. Via the brand websites, toll-free numbers, emails, and smartphone applications,
customers may directly request information or make a complaint 24 hours a day, 7 days a week. The Customer Care
staff manages the entire process from initial customer contact to final feedback to the customer, ensuring a resolution
in the timeliest manner. Each and every CNH Industrial brand, Region, and department has a reference person for
each type of information request or complaint, ensuring issues are dealt with as quickly and accurately as possible.
A Compliance Helpline was activated in 2014, i.e., a web platform managed by a third party, enabling customers to ask
questions or report possible violations of the Code of Conduct, Company policies, or applicable laws (see also page 57).
CNH Industrial’s Customer Service centers work in close collaboration with brands, dealers, technical services,
quality and other functions, providing services in the following areas:
Customer Relationship Management (pre and post-sales): aimed at managing the overall customer experience
by ensuring a direct and effective communication channel to assist customers with accurate and timely inquiry
feedback and complaint management
Lead Qualification (pre-sales): set up to enable interaction with customers and deliver a caring professional
service while collecting customer feedback and measuring customer satisfaction with the services offered
Breakdown Assistance and Assistance Non-Stop (post-sales): services designed to intervene by any means to
ensure minimum downtime in the event of a breakdown.
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Customer Relationship Management (CRM) effectively manages and facilitates customers’ cross-channel
exposure, transaction, and interaction with a company, product, brand or service through designed methods
and processes throughout the entire life cycle of a product. At CNH Industrial, the customer experience should
be positive, respectful, and attend to the needs and expectations of the customer purchasing new machinery.
The complaints received through the CRM are organized by type or category, and assigned a target date or
objective for completion. Most product complaints have an eleven-day target for completion. If a case goes
beyond the target date, the Customer Relations manager reviews it and decides whether to escalate. Escalation
usually involves external company resources, such as field services or dealerships. Customers who have filed a
complaint are invited to take part in a phone survey.
Lead Qualification is a process through which the sales leads gathered via brand websites are verbally qualified
and assigned to the appropriate dealer. Before this assignment occurs, all leads are contacted via phone to confirm
their dealer contact request. A follow-up call is made five days after qualification to confirm that the customer
has been contacted.
Breakdown Assistance (BDA) intervenes in case of vehicle breakdown for Agricultural Equipment and
Construction Equipment customers, to ensure that all necessary steps are taken to limit downtime as much as
possible. Through BDA, equipment failures reported by customers are notified not only to the dealer but also to the
brands, so that the latter may also help resolve the problem. A dedicated Parts Shipment and Delivery team oversees
the location and delivery of parts, including overseas shipments. The BDA service tracks customers until all issues
are resolved, allowing them to get back to work as soon as possible. In NAFTA and LATAM this process is carefully
monitored; furthermore, once the issue has been solved, dealer and customer satisfaction surveys are carried out to
evaluate service and process performance, measured in hours of Total Vehicle Downtime (see table on page 223).
Assistance Non-Stop (ANS) ensures a round-the-clock, 365 days per year service to Commercial Vehicles
customers. Established to provide instant technical support for vehicle problems, the service is operational across
31 European countries, and is available in ten languages. All employees working within this service receive specific
training and regular refresher courses. As soon as the customer and vehicle are identified and located, every
assistance request is managed by an operator who carries out a pre-diagnosis of the problem. When the fault
has been verified, the operator contacts the nearest mechanic, who is directed to the breakdown site. The
operator continues to monitor the process until the repair is complete, assisting the mechanic, if needed, and
keeping the customer updated until the vehicle is released. The Customer Center shares a database with relevant
departments that lists faults by number and type, and matches them with the faulty model and duration of the
breakdown. The ANS service can be contacted via a universal toll-free number or through the IVECONNECT
system (see also page 206). In the event of a breakdown, the IVECONNECT system allows the driver to contact
the Customer Center directly from the vehicle by sending an automatic breakdown assistance request. In turn, the
Customer Center sends the driver regular updates on the status of his request and the estimated time of arrival
of assistance, all directly through the on-board telematics system. The Customer Center can activate the nearest
mechanic through ANS Mobile, an application available on Android and Blackberry devices, which can locate the
nearest mobile repair van and its movements using GPS.

TRANSPARENT COMMUNICATION

GLOSSARY
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CNH Industrial recognizes the social role played by advertising, and advocates positive and responsible values
and conduct across all forms of communication. In 2013, the Commercial Vehicles segment released the new
Charter for Ethical Advertising to promote responsible marketing and advertising in the markets in which it
operates. Based on the applicable legal and advertising standards in these markets, the Charter sets out the basic
principles of communication for those working in or with the segment, including advertising agencies. The Charter
centers on three core values: respect for the customer, both personally and professionally; fairness and integrity in
communicating and passing on product information that is accurate, truthful, and clear; and commitment to offering
useful solutions to customers through the goods and services provided. The central role of the customer drives the
business ideology of the Commercial Vehicles segment. Designed as an operational tool, the Charter uses clear,
concise language to facilitate its application across the segment.
Moreover, the Iveco brand is an active member of the European Advertising Standards Alliance (EASA) and of the
Utenti Pubblicità Associati (UPA), an Italian association of major companies investing in advertising and communication
that supports the Istituto di Autodisciplina Pubblicitaria (the Institute for Advertising Standards).
In 2014, no significant final rulings (as defined in the paragraph on Significant Final Rulings on page 62) were
issued against the Company for non-compliance with regulations or voluntary codes concerning marketing
communications, including advertising, promotions, and sponsorships.
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CUSTOMER DATA
As stated in the Data Privacy Policy, CNH Industrial strives to protect values such as confidentiality and personal
data protection rights, in compliance with applicable laws. CNH Industrial processes customer databases for
each brand through a single central system, adopting a unified approach for all brands and markets. The central
database provides an integrated view of the customer information supplied by the different sources, and supports
the operational management of both customers and leads (entered into the system by the brands or directly
by dealers) in terms of distribution and follow-up. It also includes other information such as customer service
interactions, requests for information, breakdown assistance, lead management, surveys, and anything else that
may involve the customer. All information can be accessed by the marketing teams to create advertising campaigns
and generate lists of sales prospects. In 2014, no significant final rulings (as defined in the paragraph on Significant
Final Rulings on page 62) were issued against the Company for non-compliance with regulations regarding
customer privacy and loss of customer data.

CUSTOMER SATISFACTION
Through extensive planning, execution, and evaluation of activities, Customer Relations Management aims to
design, operate, and coordinate multiple interaction touch-points to deliver a real brand experience to the
customer, and to define guidelines on how to listen to customer input and monitor satisfaction levels to improve
the quality of the services offered.
Indeed, the Company continually monitors results and customer satisfaction levels, inviting every customer who
has ever received assistance to participate in follow-up surveys.
Agricultural Equipment and Construction Equipment brands closely monitor specific factors at their
customer service centers to ensure ongoing service improvement. These factors include response time, vehicle
downtime, satisfaction with Breakdown Assistance, and information and compliant management. Customer
satisfaction assessments are usually performed via an Internet survey recommended to every customer who has
submitted an information request, and their frequency depends on the services offered.
To this end, other projects are carried out as well, as for example the Red Select and 5 Star Surveys in NAFTA. They are
managed directly by Customer Care, each consisting of three different surveys carried out during the first months after
a purchase, to measure customer satisfaction with regard to both product and buying experience. Customer feedback
is passed on to the relevant departments, providing opportunities to improve customer satisfaction and identify early
trends. The results of these surveys are consolidated and submitted to the marketing research teams on a monthly basis.
Commercial Vehicles brands assess customer satisfaction with the ANS service (see also page 222) 72 hours
after service delivery. The general level of satisfaction with the service is assessed based on three elements: the
telephone service or call center, the on-site assistance, and the service dealer (winch or tow). Assessment results
lead to a plan of action to be implemented by field services.

CUSTOMER SERVICE PERFORMANCE INDICATORS
CNH INDUSTRIAL WORLDWIDE

EMEA
150,380
18

NAFTAa
74,898
36

LATAM
18,494
8

Vehicles repaired within 48 hours (%)

54

41

79

Customer participation in satisfaction surveysc (%)
Satisfaction index (Scale 1-10)
Information quality
Complaints
Breakdown Assistanced
Commercial Vehicles
Contacts managed (no.)
Average Call Center response time (seconds)

31

4

n.a

7.6
6.3
n.a

5.7
5.2
9.2

n.a
n.a
8

74,569
40

-

63,891
20

Roadside repair under 2 hours (%)

75

-

72

Customer participation in satisfaction surveyse (%)
“Satisfied” or “Very satisfied” customers (%)

40
97

-

35
95

Agricultural Equipment and Construction Equipment
Contacts managedb (no.)
Average Call Center response time (seconds)

(a)
(b)
(c)
(d)
(e)

Commercial Vehicles are not marketed in NAFTA. 			
Breakdown Assistance contacts are not included. 			
Based on customer information and complaint survey data.			
Data no longer collected in EMEA due to data protection legislation.			
Survey carried out to objectively evaluate and measure customer satisfaction with the Assistance Non-Stop service in case of vehicle breakdown.		
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CUSTOMER FEEDBACK PROCESS
The Market Research department manages CNH Industrial’s market research projects worldwide. It defines
the objectives of each assignment in collaboration with internal customers (mainly Marketing and Product
Development), and achieves them by applying dedicated methodologies to collect customer feedback and
suggestions. The approaches used include in-depth interviews, focus groups, computer aids, telephone interviews,
web surveys, and product tests.
Integrating Feedback into Product Development
CNH has always considered the customer’s opinion as a fundamental basis for developing new projects and for
defining a customer-oriented brand strategy. To meet these targets, the marketing research organization, both
globally and regionally, supports all business units through market research with the aim of gaining and collecting
customer inputs to use in future product developments.
Through various projects, the Market Research department compiles key information on:
specific customer needs, based on different geographical, economic, and cultural backgrounds
possible issues customers may encounter during product use
customer interest in new solutions and features
general brand perception.
All results are fully integrated into the Company’s processes in order to build brand strategies in line with customer
needs, and to provide them with the best-in-class products and services required for the growth of their businesses.
Customer research complements the global product development process, with emphasis placed on incorporating
customer needs and preferences early in the design stages. Research teams work closely with internal clients on
both brand and technical sides to design projects that accurately and efficiently elicit customer input.
Research project methods vary based on the strategic questions to be addressed. The Company leverages leadingedge tools to effectively capture information and make the experience of participating in research a positive one.
Research findings are incorporated into the product design process, creation of business cases, and overall strategy
to ensure development and execution are customer-driven.
Through Customer-Driven Product Definition (CDPD), CNH Industrial customers actively participate in
the development and testing of new models. CDPD consists in: visiting and collecting feedback from customers,
analyzing their suggestions, meeting with product platform teams, customer testing on new model prototypes
followed by a comparison of their main features, and, finally, integrating customer suggestions into final product
specifications. All of these stages lead to product designs that not only ensure optimal performance and efficiency,
but also meet the needs of the customers who work with CNH Industrial vehicles every day.
CNH Industrial also tracks parts’ usage to support the Breakdown Assistance program (see also page 222). Usage
is organized by product range for the current month, the last three months, and the year to date, and is passed on
to the Company’s Quality units on a monthly basis. By reviewing the data, the Quality units can identify developing
trends and if previously identified and corrected trends have been addressed.
In the Powertrain segment, customer relations are managed by a new Technical Service and Customer Solutions
function, which is guided by the Continuous Improvement Process (CIP). Through the CIP, customer
feedback is received, analyzed, and then shared across the organization as a learning source. When applied to
the Company’s operations, this translates into the careful analysis of processes throughout their various stages, in
order to identify and fine-tune the small, gradual, yet continuous improvements to be made. The CIP ensures the
customer’s voice is heard throughout the Company, allowing for the development of ever-more effective solutions
that anticipate customer requirements and optimize the product range.
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SUGAR CANE HARVESTER CAMP IN MAURITIUS
In 2014, at the Africa Sugar Cane Harvester Camp in Mauritius, Case IH presented its high-power agricultural equipment
solutions for the sugarcane industry. The event was well attended by representatives of major Corporate customers
and large agro-industrial farms operating in the sugarcane and bio-ethanol sectors in several African countries, including
Sudan, Mozambique, Tanzania, Kenya, Zimbabwe, Nigeria, and Sierra Leone.
Mauritius was an ideal location to host the in-field demonstrations as sugar has been cultivated on the island for nearly
four hundred years and remains one of the pillars of the country’s economy. The tropical climate is particularly well
suited to cultivating sugarcane, with high temperatures all year round, heavy rainfall, and plenty of sunlight during the
growing season. However, the volcanic nature of the island means the stony soil needs regular de-rocking, requiring
robust, reliable equipment to run non-stop throughout the entire harvesting season, from June to December.
The Sugar Cane Harvester Camp gave attendees insights into advanced farming practices for large-scale sugarcane
production, along with presentations of Case IH’s product offering. Attendees also had the chance to test-drive Case IH
sugarcane harvesters and high-horsepower tractors during actual, in-field operations.The Camp was organized by Case
IH in collaboration with its local dealership and with the support of the local contracting company, a Case IH customer
for more than 40 years, which provided the demonstration machines.
The Sugar Cane Harvester Camp demonstrates the brand’s continued commitment to the sugarcane industry.
Case IH offers the high-capacity Austoft 8000® Series, built to perform well under demanding workloads; and the
Austoft® 4000 Series, specifically designed for small to medium-sized landholdings, but also delivering versatility and
excellent maneuverability for big plantations where row spacing is reduced. A few of the innovative features found on
these machines are outlined below.
The SmartCruise adjusts the engine’s revolutions according to load demand without the performance losses associated
with hydraulics, and with consistently lower fuel consumption (around 20%), longer engine life, and reduced downtime
for maintenance. This is crucial for most customers as they need to run harvesting operations 24/7, with some
sugarcane harvesters working more than seven thousand engine hours per season. The unique Antivortex
system improves the removal of extraneous matter, and reduces cane lost through the extractor fan.
The Auto Tracker automatically adjusts the harvester’s base cutter height through sensors in the
hydraulic suspension system, reducing sucrose losses by up to 33% and root damage by 27%, so
safeguarding the following year’s production.

FINANCIAL SERVICES
CNH Industrial Capital offers a range of financial products to dealers and customers in the various Regions in
which it operates. Its goal is to maximize CNH Industrial sales by serving the brands with tailored financial solutions
while securing an appropriate level of profitability defined in terms of Corporate equity remuneration. As a captive
business, CNH Industrial Capital depends on the operations of Agricultural Equipment, Construction Equipment,
and Commercial Vehicles, and its geographical presence is consistent with the industrial footprint of the Company.
In 2014, the total managed portfolio reached approximately $27 billion with contributions from all Regions. The
main products offered consist in wholesale financing to dealers, and retail financing for the purchase or lease of
new and used equipment and vehicles. CNH Industrial Capital serves more than 500 thousand customers and
three thousand dealers worldwide, with a staff of around 1,300 employees.
During 2014, CNH Industrial Capital implemented a unique global structure in continuity and legacy with the
pre-existing CNH Capital and Iveco Capital organizations. A significant effort was made to adopt a common
and unified framework of operations consistent with CNH Industrial’s internal Governance (Code of Conduct,
Transparency, and Data Privacy), and to secure compliance with external regulations. Process standardization
and system integration were carried out in parallel with the adoption of common and centralized credit policies,
representing a significant instrument of governance as well as an essential element to improve both portfolio credit
quality and operational efficiency.
Significant efforts in 2014 went into strengthening the customer selection process, not only as a consequence of
external drivers (such as sanctions, applied on a selective basis up to individual customer level), but also as part
of the continuous focus on portfolio quality improvement. Beyond ensuring the appropriate consideration of
non-economic indicators in the credit approval practice, these efforts resulted in the upgrade of the Anti-Money
Laundering (AML) standards (see also page 59).
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REMANUFACTURING

IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL STAKEHOLDERS

RECYCLING AND RECOVERY

IMPORTANT

VERY IMPORTANT

SIGNIFICANCE TO CNH INDUSTRIAL

Material aspect described in chapter. For further details, see Materiality Matrix, page 21.
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REMANUFACTURING

The circular economy will become a
central issue over the next few years
and, for a business like CNH Industrial,
increasing the level of remanufacturing
means increasing the useful life of
products

As the materiality analysis shows, CNH Industrial recognizes the importance of reusing,
recycling, and recovering components that could otherwise become landfill waste at
their end of life.
Based on the outcomes of the stakeholder engagement activities conducted in 2014,
(see also page 19), in EMEA and LATAM remanufacturing is considered a relevant
aspect. Stakeholders believe it is important to reduce raw material usage and CO2
emissions, cut costs by reusing recoverable materials, thus avoiding waste, and extend
remanufacturing to other sectors. In NAFTA, remanufacturing is an expanding industry
F. Iraldo, Bocconi University, Italy
throughout the USA. However, stakeholders feel that more stringent standards are
necessary to streamline the technical specifications of processes and to ensure reliable
and consistently high quality end products. By regenerating, or remanufacturing, worn
components (cores), CNH Industrial reduces waste, reuses materials, and encourages the recycling of recoverable
materials. Additionally, by avoiding the extraction of new raw materials, it reduces both energy use and the
production of greenhouse gases. Indeed, the reconditioning and reuse of components lessens environmental
impact by contributing to reducing the use of raw materials by about 1,200 tons per year, with a corresponding
reduction in CO2 emissions.
Remanufacturing cores is an industrial process that allows granting the same
standards of operational performance as new products, triggering a virtuous
cycle of savings in raw materials and reductions in materials going to landfill.
This process ensures customers reliability and reduced vehicle downtime at
competitive prices.

+18%

The Parts and Service function leads the overall remanufacturing project in
close cooperation with FPT Industrial for all driveline related parts, and the
function head is a member of the Group Executive Council. There are various
stakeholders involved in the remanufacturing process:
customers
dealerships, which propose remanufacturing solutions, salvage cores, and fit remanufactured parts on vehicles
suppliers, which remanufacture cores and grant the same operational performance as new products
Parts and Service, which manages product portfolio, commercial offer and communication, training to dealers,
and logistics and reverse logistics processes.
Parts and Service manages the overall process, from the collection of cores from dealerships to the stocking and
retailing of remanufactured products to end customers. CNH Industrial offers a full range of original spare parts to
cover the entire life cycle of all products, alongside a broad selection of remanufactured parts. All brands can thus
offer more environmentally friendly products, like-new quality, and good value, since remanufactured parts save
the customer an average 30% on the purchase price.

in range of

remanufactured
components available

As stated in the Sustainability Plan, CNH Industrial’s objective is to ensure that, by 2016, 5-10% of spare parts sales
will consist of remanufactured parts, with variable percentages according to Region.

GLOSSARY
DMA; EMEA;
LATAM; NAFTA;
Stakeholders
GRI
G4-DMA
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Specifically in EMEA, Parts and Service collects cores from dealerships and transfers them to the FPT Garchizy
plants (France), or to one of its certified and approved suppliers. Indeed, the supplier’s knowledge of components
and their design guarantees the efficiency and quality of the remanufacturing processes, while all technological
upgrades currently available on the market are also offered on the remanufactured product.

THE REMANUFACTURING PROCESS

CORE

DISASSEMBLING

CLEANING

INSPECTION

ASSEMBLY

TESTING

COMPONENT
REMAN

IF NOT OK

THE PART WILL
BE RECYCLED
OR DISPOSED OF

Once delivered, cores are disassembled, cleaned, and inspected. After inspection, all unrecoverable parts are
recycled or disposed of. Strict adherence to current laws is guaranteed throughout the process in terms of the
proper disposal of products or parts thereof that are no longer usable and thus discarded.
Core recovery is key to achieving maximum efficiency in the remanufacturing process (the replacement
rate), and is performed by professional experts who ensure final product quality.
Cores are remanufactured using parts that are either new or remanufactured themselves, as per the
original design, technical specifications, and regulatory standards. Finally, the functional requirements of
remanufactured components are certified following rigorous in-house benchmark testing, which gives
customers the certainty of purchasing spare parts offering the same quality, performance standards,
life expectancy, and emissions levels as the equivalent new components. As further proof of their high
quality and reliability, the spare parts remanufactured by CNH Industrial are subject to exactly the same
maintenance intervals and warranty conditions as new parts.
Products are remanufactured for Case IH, New Holland Agricultural and New Holland Construction Equipment,
Case Construction Equipment and for Iveco products. They include a wide range of more than 2,000 parts,
including: engines (blocks or components), transmissions, cylinder heads, turbines, starter motors, alternators,
fuel injection systems, control units, flywheels, clutches, compressors, hydraulic components, and more, available
across the board for all CNH Industrial brand products.
In 2014, the sales of remanufactured parts for the Commercial Vehicles segment increased by over 60% compared
to 2013, demonstrating the potential for expansion, provided the offer is broad enough and marketed to customers
seeking to contain costs.

REMANUFACTURED SPARE PARTS AVAILABLE
CNH INDUSTRIAL WORLDWIDE (no.)

GLOSSARY
Core; EMEA

Agricultural Equipment
Construction Equipment
Commercial Vehicles
Powertrain (engines)
Total

2014
780
220
700
450
2,000

2013
720
180
550
380
1,700

2012
680
160
450
350
1,500

GRI
G4-EN27
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RECYCLING AND RECOVERY
The commitment to reduce the environmental impact of end-of-life vehicles (ELVs) starts in the concept and
design phase, through the selection of easily recyclable components, and continues every step of the way, from the
remanufacturing of worn components (cores), to providing customer assistance in the scrapping of products that
are no longer serviceable, but whose parts are suitable for remanufacturing.

MAIN MATERIALS USED
Material type

Renewable
material

Metals
Polymersc
Elastomersc
Glass
Fluidsc
(a)
(b)
(c)

Non-renewable
materiala

Recoverable
material

Purchased from b
external suppliers

-

As per GRI standards, non-renewable materials are resources that do not renew in short time periods, such as minerals, metals, oil, gas, or coal.
CNH Industrial does not always purchase raw materials directly (see also page 153).
The actual level of recyclability depends on contingent factors such as the technologies available in a given country, chemical compatibility,
and composition details.

In Europe, for all new type-approved models, the European Directive 2005/64/EC (on Reusability, Recyclability,
Recoverability) sets minimum levels of recoverability (95%) and recyclability (85%).
In July 2010, these regulations were extended to light commercial vehicles, hence including some of the Iveco product
range. CNH Industrial monitors and optimizes recoverability and recyclability levels through the International Material
Data System (IMDS, see also page 161), a database containing information on the composition of suppliers’ products.
In 2014, the first product Life Cycle Assessments performed (see also page 146) provided data on exact material
composition and percentage breakdown, as well as an estimate of recyclability rates for each material.
As regards the F1 engine, the recoverability rate is 95% of the total weight, in line with the minimum requirements
of Directive 2000/53. It is, however, a conservative figure considering FPT Industrial’s environmental policies, which
favor the use of materials and design solutions enabling the production of components suitable for disassembly
and remanufacturing.

COMPOSITION OF F1C ENGINE
CNH INDUSTRIAL WORLDWIDE

ALUMINUM

57%

STEEL

12%
OTHER METALS

10%

PLASTICS/LIQUIDS

2%
CAST IRON

57%

GLOSSARY
GRI;
IMDS; LCA
GRI
G4-EN1
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One of the main tools employed within the scope of the Ecoconception project (see also page 146) was the
IMDS, used by the suppliers of Iveco Astra (by some for the first time) to collect comprehensive data on vehicle
composition. This data enabled the brand to assess, from a green procurement perspective, the level of conformity
of the vehicles involved with the regulations in force for light vehicles, particularly Directive 2000/53/CE with
regard to the ban on heavy metals, and Directive 2005/64/CE on vehicle reusability, recyclability, and recoverability.
The IMDS database was also used to identify any Substances of Very High Concern, thus helping to achieve compliance
with the REACH Regulation in terms of reporting obligations (Art. 33) and substance authorization and restriction
requirements (annex XIV and annex XVII). During the year, suppliers were directly involved in a specific project
devised to focus on substances on the Authorization List with a sunset date in 2015, and on vehicle recyclability
and recoverability. The calculation method provided by Directive 2005/64/CE to determine the recyclability of light
vehicles was simplified and applied to heavy vehicles, resulting in a recoverability rate of approximately 93%.

COMPOSITION OF IVECO ASTRA HEAVY DUTY TRUCK
(PERCENTAGE OF TOTAL VEHICLE WEIGHT)

POLYMERS

4%

ELASTOMERS

3%

FLUIDS

6%

OTHER

2%

METALS

85%

The New Daily has already reached and exceeded a 95% recoverability rate. Furthermore, thanks to an
agreement with Fiat Chrysler Automobiles, its end-of-life in Italy is handled through a network of approximately
three hundred authorized agents, duly trained to recycle metals and separate polymers into different categories.
The list of authorized dismantling agents is available on the Iveco website.

COMPOSITION OF IVECO DAILY CAB BY MATERIAL

a

(PERCENTAGE OF TOTAL VEHICLE WEIGHT)

POLYMERS

8.6%

ELASTOMERS

8.9%

GLASS

2.1%

FLUIDS

5.0%

OTHER

0.9%

METALS

77.5%
GLOSSARY
IMDS; REACH
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PERCENTAGE OF RAW MATERIALS RECYCLED

a

(a)

39.3

90.2

92.3

81.0

0.0

34.9

0.0

3.4

13.3

41.2

Steel

Cast Iron

Other metals

Light alloys

Elastomers

Polymers

Fluids

Glass

Other

Average

IVECO NEW DAILY (% OF TOTAL RAW MATERIAL USED)

Data refers to average values for Iveco’s New Daily launched in 2014, as per European Directive 2005/64/EC.

Moreover, all of the Euro V Heuliez buses still manufactured in Rorthais (France) have stainless steel frames and
composite panels. The lightness of these materials allows saving fuel, which reduces pollution. Furthermore, a
recyclable material such as stainless steel allows limiting the use of solvents, while the adoption of composite
panels, identified on the production line by standardized labeling, facilitates sorting and recycling when the product
reaches its end of life.
According to ISO 22628 standards, the bus has a recyclability rate of 88% and a recoverability rate of 94%.

GRI
G4-EN2
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