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Abstract- Execution of 5S methodology in small scale indusgrmain focus of this paper. In order to achieve
main purpose of study, four specific objectivesenbeen defined. First, to understand what is 53?tAeories

of 5S. Second, observe the problems occurred insiniés. Third, implement 5S technique which cdssis
sorting, set in order shines, standardizes andisutst solve that problems. Fourth, sustain tharksthe last is
the contribution of workers for implementation af 5

Index Terms- 5S, Housekeeping, Visual Management, Continuousdugment

1. INTRODUCTION

To remain in business arena it is of upmost importathe 5s s very effective tool for cleaning, sorting

to win hearts of customer though quality and cdst Qrganizing and workplace improvement. This paper

the product or service. It is also crucial to havey only for implementing 5S but also shows the
sustainable production with continuous improvement.qniribution of the workers in 5S.

The present need of the organization is to delingh
quality product through continuous improvement [1],
. . . 2. PROBLEM STATEMENT
Every problem is an opportunity to improve the
process and environment and every problem is also Blowadays small scale industries plays vital role in
opportunity to develop people surround. In order teconomy of India. 5S is very power full tool which
overcome these problems, 5S which is relativelimproves performance of small scale industriesifbut
simple and inexpensive technique for employers tour industry there is lot of obstacles for impleitian
assess the possibility of present and future misineast the 5S. The main obstacle is the mindset of workers
between the skills of their own workers and theiThey are not ready to accept the new things in
working area is proposed. Hirano (1995) explainedthdustry. The same thing is happening in Asara and
that 5s framework was originally developed andsirija industries. Workers are not ready to change
introduced by international consultant and justine their mindset. In this paper we are evaluating each
expert Hiroyuki Hirano [2]. Conditions It is a pre&s worker, according to their performance.
of creating more productive people even employer an
employees and more productive companies through LITERATURE REVIEW
high education, motivation and good practice of 5S. (1)In recent years, the practice of 5S is commonly
involves the creation of a strong corporate culturggeq among the Japanese firms in order to enhance
filled with the spirit of high productivity [3]. 58%vas uman capability and productivity. Since it was
derived from the Japanese words; seiri, seitorsosei jniroduced by Takashi Osada in the early 19808, it
seiketsu and shitsuke. In English, they can behiyug pejieved that applying the 5S techniques could
translated as sort, set in order, clean, standam@ ¢qnsjderably raise the environmental performance in
sustain [11], [12]. There is lacked of housekeepmg ,roduction line including housekeeping, healthesaf
the workshop store room and high cost occurregdny more. The 5S is the acronym of five Japanese
because waste of defects. The main intention &f thjyorgs which stands for seiri (organization), seiton
paper is to execute 5S methodology and measure t@%atness), seiso (cleanliness), seiketsu
performance of workers in Asara and Girija Indestyi (standardization) and shitsuke (discipline) (Suéd
a small scale industry situated at Palus, Maharasht | 54 s.D. Khoo, 2001).(2) Organizing the 5S téam
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an important approach in solving many potentiaDnce the clutter at work areas is eliminated and
problems. In the other hand, the 5S practice is r@maining items and parts are organized nicely, the
technique used to establish; maintain qualitpextstep is to thoroughly clean the work area. It & th
environment in an organization effectively andcomponent that emphasizes the removal of dirt, g@rim
promised the employees to be more self-disciplinand dust from the workplace [2]. Cleaning should
(Pheng, 2001). (3) The critical problems facing byecome a daily activity. Work place should be cézhn
small scale industries while selling their prod 8E at regular intervals [15].

(Small Scale Enterprise) is not having huge finainci 3.4 Standardize (Seiketsu)

backup and therefore they are depending upon thierefers to the practice of standardizing in therking
revenue eared after selling their product. The peod area by developing methods in order to maintain the
sales can only be increased by reducing the casieof achievements of the first three. The workers need t
product (Chakraborty et al. 2011). (4) Chauhanlet aensure their effort to tidy, organize, clean therkvo
(2010) shows the problem to sustain in global markerea and new found disciplines are not slowly lost.
for an organization. Lean manufacturing is hymn oHirano (1995) defined standardize as a result that
survival and success of any organization. The gbal exists when the first three pillars are properly
lean manufacturing is to minimize all types of weast maintained [2]. To establish standards of the best
so cost of the product can be reduced. (5) Hudli arpractice in the workplace and to ensure that the
Inamdar (2010) described the development of kestandards are compiled and to undertaking that the
areas which could be used to assess the adoptbn avorkplace is clean and tidy at all times [1].
implementation of lean manufacturing practice als8.5. Sustain (Shitsuke)

presented some of the key areas developed to ¢évaludhe last step of 5S program is covering the
and reduce the most optimal project so as to emhaniprovement of the methods directed to the adaptati
their production efficiency. of 5S activities as habits by all personnel. Hirano
3.1 Sort (seiri) (1995) stated that sustain can be define as to make
The first pillar of the visual workplace which fasms habit of properly maintaining with the correct
on eliminating and removing all unnecessary itemprocedures [2]. According to Mcbride (2003), thstla
from the workplace that are not needed for curremtillar is requires discipline. Without discipling, is
production operations. Sorting the items is aceaydi really impossible to maintain consistent standarfls

to three categories such as useful, useless aqdality, clean production, and safety and process
unknown. The useless items are disposed immediatalperations at the workplace (10). The task here is
because they just jamming the workplace lead te losindertaken by the leader directors. The directors
of time. For items unknown, the frequency of usinghould explain the importance of 5S to the persbnne
them not clear, they can be kept with monitoring ithrough various trainings and the knowledge of the
order to make a decision by red tag strategy. Tditou personnel about 5S should be kept updated thrdhwegh t
the suitable sorting it can be identified the matey 5S boards to be formed at the workplace [17].

tools, equipment and necessary information for

realization the tasks [13]. Instead of using ong re#. RESEARCH METHODOLOGY

colour tag we used three colours tags red, yelloW a The research method used is effective, exploratory,
blue. The meaning of each tag is defined as per use gnq jllustrative. To study of 5S implementation5&

3.2 Set in order (Seiton) we visit the industry. In this visit manager expli
According to Chapman (2005), set in order procesge current situation of workplace and the probeim
can be defined as essential material and items &fstaining the 5S.after that we started to impleingn
organized in order to minimize wasted employeg,e 55 and proper plan to sustain the 5S. In thiep

motion, walking and material movement. Besides, thajye focused on implementation of 5S and calculating
set in order focuses on creating efficient andotffe  oniribution of each worker in 5S.We used the

storage methods in order to arrange the items a'ﬂﬂlowing steps:

parts, so that they are easy to use. Forming daegu 1. We divide each S in five steps.
workplace, avoiding time loss while searching for o Egch step has one point.

material and so improving the efficiency are theérma 3. According to performance of each worker
objectives [14]. points has been given.

3.3 Shine (Seiso) 4. This analysis is carried out weekly.
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5. We had done this analysis for 4 weeks.

The performance of workers as well as 5.4 Standardize

implementation is increases up to 80-90%.after a)
analysis if the efficiency of worker is more than b)
industry will give best worker award and if the C)
efficiency of the worker is less then industry vglive d)
suggestions to them. We divide each S in five point

and each point having 1 mark. Those points are as e€)
given bellow-

1S is implemented or not?

2S is implemented or not?

3S is implemented or not?

Any new methods or technique implemented
to achieve the 5S?

Consistency of implementation of 3S.

4.1 Sorting: 4.5 Sustain

a) The tagging process is done or not?
b) The unwanted and breaking items (scrap) are
discarded or not?

c) The required material is take place at-6Formula

particular quantity or not?
d) The required tools are properly sorted or not?
e) The inspection tools are settled at proper
place with labeled (marked) or not?

TAGGING PROCESS

(15425435445
Sustain =
4
- i i k
Efficiency =M*1OO

25

Each of S in 5S is implemented by workers step by
step for four weeks and performance is measured

Frequency of o What tobe | Which is given in following table-
Tag Use Priority done
Throw
Less than away or WEEK ONE
Red once per yeal Low store away
or never used from
workplace =
Store nea . S c )
Yellow once per | Average the S| 2 lEgl ¢ | & T 3 |8~
month/week < | B |=o| = |to| 5 = TRQ)
workplace g S 185§ | ¢ 9 o o
Locate ai ) S n E
blue Once per day High the « u
TN workplact 1| 1] 2| 1| 125 625 25
1 2 15 7.5 30
4.2 Set in order N . 1 1 1 1 1 5 20
a) The positions, location of all m/c and TABLE 2
components (work area, path ways mark
with colour) are fixed or not?
b) All items and places are labeled or not? WEEK TWO
c) The tools and material is properly set as per 3
frequency of use in cabinets and drawers ofl 5 | © | c _ | o S £ %)
c | .= < T = c
? x| £ o c = g |os
not~ 5| S|88| = To 4] o oo
d) Safety equipment can be easily accessibleof = | |[P°C | O | 8 %) EE
not? @ u
e) Floor is in good condition or not? 2 2 3 2 | 225 11.2% 45
43 Clean/shi 2 2 3 25| 125 50
.3 Clean/shine
a) Cleaning of m/c (per day) 2 3 2 2] 22§ 125 43

b) Cleaning of tools, material handling
equipment

c) Cleaning of process path, workplace

d) Sweep dust, polishing, oiling is done or not?

e) Consistency of cleaning (use of dustbins)

TABLE 3
WEAK THREE

TABLE 4
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N

= >
— © c
g1E|cg| 2 |5,| 8| T |50
S| 0|92 S A =

n L
1| 4 3 4 3.7 18.7% 5
2 3 3 3.5 175 70
3 4 3 4 4 20 80

WEAK FOUR

N
g1 Elcs| 2|5, |8 | = |5¢
— = 4 = 17 — _OO
$18|65| 6|5 | g | F |&%

n L
1|5 4 4 4 | 425 21.2% 5
2 5 3 5| 450 22.5( 90
3|5 4 4 5| 450 22.5( 90

Table5

The following photographs show the conditions befor
and after implementing 5s respectively. In Asard an
Girija industries, PalysMaharashtra.

Fig.1. Before implimentation of 5S.
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Fig.2. After implementation of 5S.

5. CONCLUSION

The outcome of this paper is execution of 5S inlkma
scale industries as well as calculating the perémte

of worker. The efficient implementation of 5S
technique leads to subsequent improvement in
productivity of the manufacturing plant. The 5S
improves environmental performance and thus relate
primarily in reduction of wastes in manufacturing.
promotes neatness in storage of raw material and
finished products. The 5S implementation leadsho t
improvement of the case company organization in
many ways for instance. This paper shows how to
sustain 5S by maintaining the continuity of worker
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