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Abstract: 

This paper represents implementation of 5‟s in the small scale industry named as Accura-Tech, Shiroli MIDC, Kolhapur. 5‟s is 

the Japanese technique of visual workplace management. 5S is one of the most widely adopted techniques from the lean 

manufacturing. The concept consists of 5 terms namely Seiri, Seiton, Seiso, Seiketsu and Shitsuke. There was extreme need of 

implementation of 5‟s concept in the organization since there was unorganized workplaces, considerable amount of scrap near the 

workplace, improper utilization of space. Hence there was need of 5‟s concept as a solution to these problems. Results of this 

paper represents the benefits of the implementation of 5‟s to the organization. It helps to get rid of from the above mentioned 

problems and improves efficiency of the organization. 
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1. INTRODUCTION 

 

Nowdays to survive in the today‟s competitive market, any 

organization has to deliver best quality product or services. The 

quality of the product or services depends on the methodologies 

employed for the improvement. Concepts such as Total quality 

management(TQM) and its tools, Lean manufacturing, six sigma 

helps to improve quality of the product or services.  Lean 

manufacturing is an operational system that maximizes value 

added, reduces essential support and eliminates waste in all 

processes. 5S is the basic tool of lean manufacturing. It is the 

Japanese concept consist of 5 terminologies Seiri, Seiton, Seiso, 

Seiketsu, Shitsuke. Each „S‟ has its own significance. Seiri 

removes unwanted thing. Seiton ensures “Place for everything 

and everything in its place. Seiso ensures proper cleaning and 

inspection. Seiketsu stands for establishing standards and the 

efforts taken to achieve these standards. Shitsuke is nothing but 

maintaining the consistency in progress achieved by above 4S. 

This paper represents implementation of 5S in ACCURA TECH, 

Shiroli MIDC, Kolhapur. It is the small scale industry. Paper 

represents the benefits of 5S implementation to the organization.  

 

2. LITERATURE REVIEW 

 

5‟s is a stringent technique of maintaining visual workplace 

management & reduces the waste. It is the first stage of lean 

manufacturing. According to Soumya R. Purohit(et.al August 

2015), the goal of Lean Manufacturing is to minimize all types 

of waste or non-value added activity through incorporating less 

human effort, less inventory, less time. She has implemented 

5‟s concept in Sphoorti Machine Tools Private Limited, 

Bangalore, India. Result of her research is increase in 

productivity of the Sphoorti Machine Tools. Shraddha P. 

Desponded (et.al 2015) has implemented 5‟s technique 

inSamsonite South Asia Pvt. Ltd., Gonde-Dumala, 

Maharashtra. According to her, it is relatively a simple 

technique which can be easily applied in any organization and 

the results of it are rapidly visible. Benefits of 5‟s 

implementation to the above organization are increase in 

productivity, time saving in searching the tools, reduction of 

waste. Arash Ghodrati, et.al (2013), has implemented this 

concept in V.M. Auto Pvt. Ltd., Satpur (M.I.D.C), Nasik. He 

found increase in the efficiency, improvised working 

conditions for workers, Process development by cost 

reduction. Sagar D Ghagare(et.al 2017) has implemented 5‟s in 

Harsh Polymers, Kadepur, Maharashtra. He found that by 

implementing 5S, there is improvement in the quality, increase 

in productivity and efficiency of industrial organization. 

According to him, 5S is an effectiveness to manage tools and 

materials which can improve housekeeping and environmental 

conditions.   Swapnil Patil (et.al 2016) has implemented 5s in 

Asara and Girija Industries, Palus, Maharashtra. According to 

him, the efficient implementation of 5S technique leads to 

subsequent improvement in productivity of the manufacturing 

plant. 

 

3. PROBLEM  STATEMENT 

 

The growth of any organization is depends on the policies 

adopted for the improvement. There was a lack of such 

improvement techniques in the Accura-Tech, Shiroli MIDC, 

Kolhapur, a small scale industry. Before implementation of 5‟s 

following problems were noticed. 

1. There was a wastage of time in searching the things 

required for the particular operation. 

2. Required things were scattered everywhere. There was not 

a proper place for such things. 

3. Poor cleaning and disposal system of machine waste. 

4. Lack of awareness in the workers regarding proper 

workplace management. 

 

4. 5’S  AS  A CONCEPT 

 

The 5 „S‟ system consist of five terminologies. 

Seiri (sorting) 

Seiton (set in order) 

Seiso (shine) 

Seiketsu (standardize) 
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Shitsuke (sustain) 

 

Each term has its own meaning and significance. 

 

1) Seiri (sorting) – 

Sorting is the first step removing all the items from the 

working area which are not needed. At this stage it is decided 

what is really needed & what is not. 

 

2) Seiton (set in order) – 

“A place for everything, and everything in its place” is the 

principle of this S. Place items at their point of use and 

improve the workplace‟s visual management. One important 

advantage of Set in order is that everything needed for the job 

is clearly visible. Another objective of this step is to arrange 

the work in such manner that missteps can be easily identified. 

 

3) Seiso (shine) – 

Once the unneeded is thrown away and sorting and set in order 

has taken place, it is now sanitizing phase. Clean the 

workplace thoroughly so that there is no dirt in the workplace. 

The objective of this phase is to identify and eliminate the root 

cause of waste. This step needs to have the full involvement of 

employees to gather the data of what they feel needs to be 

cleaned and how often it should be cleaned. 

 

4) Seiketsu (standardize)- 

After the organizing and cleaning of a production area, it is 

essential that area is maintained. This stage requires that the 

improvement of the previous three phases are maintained. 

That‟s why organization develop standardized procedure, rules 

and expectations for maintaining continuous activity. 

 

6)Shitsuke (sustain) – 

The benefits of the above four phases of 5‟s are powerful, 

visual and easily measured. However, without self-discipline, 

elements for sustainability the success of 5‟s program is brief 

and everything will atrophy or revert to the previous messy 

state. Several Studies identify the fifth phase as the most 

difficult phase to perform of this program. Every employee 

needs to understand the importance of safety, order and 

cleanliness and be willing to take the necessary steps that 

guarantee the prescribed standards are accommodated when 

every square foot of a production floor is assigned to an 

associate then clutter will not build up. 

 

5. METHODOLODY 

 

In order to implement 5s effectively we have formed the 

various zones in the organization. Each zone has its own name 

and is handled by a separate team leader. Formation of zone is 

as follows. 

 

 Zone 01 –Shivneri 

 

 Zone 02 –Panhalgad 

 

 Zone 03 –Vijaydurg 

 

 Zone 04 –Sindhudurg 

 

 Zone 05 –Sinhagad 

 

 Zone 06 -Raigad 

 Zone 07 –Pratapgad. 

 
Photograph .1.Zone formation 

 

Simplification of organization into various zones made our 

task little bit easy. Each „S‟ was implemented inrespectivezone 

effectively. 

 

6. IMPLEMENTATION OF 5’S 

 

6.1 Seiri Implementation 

Seiri means sorting of the things. During the implementation of 

this stage we sorted the things into two categories. 

a) Need 

Things that are essential for that particular machine. Without 

these things working will stop. Such things come under this 

category. 

b) Want 

i. Frequently needed 

Things that sometimes required for a particular machine. 

ii. Excess 

Things which are not required for that machine or operation. 

These things may be useful for some other machine. 

iii. Not Ok 

Damaged things such as worn out tools, inserts come under 

this category. These things should be considered as scrap. 

6.1.1 Seiri Form: 

This form contains the above classification of the things in 

detail for each separate item. 

 

Sorting in Zone 01 

 

 
Photograph.2. Seiri form 
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Photograph.3. Sorting in office 

 

We did sorting in zone 01 and found following observations 

1. Unnecessary files and machine information broachers 

were there. 

2. Damaged stationary items like sketch pens, markers 

etc were there. 

3. Lots of unnecessary documents were found there. 

We had sorted above things according to classification 

mentioned in the section  

 

6.1.2 Seiri Blasting 

Seiri Blasting is the technique of performing Seiri that includes 

carrying out Seiri in all the zones simultaneously.       We 

performed the Seiri blasting in remaining zones in order to 

save the time. Zone 2 to Zone 7 were covered in Seiri blasting. 

 
Photograph .4. Not Ok things 

During Seiri blasting we found most of the NOT OK things as 

shown in above photograph. These things had occupied most 

of the space. Details of above things have mentioned in Seiri 

form. 

Near Makino-1 machine we found no. of allen keys and allen 

key bolts. These allen keys and bolts were comes in the excess 

category in Seiri form. Such hidden things were coming out 

because of Seiriblasting. 

 

 
 

 
Photograph.5. Excessallen keys and bolts 

 

6.1.3 Outcomes of Seiri implementation 

 

1. Unwanted Material is removed from the workplace 

2. More Space is now available for utilization 

3. Workers attitude towards implementation of 5‟s has 

been changed. 

4. Cost that was engaged with hidden scrap is saved. 

5. Strong platform is formed for the implementation of 

next 4‟s. 

 

 
Photograph6. Before 1'S         Photograph7. After 1'S 
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Photograph.8. Before 1'S        Photograph.9. After 1's 

 

6.2 Seiton implementation 

Seiton stands for systematic arrangement. “A place for 

everything and everything in its place” is the objective of this 

“S”. Following improvements were made under this „S‟. 

 

6.2.1 Near Makino 1: 

 
 

 
Photograph .10. Before 2's 

 

Above photograph shows the storage system of tools and 

gauges before implementation of the Seiton. 

 

I. There is wastage of time in searching the tool because 

required tools are not placed properly. 

II. Gauge Board is kept below. It causes bending while taking a 

particular gauge from the board. That means more effort 

required. 

 
 

 
Photograph 11. After 2's 

 

 
Photograph 12. Gauge board after 2's 

 

Solution to above mentioned problems: 

I. Since tools are kept at the fix position, time required for 

searching the tool is reduced. 

II. Gauge Board is now placed above, it is slightly inclined 

and easily accessible as shown in photograph 12. Hence 

bending while taking a gauge is avoided and wastage of time 

in that is also reduced. 

 
Photograph .13. Cleaning Booth before 2's 

 



International Journal of Engineering Science and Computing, March 2018         16535                                                               http://ijesc.org/ 

Initially there was no space for file and air gun holder. 

Workers were keeping files and cleaning clothes above the 

table as shown in above photograph. 

 
Photograph .14. Cleaning Booth after 2's 

 

Now there is cleaning booth near makino-1 and separate holder 

for file, air gun and cleaning cloth. It ensures that everything in 

its place. 

 

6.2.2 Storage of Job files and Machine manuals 

 

 
Photograph 15. File storage before 2's 

 

Above photograph shows the improperly placed documents 

before implementation of 2‟S. There was no proper 

arrangement of the documents used by workers. Workers had 

to go through all the files to find out a proper document which 

was time consuming. 

 

 
Photograph.16. File storage after 2's 

Now there is a separate rack for the files. Objective of this step 

is to arrange the documents and files in such a manner that 

needed files can be easily identified which is one of the main 

reason why the implementation of visual controls is 

encouraged during this step. Also the space under the surface 

plate is get utilized otherwise which would remain unused. 

 

6.2.3 Storage of clothes 

 

 
Photograph 17. Clothes storage before 2's 

 

Above photograph shows the storage space for  clothes of 

workers before 2‟s.This is not a proper space for cloths.These 

things are placed behind the machine therefore consumes the 

space. 

 

 
Photograph 18. After 2's 

 

Since hangers for clothes are made, now more space is 

available for storage behind the machine.Also It improves 

aesthetic appeal of the space behind the machine. 

6.2.4 Outcomes of Seiton implementation 

1. Time required for searching the required things is reduced 

because of proper arrangement. 

2. There is proper utilization of space e.g. space under the 

surface plate, space behind the makino-1 etc. 

3. Workers are motivated to place items at their point of use. 

4. All improvements ensure “place for everything and 

everything in its place”. 

 

6.3 Seiso implementation 

This „S‟ is stands for shine that means cleaning.  Everyone 

wants to do work in the clean environment. Also safe working 

are as are important for the better results. Following problems 

are observed in the organization regarding the cleaning. 
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Photograph 19. Chip disposal before 3's 

 

Initially there was no collection system for the metal chips. 

I. These chips were fallen anywhere in the surrounding 

area of drilling machine. 

II. Even though first two S are implemented, this was the 

bad impression indicating dirt in the workplace. 

 
Photograph 20. Chip disposal after 2's 

 

Now there is proper collecting system for the metal chips that 

are generated during drilling operation.Guide ways are 

provided on the drilling machine, which ensures easy cleaning 

of the machine. 

 

6.3.1 Outcomes of Seiso implementation 

1. Proper cleaning of workplace results in improved visual 

workplace management. 

2. As the tools are always clean and in well condition, quality 

of finished product is increased. 

3. Because of clean working environment efficiency of 

worker is also increased. 

4. Due to time to time cleaning, hazards due to puddles of oil 

etc. are reduced to minimum. 

 

6.4 Seiketsu implementation 

 

Seiketsu means standardization. After implementing first 3‟s, it 

is necessary to maintain the benefits derived by 3‟s. Hence 

standard methods are developed for doing any particular task. 

Workers must follow the standard procedures while doing the 

work. This is the important stage of 5‟s implementation.        

We have prepared standard operating procedures for each 

machines.It helps worker to understand and to follow that 

procedures. We have made the check sheets for taking the 

follow-up of the progress after every week. Every sheet clearly 

represents whether 3‟s is followed regularly or not. 

 

 

 

 
Photograph 21. Standardization 

 

6.5 Shitsuke implementation 

Shitsuke means sustain. After implementation of above four 

„S‟, it is necessary to sustain the process otherwise condition 

might go back to initial condition. Hence to avoid this, internal 

inspection is taken on monthly basis. External inspection is 

also done to ensure effective utilization of 5‟s. For creating the 

awareness about the 5‟s among the workers and to maintain the 

improvements, various boards containing slogans and pictures 

are used.The instructions written on the board helps worker to 

stick to 5‟s. 
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Photograph 22. Awareness creating boards 

 

7. CONCLUSION 

By the implementation of the 5‟s, following results are 

obtained. 

1. Unwanted Material is removed from the workplace 

2. More Space is now available for utilization. 

3. Time required for searching the required things is reduced 

because of proper arrangement. 

4. As the tools are always clean and in well condition, quality 

of finished product is increased. 

5. Cost engaged with hidden scrap is saved. 
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