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· The Present Government is in the process of critically examining the economic growth strategy. The government has been advised to shift to production led growth from consumption led growth strategy.

· Japanese economy, based on production  led growth, is one of the strongest economies of the world. Only USA has a higher GNP. The Japanese business philosophy emphasizes on improvement in workplace environment besides continuous improvement in personal, home and social lives; specially continuous improvement at gemba- place where things are really made and where efficiency and effectiveness matter.

· The major management theory of Japanese business philosophy is Kaizen which is further supported and strengthened with newly conceived 5S Japanese Best Practices. Both the business theories prepare business for continuous improvement and bringing down the cost of production through elimination of wastages and bringing in efficiencies and discipline at workplace.

· Lean Management: Competing through Eliminating Waste and Maximizing Processes’ Speed, “The Lean Production will become the standard production system of the 21st Century”

Lean production, which made Toyota the world’s most profitable automaker with market capitalization greater than that of GM, Ford and Chrysler ‘combined’, has now evolved into Lean Management. It is now being applied and results in competitive advantage for both manufacturing and services Organizations.                                                                                             
Lean Management promises great benefits: some being satisfied customers, dramatically reduced processes’ lead time, greater market flexibility, lower inventories, higher labour efficiency, and quality, reducing sky-rocketing overhead and fostering an atmosphere of continuous improvement.
But how does Lean Management do it? By increasing speed of a business process upto 300%, building quality into workplace systems, eliminating the huge costs of hidden waste, turning every employee into a quality control inspector and deploying cross functional teams among other things.

What Is 5S?   5S is a set of techniques providing a standard approach to housekeeping within Lean Manufacturing. 

The individual items within 5S are known as the "pillars" and are: 
1. 5s Seiri (Sort) 
Seiri is the identification of the best physical Organization of the workplace. 
It is the series of steps by which we identify things which are being held in the workplace when they shouldn't, or are being held in the wrong place. 

Put simply, we may identify a large area devoted to tools or gauges, some of which are needed regularly and some used infrequently. This brings all sorts of problems, including:
•
 Operators unable to find the item they need, being unable to see wood for 
 
trees. 
“The time spent searching is a waste (or in Japanese speak a muda) and if we only held the items needed regularly in a prominent position we would save time. “
•
Quality issues when gauges are not calibrated on time because too many are 
 
held. 
•
 Safety issues when people fall over things. 

•
 Lockers and racking cluttering the workplace making it hard to move around 
or to see each other and communicate. 

Another element of the standard approach is 'red tagging' where items are given a tag which says what the item is, which location it is in and when it was identified in this location. We then leave the area for a while and anybody using the item notes this. We go back some time later and can readily identify things that haven't moved, or been used. 

2. 5s Seiton (Set) 
Seiton is the series of steps by which the optimum organization identified in the first pillar are put into place. 

The standard translation is Orderliness but again some wish to keep the initial S and use Sort (yes, that is also one of the translations of Seiri), Set in order, Straighten and Standardization. 

The sorting out process is essentially a continuation of that described in the Seiri phase. Removing items to be discarded or held in an alternative location will create space. This space will be visible and facilitate the alternative layout of the area. 

Standardization includes all the elements of setting out a consistent way of doing things. This includes standard manufacturing methodologies, standard equipment and tooling, component rationalization, drawing standardization, consistency in the documentation which accompanies work, design for manufacture (or concurrent engineering) and standardization in the clerical processes which deliver work to the shop floor and track its progress. 

All of this could be said to be part of a basic Total Quality approach. The standard ways of doing things should include poka-yoke or error-proofing. Again it might be asked whether this is part of 5S or one aspect of a broader programme. 

3. 5s Seiso (Shine) 
The principle here is that we are all happier and hence more productive in clean, bright environments. 

There is a more practical element in that if everything is clean it is immediately ready for use. 

The task is to establish the maintenance of a clean environment as an ongoing, continuous programme. 
The implementation of Seiso revolves around two main elements. 

The first is the assignment map which identifies who is responsible for which areas. 
The second is the schedule which says who does what at which times and on which days. 
Some of these happen before a shift begins, some during the shift and some at the end. Again, this is very reminiscent of what we do when adopting PM. 

Finally the standard texts talk about preparation - making sure the equipment needed to clean is always available, always ready for use. The best parallel to this is, again, with set-up reduction, which itself is often compared to Grand Prix teams preparing to change tyres. As with many such topics, we are talking about here is to a large extent simply common sense. We do not wish to allocate 5 minutes for a bed to be swept on a piece of grinding equipment if the operator is going to spend 4 minutes finding his brush. 
4. 5s Seiketsu (Standardization) 
This is best described as Standardized cleanup, but other names adopted include Standardization (not to be confused with the second pillar), Systematization and Sanitation. 

Seiketsu can be the thought of as the means by which we maintain the first three pillars. 

The first step in the cycle is a periodic review of the area, perhaps involving red tagging but certainly involving people from other areas of the business. 

This will identify where standards have slipped - for example where pieces of tooling or fixtures which are used infrequently are no longer being put in the remote location agreed at the outset and consequently a bench is now cluttered with the regular items buried under a pile of irregular. (In other words, the Seiri phase is undertaken periodically - usually monthly, perhaps quarterly.) 

The second step is to undertake Seiton activities as required - that is, as prompted by the first step. 

5. 5s Shitsuke (Sustain) 
The final stage is that of Discipline. For those who wish to retain the use listed as Sustain or Self-discipline. 

There is a fundamental difference between Seiketsu and Shitsuke. 

The fourth pillar is the introduction of a formal, rigorous review programme to ensure that the benefits of the approach are maintained. 

The fifth pillar is more than this; it is not simply the mechanical means by which we continue to monitor and refine, it is the set of approaches we use to win hearts and minds, to make people want to keep applying best practice in shop organization and housekeeping. In this sense, discipline is perhaps an unfortunate term as it implies people forced to do something, with consequent penalties if they do not. 

There are a number of elements to any ongoing improvement activity in any business. Which take pre-eminence in a particular organization varies with the history and culture of that organization. Suffice to say that key points are: 

• 
Communication:
 
We need people to be aware of what we are trying to achieve, 
 



and why. 
•
 Education:

 They need to understand the concepts and the individual techniques. 
• 
Rewards and Recognition. People need to feel that their efforts are recognized. Whether the 
 



 reward is a senior manager walking past and saying "that's very good,    

  



well done" or some form of award (financial gain, prize or formal 
 



presentation of a certificate) depends on the organization. 
• 
Time: 


If we want people to spend five minutes every four hours removing 
 



swarf from the floor around their machine we have to make sure that   

 



we allow them this time. We cannot give this as an instruction yet at 
 



the same time push for more time spent achieving productivity 
                                                                targets. 
• 
Structure:
               We need to identify what is to be done, by whom, and ensure that 



              schedules are updated and clearly visible. 
