
TPM Newsletter
QUARTER 2 2016

AIDC EC 
Total Productive 

Maintenance 
Newsletter

In this issue
• 5S Benefits
• Embracing 

Diversity
• Lumotech Dojo 

Centre
• Gemba Walk
• Implementing TPM
• Air Liquide Gas
• NATSTAN return

5S IMPLEMENTATIONS AND THE 
BENEFITS
 
5S is a workplace organization tool. The name “5S” is an abbreviation for 5 
words beginning with the letter S that describe the implementation steps 
for this tool, namely: SORT, SET, SHINE, STANDARDISE and SUSTAIN. 5S 
Implementation forms a foundation for all improvements at the workplace. 

A company will already be able to see 
an improvement as soon as they take 
the first step of implementing 5s. 

The first step involves the removal of 
unnecessary items, repair of broken 
items and disposal or reuse of the 
items. Sorting out the workplace 
makes work easier by eliminating 
obstacles, reduces chances of being 
disturbed with unnecessary items and 
prevents accumulation of unnecessary 
items. Thereafter evaluate necessary 
items with regard to cost or other 
factors and then remove all parts 
or tools that are not in use. The 
implementation at this step needs a 
fully skilled supervisor for facilitation 
and ensuring full participation from 
all team members. At this stage of 
implementation there should be no 
open areas left unoccupied because 
they could easily be cluttered with 

unwanted items again and this could 
negatively impact the progress of the 
implementation.  

The next phase would be to set in 
order all the necessary items in the 
workplace. The order should be 
aligned with the point of use as well 
as the process flow of the work area. 
This prevents loss and waste of time 
where one needs to look for tools 
and materials by arranging the work 
station in such a way that all tooling / 
equipment is in close proximity. Make 
it easy to find and pick up necessary 
items. Ensure first-come-first-served 
basis. Make workflow smooth and 
easy.

When your work area is organised you 
start getting to be clean and be painted. 
This is the third phase of implementation 
and is called shining your workplace. In 
this phase cleaning is used for inspecting 

Floor demarcations and standard work Tooling shadow board
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DIVERSITY AS A BARRIER TO A PROCESS 
IMPROVEMENT INITIATIVE
 
South Africa is a special country, with 11 official languages, and a number of 
unofficial languages (Statistics South Africa; Census, 2011). The very same 
diversity is present in the working environment of South Africa. This has untold 
benefits, as diversity within a group always draws on more knowledge and skills, 
but…it does come with its many troubles. 

These troubles are a result of the 
maturity of the working environment. 
Not maturity as in how grown up 
it is, rather maturity as in how long 
has diversity been experienced, 
acknowledged, understood and used 
for its benefits.

These diversities themselves 
are further divided in a working 
environment into categories of 
employment type, employment grade, 
department and ultimately salary 
brackets – which inevitably define 
the different classes into which the 
population is divided into and it 
understands itself to be divided into 
(Faranani Facilitation; Culture and 
Diversity in the Workplace, 2013).

Currently, in the manufacturing 
environment, the maturity in terms 
of diversity is still low. This may be 

compared to other industries such 
as retail, commerce, and sports 
for more perspective. This level of 
maturity endures more the troubles 
of diversity, rather than its wonders.

This brings us to the point of 
attempting to introduce and 
implement a process improvement 
initiative, and in this case, Total 
Productive Maintenance (TPM) or 
World Class Manufacturing Systems 
(WCMS).

TPM and WCMS were both systems 

any abnormalities in the workplace. 
Inspecting and cleaning prevents 
machinery and equipment deterioration 
and also keeps the workplace safe, easy 
and pleasing to work in. To see if 5S 
implementation has been effective at 
this phase, when in everything is in place 
anyone not familiar to the environment 
must be able to detect a problem in 5 
seconds within 50 feet.

When the area is shining the organization 
should be reaping off full benefit of 
implementing 5S. 

The next step will be to standardise 
the first three phases. This includes 

having check sheets in place, taking area 
standard pictures and defining clear roles 
and responsibilities. The benefit of having 
standardisation is the easy maintenance 
of workplace organisation at all times. 

When you have standards in your area 
you can sustain it by doing regular audits 
to ensure that the process does not 
collapse. The benefits for sustaining the 
work area in a 5S standard are having a 
productive, safe, and cost effective work 
environment. The full implementation of 
5S in an company also ensures a culture 
of “do without being told”.
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developed at particular junctions 
in the world’s economy, where 
interventions were a non-negotiable 
for survival, and further success, 
of businesses (S. Nakajima; The 
Principles and Practice of TPM, 2006). 
The current South African economy 
makes it difficult for businesses to 
maintain usual operations. To continue 
operating, many submit to reducing 
costs by means of retrenchment, 
selling to a bigger corporation or 
removing some of their supplied 
products/solutions (to mention some 
of the more prevalent ones). There 
are also those that employ a process 
improvement initiative to maximize 
their resources, thus reducing their 
conversion costs.

These initiatives are met by two 
major stumbling blocks: diversity 
and production. Production being 
that there is a constant pressure 
to produce more, this reduces the 
resource of time for the initiatives. 
Diversity, on the other hand, creates 
the biggest barrier, which may be 
summarized as non-cooperation. 
The hierarchies in a working 
environment allows for this, with 
directions from the top and the 
bottom. The top personnel often 
feel that the initiative is beyond 
their duty, especially when the said 
initiative would run for an extended 
period of time – as it should. That 
feeling is also accompanied by 
discontinuous communication from 
such personnel, limited input and 

eventually disconnection from the 
initiative. The bottom personnel often 
feel overburdened by the initiative, 
given their primary responsibility of 
production. This is accompanied by 
the feelings of insignificance of the 
initiative, being solely accountable 
for input and eventually - with an 
unconscious realization of their 
power in keeping the initiative alive - 
they communicate much less and thus 
have the initiative being disconnected 
from them. As the hierarchy goes up 
or down, so do the stated feelings and 
actions.

This is a bird’s eye view of the process 
which would lead to an ultimate 
failure of the initiative – perhaps not 
the end of it, but certainly a position 
of no opportunity for revival.

Diversity of a workplace environment 
– both personal and employment 
differences – should be embraced. 
This should be more so in a process 
improvement initiative. The diversity 
should be addressed in the beginning 
and defined in the introduction and 
implementation strategy of a process 
improvement initiative, so that it 
may be included in the objectives 
to always acknowledge, understand 
and use diversity for its benefit. This 
will ensure a close knit and healthy 
environment, in terms of culture, for 
the initiative to flourish.

Written by Bhongo Xayimpi

Management, team leaders and operators 
working together in developing Kaizens 
at Kansai Plascon Cape Town.
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LUMOTECH’S DOJO CENTRE

What is a “DOJO” CENTRE?  

“DOJO” is a Japanese term which literally means “place of 
the way” therefore a DOJO centre can be defined as a place 
where people are taught how to carry out a certain task, 
shown specifications and standards expected from them.   

Why does LUMOTECH need a DOJO centre?

As a company LUMOTECH prides itself in customer 
satisfaction and therefore ensures that all its resources 
are well functional in order to receive the best output 
possible. With employees and equipment being one of the 
critical resources in a company Lumotech has committed 
themselves in programmes like TPM to improve equipment 
effectiveness and a DOJO centre is also one of the strategies 
that work hand in hand with TPM to ensure employee 
effectiveness. An employee cannot be effective in his/her job 
without knowledge, hence the company decided to have a 
DOJO centre in order to: 

• Train all associates in relation to their Job specification
• Evaluate and refresh knowledge of employees who have 

been in the company for long.
• Ensure that all new associates receive correct and 

consistent training and are qualified to perform their 
duties before going onto the shop floor.

Lumotech’s Future plans for DOJO centre

At this stage this centre is a small room that has different 
stations for Safety, Quality, Production and Maintenance 
learning displays. These stations have basic information 
about the use and condition of parts. Ideally Lumotech is 
envisioning a bigger DOJO Centre detailed information 
about each section that will address the specific 
requirements for the respective sections.
This is indeed one of those projects that are called “Big 
Elephants” in a company. Most industries find it impossible 
to eat elephants and Lumotech is proving it possible by 
cutting it up into smaller pieces…..  “one step at a time”. 
This is indeed a step in the right direction for organisational 
growth and staying competitive in this fast growing Industry.  
The objective is to start with the pilot training during April 
and further plant roll-out in May

DOJO station showing basic hand skills 
board. Showing the correct and incorrect 

state of use for hand tools.

DOJO station showing pneumatic system 
on equipment used in the plant. Also part 

of TPM AM Step 4 requirements.

DOJO station showing different types of 
products manufacture in the plant.
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BEST PRACTICES  
GEMBA WALK AT SJM

Why did SJM start the Gemba 
process?

SJM’s methodologies was that of 
data collection and analysis in a 
boardroom with middle and senior 
management this we deemed as 
weather reporting in so far as 
response time and correction too late. 
The AIDC recommended we view the 
Gemba walk at Veyance Technologies 
(Contitech Africa). 

What was learned? 

The first element that stood out and 
drew our attention was operator 
involvement, that of accountability, 
responsibility and daily feedback 
rather than that of a supervisor or 
manager.

Current process at SJM?

SJM applied the philosophy of 
implementing best practices rather 
than reinventing the wheel, therefor 
we adopted a phased approach:

• Phase 1: Management and shop 
floor visits for visual inspection and 
questions. (1month duration)

• Phase 2: Management, middle 
management and shop floor 
supervision for visual inspection, 
questions and action plans. (1month 
duration)

• Phase 3: Management, office staff 
and all operators doing inspections, 
questions and actions based on 
Outputs, Downtime, Attendance, 
Quality, Maintenance, Productivity, 
Overtime, Safety Health and 
Environmental these elements 
allows for forward planning 
immediate response time and 
operator recommendation.

Currently these are the 
methodologies applied and used, not 
all of Contitech Africa as we want to 
create habit and desire it to be result 
driven this will be tailored quarterly.

Craig Ehlers (Plant Manager) explaining to one of the operators the variance between the cumula-
tive monthly production required vs. actual 
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Craig Ehlers (Plant Manager) reviewing monthly cumulative production required vs. actual

What are the benefits thus far?

It is instantaneous information, 
corrective action, planning and 
information transferred to all levels in 
the plant daily.

Future vision?

Is to share cost of poor quality, cost of 
equipment breakdown, losses due to 
poor attendance and logistical impacts 
in so far as having all employee 
participation for improvements 
methods and or kaizen projects.



SUCCESS VS FAILURE OF  
IMPLEMENTING TPM
The purpose of this article is to evaluate the challenges within manufacturing 
organisations for adapting to Total Productive Maintenance (TPM) initiatives. 
The aim is critically examine the factors influencing the implementation of 
TPM practices and to devise an overall maintenance strategy for overcoming 
obstacles for a successful TPM implementation. 

TPM is by no means an easy task, which is heavily burdened by organizational, 
cultural, behavioral, technological, operational, financial and departmental 
barriers. In this article, I would like us to focus more on the failure “signs” of 
TPM, for the very reason that our manufacturing cluster should not fall into 
those specified categories 
 

As mentioned earlier, TPM 
implementation though easy on 
paper, is difficult to achieve and this 
is mainly due to the reluctance by 
the organization to understand and 
implement the concepts of TPM and 
failure to realise the benefits obtained 
by implementation of TPM. Let us 
look at the various factors: 

1. Lack of top management  
commitment:  
TPM programs can be effective if and 
only if the top management is totally 
committed and involved. The top 
management drives TPM. 

2. Organisation resistance to 
change:  
This is a direct off-shoot from the 
lack of top management commitment. 
An organization changes if its top 
management is willing to change. 

3. Unwillingness to commit 
resources:  
TPM implementation requires 
investment by the top management 
in terms of resources (man, material, 
money and time). In majority of the 
cases, management considers TPM as 
an unnecessary expenditure and drain 
on its resource, thereby resisting calls 
for implementation of the same and 

finding out ways and means not to 
allocate budget for its implementation.
 
4. Work culture:  
Boundaries between management and 
non-management staff impede flow of 
communication and foster indifference 
among employees. All employees 
should be involved in the decision 
making process.  

5. Resistance by employees:  
A common comment in organisations 
is “This is not my job”. When the 
work culture promotes distinction 
and boundaries, employees view 
themselves as belonging to the 
departments in which they work and 
not to the organization that employs 
them. A narrow sense of vision 
hinders growth of an organization. 

6. Manpower costs:  
Organisations opt for minimum 
manpower to cut costs. Manpower 
recruitment has to be done in line 
with the requirement the process 
demands. Unfortunately, as TPM 
implementation is not considered a 
core requirement, it is not considered 
when manpower allocation is carried 
out. 
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7. Lack of suitable reward 
mechanism: 
TPM implementation is unlike the 
normal routine activities carried out 
by the employees of an organization. It 
is a specialized job demanding specific 
skill sets. Employees whole heartedly 
invest their time and knowledge for 
a successful implementation and for 
this reason they should be publicly 
appreciated by the management for 
their efforts.

8. Repair driven maintenance: 
In a large number of organizations, 
instead of carrying out maintenance 
jobs to avoid failure and repair, focus 
is on carrying out immediate repair 
and bringing the machine back on 
line as fast as possible. The focus 
should really be on reliability centered 
maintenance which implies that the 
function must concentrate on assuring 
maximum reliability in production 
equipment and not on quick repair 
time.

9. Maintenance management 
process:  
To implement TPM, management 
and employees should embrace 
technology. Maintenance management 
process should be computerized to 
have ready access to the schedules 
and failure analysis reports, which 
should be uploaded on to the 
organization’s Local Area Network. 
Organizations should develop 
preventive, predictive and corrective 
maintenance programs to achieve the 
goal of maintenance prevention.

From the key points mentioned above, 
we see that Management has to 
invest in time, money and resources 
for a successful implementation. The 
organization as a whole should be 
dedicated and committed to TPM. 
This requires transformation of 
work culture from “It’s not my job 
but yours” to “It’s our job”. There 
should be free flow of communication 
and information both horizontally 
and vertically across all levels within 
an organization. Processes need to 
standardized and maintenance need 
to be planned. Routine maintenance 
activities require to be carried out 
by operators to allow maintenance 
personnel to schedule modification 
and maintenance programs. Extensive 
training has to be given throughout 
the organization on TPM and its 
benefits. Successful implementation of 
TPM initiatives can be accomplished 
in manufacturing industries through 
a radical culture change and a stern 
commitment by the top management. 
TPM implementation is a continuous 
journey and it will take years for the 
benefits to be visible. But the effort 
is worth the pain experienced in the 
implementation process.  

I hope these insights help you as you 
implement TPM as part of your lean 
manufacturing journey.
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AIR LIQUIDE GAS 

 
Air Liquide is an Industrial Gas supplier, supplying Industrial gases in an 
Innovative, customer focused and performance driven mode that differentiates 
us from a standard supply. Air Liquide has been in the Port Elizabeth area 
since 1948, supplying mainly to the Automotive and Manufacturing, Food and 
Pharmaceutical and Craftsmen industries. 

Air Liquide was introduced to the 
AIDC and the TPM programme by 
our customers, who were already part 
of the programme. Air Liquide made 
the decision to implement the TPM 
programme for the following reasons:       

• To understand the OEE of our 
plants and customer installation 
equipment,

• Effectiveness of our Operators and 
Skills of operators,

• Apply the space available to 
us correctly and with limited 
movement.

• Increase the output of our plants 
without jeopardizing Safety and 
Quality.

AIR LIQUIDE’S GOAL IS TO HAVE 5 S IMPLEMENTED AND SUSTAINED, 
CHANGES THE LAYOUT TO REDUCE MOVEMENT, IMPLEMENT TPM TO 
ADD ONTO OUR EXISTING MAINTENANCE SYSTEMS IMPROVING THE 
OUTPUT AND EFFECTIVENESS.

Air Liquide Creative Oxygen Employees
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WELCOME BACK  
NATSTAN WIRE (PTY) LTD
Natstan Wire Pty Ltd was part of the original TPM Cluster programme until 
2014. Management then decided to press the “Pause” button on the TPM 
program to allow for company restructuring and business re-alignment during 
difficult market and trading conditions. 

After the necessary restructuring was completed towards the end of 2015, 
Natstan has re-joined the TPM programme early in 2016 as we strongly belief in 
the programme values and principles. We had to update ourselves with regard 
to our previous achievements on autonomous maintenance and the focused 
improvement projects. The team picked up from where we left the programme 
and showed renewed energy especially in the area of identifying improvements 
on our OEE results.

Our main objectives are still to reduce cost, improve efficiencies and to 
empower our employees to be part of the decision making process. The AIDC 
cluster programme is the ideal forum to exchange ideas and to learn from each 
other as we all embark on the TPM journey.

ENQUIRIES
For any enquiries or feedback relating to the  
AIDC EC Total Productive Maintenance Newsletter, kindly contact:

Bianca Ehlers  
Senior Project Manager 
behlers@aidcec.co.za 
041 393 2100


