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CLEANER PRODUCTION PROGRAMME

“Our company has significantly 
reduced the overall energy cost per 
part spend as a direct result of the 

ISO 50001 system”

CASE STUDY OVERVIEW
Location:  
Eastern Cape, South Africa 

Number of employees:
Division 1 (330)
Division 2 (435)

Core products & processes: 
Shock absorber assemblies - Div1
Catalytic converter assemblies - Div 2

Programme period: 
July 2011 to date

PROGRAMME BACKGROUND
The AIDCEC Cleaner Production programme started in 2010 with the intention 
to reduce overall energy consumption and costs in the Automotive industry. The 
programme was created to address the need to reduce energy consumption as 
a result of the significant cost increases at the time, which have continued to 
significantly impact the industry and South Africa over the last 10 years.

Not long after the start of the programme the first edition of the ISO 50001 was 
released which has been created to standardise and control how energy performance 
is managed. Inherently the AIDCEC pursued the ISO 50001 and soon offered support 
to clients to achieve certification.

The AIDCEC has supported many clients over the years through the cleaner 
production programme who have achieved significant savings and made numerous 
improvements in their organisations. To date the AIDCEC has managed to reach the 
follow milestones and programme standards:

• Providing ISO 50001 implementation support to clients and industry

 » The AIDCEC supported clients to become the first automotive component 
supplier in South Africa to achieve ISO 50001 certification.

• Expected programme outcomes

 » Identification of potential savings of more than 10% for new clients

 » Implemented savings of more than 20% for longer term clients

 » Skills development of Energy team members and awareness at shop floor 
level.

Standout Cleaner Production projects that the AIDCEC has done include two separate 
divisions of a Port Elizabeth-based Tier 1 component manufacturer (catalytic 
convertors) also operating in the aftermarket space (shock absorbers).    Having 
started the programme in 2011, they continue in the program to this day. They are 
the first two automotive component suppliers in South Africa who have received ISO 
50001 certification.

GOALS
• The Cleaner Production programme was developed to assist clients to identify 

and implement energy efficiency opportunities.

• Support clients to establish a functioning energy management system to 
accurately track energy performance and identify energy improvement 
opportunities.

• Establish energy teams and structures to sustain energy efficiency drives and 
initiatives.

• Provide training to energy teams to develop, implement and maintain the energy 
management system.

• The ultimate goal is to receive ISO 50001 and establish our clients as energy 
leaders in the Eastern Cape and South Africa.



PROGRAMME JOURNEY 
Both divisions joined the Cleaner Production programme in July 2011 with 
the focus to identify and implement energy efficiency projects. After the 
release of the ISO 50001 standard focus shifted to the implementation 
of an Energy Management system (EnMS) in accordance with ISO 50001 
standards and requirements.

Soon after both experienced the benefits of general energy optimisation 
initiatives the implementation of an Energy Management System began to 
sustain the savings previously achieved, which later evolved to comply with 
ISO 50001 requirements.

Both plants were certified for ISO 50001 at the end of 2013 to become 
one of the first Automotive suppliers in South Africa to achieve this 
certification. 

During the process, one of the divisions also received an Environmental 
award for the best in global group performance.

Various energy performance initiatives have been implemented and cost 
savings have been achieved. Energy performance have improved steadily 
over the course of the Cleaner Production programme. Initiatives such as 
the following have had the biggest impact on energy performance:

• Replacement of compressors with VSD compressor systems

• Replacing high power consuming Mercury Vapour high bay lights with 
efficient fluorescent lights.

• Removal of unnecessary equipment and lighting.

• Switching off equipment when not required.

Other initiatives have also been implemented which have not directly 
resulted in energy performance improvements, but have either significantly 
generated cost savings or other benefits:

• Electricity Tariff Optimisation yielded significant cost savings.

• Energy Team EnMS training, improving knowledge sharing of EnMS 
principles.

• Electricity and Gas metering installation, improving data collection, and 
understanding of energy performance in the plant.

Typical programme savings can be averaged to just over 10% during the 
initial stages and much higher with sustained improvements. The company 
has made well over 20%  energy savings to date.

Recent focus of the programme was to sustain the EnMS and prepare to 
comply with requirements of the new ISO 50001:2018 standard. Various 
improvements have been implemented in the new ISO 50001 standard to 
align with other common ISO standards for simple integration and effective 
energy performance management and improvement.

Figure 1 Compressors replacement: The compressed 
air system is one of the significant energy users in a 
typical manufacturing facility. During the programme, 
the opportunity arose to replace the compressors. 
For Division 1 two constant speed compressors of 
90kW each were replaced with two 75kW VSD systems 
resulting in savings of 37%, while at division 2, two 
fixed speed compressors were replaced with a single 
VSD system reducing the overall power from 145kW to 
110kW resulting in savings of around 25%.

Figure 2 Compressed air system optimisations: The 
compressed air network was improved to optimise flow 
from the new compressors to the plant network.

Figure 3: EnMS team training

*CP – Cleaner Production                                                         *EnMS – Energy Management System
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BENEFITS (KPI’S)

 

BEFORE 

Programme Journey (Cont.) 
Other initiatives have also been implemented which have not directly resulted 
in energy performance improvements, but have either significantly generated 
cost savings or other benefits: 

 Electricity Tariff Optimisation yielded significant cost savings. 
 Energy Team EnMS training, improving knowledge sharing of EnMS 

principles. 
 Electricity and Gas metering installation, improving data collection, 

and understanding of energy performance in the plant. 

Typical programme savings can be averaged to just over 10% during the initial 
stages and much higher with sustained improvements. The company has 
made well over 20%  energy savings to date. 

Recent focus of the programme was to sustain the EnMS and prepare to 
comply with requirements of the new ISO 50001:2018 standard. Various 
improvements have been implemented in the new ISO 50001 standard to align 
with other common ISO standards for simple integration and effective energy 
performance management and improvement. 

Benefits (KPI’s) 
KPI Before After % Improvement 

Time of Use 
electricity impact 

(No implementation 
cost) 

R 519 000 - Div1  
R 428 000 -Div2 

R 433 400 
R 342 000 

Average cost reduction 
of 18% 

Energy 
performance 

improvements 

kWh per Part 
metric 

 Average performance 
improvement was 
around 16% 

Electricity 
Consumption 

(Annual) 

6975 MWh – 
Div1 

 

4100 MWh  

 

41% Change  

4913 MWh -
Div2 

3665 MWh 25% Change 

Maximum Demand 1673 kVA 
average - Div1 

1249 kVA 
average  

25% Change 

760 kVA 
average -Div2 

631 kVA 
average 

17% Change 

 

 
Figure 3: Energy Team Training: 

Recent updated to the ISO 50001 standard 
necessitated training for the energy team to 
stay up to date with the latest developments 
in energy management. 

 

 

Figure 4: Tariff Optimisation was implemented 
at both plants to reduce the impact of the 
electricity price increase on overall 
operational expenses. Significant savings 
were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly 
savings upwards of 16% have been achieved 
at both facilities. The Time of Use tariff also 
helped the company to consider production 
scheduling to optimise energy consumption 
costs. 

 

 
Figure 5: Lighting and Roof sheets -Translucent 
roof sheets were installed to improve lux levels 
in the plant during daytime, while energy 
efficient lighting replaced old Metal Halide to 
reduce lighting power consumption by 
around 50%.  

Figure 4: Tariff Optimisation was implemented at both 
plants to reduce the impact of the electricity price 
increase on overall operational expenses. Significant 
savings were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly savings 
upwards of 16% have been achieved at both facilities. 
The Time of Use tariff also helped the company to 
consider production scheduling to optimise energy 
consumption costs.

Figure 5: Lighting and Roof sheets -Translucent roof 
sheets were installed to improve lux levels in the plant 
during daytime, while energy efficient lighting replaced 
old Metal Halide to reduce lighting power consumption 
by around 50%. 



KEY LEARNING POINTS
Generating an accurate regression model greatly improves the ability 
to track energy performance and quantify implemented improvements. 
Considering different part mixes and ways that this could influence 
production and energy consumption also aids in the determining of key 
energy consuming equipment and processes.

Knowledge transfer to and between energy team members are important to 
sustain the ISO 50001 journey. Various team members have changed over 
the course of the programme which required the system to be developed to 
be understandable and manageable for new team members.

Integration of ISO 50001 into an environmental (ISO 14001) or Health 
and Safety (ISO 45001) simplifies the operation of common area, such as 
Leadership, Support, Performance evaluation and Improvement.

SUSTAINABILITY 
Focus on integrating suitable section of the ISO 14001, ISO 45001 and ISO 
50001 standard to simplify the day to day operations of the management 
systems.

WAY FORWARD
New energy optimisation initiatives and technologies will be investigated in 
the future sustain the energy savings achieved with the Cleaner Production 
programme, for current and future clients.

Furthermore, the EnMS principles and techniques offered in the Cleaner 
Production programme will be optimised to maximise the benefits from and 
compliance to the new ISO 50001:2018 standard.

The AIDCEC will continue to provide industry support through the Cleaner 
Production programme, by implementing sustainable energy optimisation 
initiatives and energy management initiatives.

Figure 6: The client was one of the first Automotive 
components suppliers in South Africa to achieve ISO 
50001 certification. The continued improvement of the 
EnMS helped them remain compliant with the standard 
and achieve significant improvements in energy 
performance and cost savings.

Figure 7: The integrated management system 
implemented at the company follows the Plan Do 
Check Act (PDCA) cycle with a focus on continuous 
improvement, to ensure effectiveness of the system. 
The way forward will be to optimise the integrated 
management system which comprises of ISO 14001, ISO 
45001 and ISO 50001 components.

ISO 50001 Certification

Management system cycle followed

Elmar Thiart
Junior Project Manager

Supplier Development Department
Tel: +27 41 393 2100

E-mail : ethiart@aidcec.co.za

CONTACT DETAILS
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COMPANY 2 - CLEANER PRODUCTION PROGRAMME

“ISO 50001 allowed us to 
follow a structured approach 

to implementing energy saving 
initiatives in the organisation.”

CASE STUDY OVERVIEW
Company: 
Automotive Component Supplier

Location:  
Eastern Cape, South Africa

Number of employees:
Approximately 420

Core products & processes: 
Catalytic converter assemblies

Programme period: 
July 2018 to June 2020

COMPANY BACKGROUND 
A catalytic converter manufacturer in the Eastern Cape established in the mid-nineties 
to support the automotive industry. Their primary market is the international OEM 
market with over 90% of production being exported. The company joined the AIDCEC 
programme to assist with energy optimisation opportunities which later progressed 
to the implementation of an Energy Management System and ISO 50001.

KEY CHALLENGES FACED 
• Determining a suitable relevant which provided an accurate baseline proved to 

be difficult due to high baseloads.

• Identification of baseload contributing equipment and factors.

• Sustaining continuous improvements of energy performance due to new projects 
being expensive.

• Limited funding to pursue large energy saving initiatives.

• Few energy team members to support the ISO 50001 system.

• Recent changes in the ISO 50001 standard and other integrated standards, 
required the team to focus on reworking the system to comply with the standards 
rather than focusing on pursuing energy optimisation opportunities.

GOALS
• Maintain the Energy Management System to ISO 50001 standards. And optimise 

where required.

• Implement and maintain an energy performance mindset within the organisation. 

• Provide training to energy team member about the updated ISO 50001 standard.

• Improve the current Energy Management System to comply with the latest ISO 
50001 management standard.

• Implement the new ISO 50001 standard before the required implementation date 
in 2021.

*OEM – Original Equipment Manufacturer.



PROGRAMME JOURNEY 

The AIDCEC cleaner programme started in August 2011 at the 
manufacturing facility of Company 2 with the focus of identification and 
implementation of energy efficiency projects. The project has since shifted 
to focus on Energy Management Systems (EnMS) and ISO 50001.

Soon after the company experienced the benefits of general energy 
optimisation initiatives, an energy team was formed which attended 
training to implement an Energy Management System. Later the Energy 
Management System evolved to comply with ISO 50001 requirements.

The company was certified for ISO 50001 at the end of 2013 to become one 
of the first Automotive suppliers in South Africa to achieve this certification. 
Various of these initiatives and EnMS principles were rolled out to other 
facilities within the group. The integrated management system of Company 
2 was used as a benchmark for other facilities in the group.

Various energy performance initiatives have been implemented and cost 
savings have been achieved. Energy performance have improved marginally 
over the course of the Cleaner Production programme. Initiatives such as 
the following have had the biggest impact on energy performance:

• Replacement of compressor with a VSD compressor system

• Replacing high power consuming Mercury Vapour high bay lights with 
efficient fluorescent T-bay lights.

• Installation of motion sensors to switch off unwanted lights.

• Installation of translucent roof sheets to allow lights to be switched off 
during the day.

• Implementation of an air leak management initiative.

Other initiatives have also been implemented which have not directly 
resulted in energy performance improvements, but have either significantly 
generated cost savings or other benefits:

• Electricity Tariff Optimisation yielded significant cost savings.

• Energy Team EnMS training, improving knowledge sharing of EnMS 
principles.

• Electricity metering installation, improving data collection, and 
understanding of energy performance in the plant.

Focus of the programme shifted to sustain the EnMS and update the 
procedures and processes to comply with the new ISO 50001:2018 
standard. Integration with other new standards such as ISO 45001:2018 was 
also taken into consideration during the update and optimisation activities.

Figure 1 VSD Compressors: The compressed air 
system is one of the significant energy users in the 
manufacturing facility. During the programme, the 
opportunity arose to replace 2 fixed speed compressors 
with a single VSD system. Power consumption changed 
from 145kW to a 110kW VSD system resulting in savings 
of around 25%.

Figure 2 Lighting and Roof sheets: Translucent roof 
sheets were installed to improve lux levels in the plant 
during daytime. Energy efficient lighting replaced old 
Metal Halide to reduce lighting power consumption by 
around 50%. This also improve lux level during non-
daytime hours. 

Figure 3: EnMS team training

*VSD – Variable Speed Drive   *CP – Cleaner Production   *EnMS – Energy Management System



PROGRAMME MASTER PLAN

  

BEFORE 

Programme Master Plan 

Ite
m

 

Objective Description 
Timeline 

J A S O N D J F M A M J 

1 ISO 50001 documentation and 
procedural management. 

            

2 Tariff Optimisation             

3 Solar PV production backup system 
investigation       

      

4 Energy Management team training             

5 ISO 50001:2018 Gap audit             

6 ISO 50001:2018 conversion and 
optimisation 

            

7 Project handover             

Benefits (KPI’s) 
KPI Before After % 

Improvement 
Value of 
Savings 

Average Monthly 
Electricity Bill 

R 477 000 R 382 000 Average 
monthly cost 
savings of 
18.5% 

R 1 040 000 

Savings for 
tariff 
improvement 
project 

Maximum Demand 
Reduction 

659 kVA 
average  

634 kVA 
average 

4%  reduction 
in demand 

R 30 000 

ISO 50001 Audit 
findings 

4 1 - Significant 
improvement 
in system 
effectiveness.  

Energy Management 
Training (ISO 
50001:2018) 

0 members 
trained 

4 members 
trained 

- Implemented 
at no cost 

Total Savings    R 1 070 000 
 

 
Figure 4: Tariff Optimisation was implemented 
at the company to reduce the impact of the 
electricity price increase on overall 
operational expenses. Significant savings 
were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly 
savings upwards of 18.5% have been 
achieved. A Time of Use tariff proved to be 
cost effective since energy consumption 
during off-peak hours were equal to standard 
and peak times. 

 
Figure 5: Metering equipment was installed to 
monitor the overall facility electricity as well 
as individual area consumption. Data is used 
to determine performance of the overall 
facility and individual processes / areas. Tools 
from the EnMS allowed the company to 
predict future energy performance and 
expected energy costs.  Energy performance 
prediction allowed the company to find 
suitable project solutions to counteract 
periods of lower energy performance. 

*PV – Photo Voltaic  

Company 2 
Cleaner Production Programme 
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Figure 4: Tariff Optimisation was implemented at the 
company to reduce the impact of the electricity price 
increase on overall operational expenses. Significant 
savings were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly savings 
upwards of 18.5% have been achieved. A Time of 
Use tariff proved to be cost effective since energy 
consumption during off-peak hours were equal to 
standard and peak times.

Figure 5: Metering equipment was installed to monitor 
the overall facility electricity as well as individual area 
consumption. Data is used to determine performance 
of the overall facility and individual processes / areas. 
Tools from the EnMS allowed the company to predict 
future energy performance and expected energy costs.  
Energy performance prediction allowed the company to 
find suitable project solutions to counteract periods of 
lower energy performance.

*PV – Photo Voltaic 



KEY LEARNING POINTS
Understanding various factors which can influence the energy consumption 
and performance of a process is the first step to optimise the performance. 
Following a systematic approach to understand energy influencers greatly 
simplifies the process of developing a suitable baseline.

Energy performance improvements can be represented through methods 
other than baselines. It depends on the company processes and the method 
most suitable for them.

Integration of the ISO 50001 system into the environmental (ISO 14001) and 
Health and Safety (ISO 45001) simplifies the operation of common areas 
in the systems, such as Leadership, Support Performance evaluation and 
Improvement. 

SUSTAINABILITY (FROM AIDC’S VIEW-
POINT)
The EnMS alignment to ISO 50001:2018 is not complete yet, which will 
become a requirement by 2021 for companies certified for the standard. 
The AIDC will support the Company to achieve this goal. A small team 
is currently supporting the overall EEHS department which requires the 
support of the AIDC to sustain the expected workload.

WAY FORWARD
Focus will be to optimise the OHS, EMS & EnMS systems to provide 
maximum benefits to the company. Alignment of the company procedures 
to the global group requirements are required to further develop the global 
organisation.

Energy efficiency initiatives will also be pursued as electricity cost continue 
to rise and have a negative effect on the manufacturing economy. 
The primary focus would be to continue investigation and potential 
implementation of a Solar PV system to support the facility in times when 
there are electricity shortages. The AIDC will continue to support the 
company through Cleaner Production initiatives.

Figure 6: The Company was one of the first Automotive 
components suppliers in South Africa to achieve ISO 
50001 certification. The continued improvement of 
the EnMS helped the company remain compliant with 
the standard and achieve significant improvements in 
energy performance and cost savings.

Figure 7: The integrated management system 
implemented at the company follows the PDCA cycle 
with a focus on continuous improvement, to ensure 
effectiveness of the system. The way forward will be 
to continue the integration process with the new ISO 
45001 system currently being implemented at the 
company.

ISO 50001 Certification

Management system cycle followed

Elmar Thiart
Cleaner Production Specialist

Supplier Development Department
Tel: +27 41 393 2100

E-mail : ethiart@aidcec.co.za

CONTACT DETAILS

*EEHS – Energy Environmental Health and Safety   *PDCA – Plan Do Check Act   *PV – Photo Voltaic 
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COMPANY 1 - CLEANER PRODUCTION PROGRAMME

“Our company have significantly 
reduced the cost spend on 

energy consumption compared to 
production output in the plant”.

CASE STUDY OVERVIEW
Company: 
Automotive Component Supplier

Location:  
Eastern Cape, South Africa

Number of employees:
Approximately 330

Core products & processes: 
Shock absorber assemblies

Programme period: 
July 2018 to June 2020

COMPANY BACKGROUND 
A shock absorber manufacturer in the Eastern Cape established many years ago 
producing parts for the local OEM and aftermarket sectors. The company joined the 
AIDCEC programme to assist with energy optimisation opportunities which later 
progressed to the implementation of an Energy Management System and ISO 50001.

KEY CHALLENGES FACED 
• Sustained continuous improvement of energy performance becomes more 

expensive and difficult as the energy optimisation journey progresses.

• Energy saving initiatives often get pushed back due to limited funding or time 
available to implement.

• Due to increased workload of team members, energy team responsibilities are 
often left to last to complete.

• Recent changes in the ISO 50001 standard and other integrated standards, 
required the team to focus on reworking the system to comply with the standards 
as opposed to focus on energy performance improvements.

• Changes in Energy Team members limited the consistency and performance of 
the overall energy management system.

GOALS
• Maintain the Energy Management System implemented throughout the 

programme.

• Sustain the energy efficiency drive in the organisation.

• Provide training initiatives to the organisation to implement and maintain an 
energy management system.

• Improve the current Energy Management System to comply with the latest ISO 
50001 management standard.

*Notes.



PROGRAMME JOURNEY 

The AIDCEC cleaner programme started in August 2011 at the 
manufacturing facility of Company 1 with the focus of identification and 
implementation of energy efficiency projects. The project has since shifted 
to focus on Energy Management Systems (EnMS).

Soon after the company experienced the benefits of general energy 
optimisation initiatives the implementation of an Energy Management 
System began to sustain the savings previously achieved. Later the Energy 
Management System evolved to comply with ISO 50001 requirements.
The company was certified for ISO 50001 at the end of 2013 to become one 
of the first Automotive suppliers in South Africa to achieve this certification. 
During this process, the company also received an Environmental award for 
the best in group performance.

Various energy performance initiatives have been implemented and cost 
savings have been achieved. Energy performance have improved steadily 
over the course of the Cleaner Production programme. Initiatives such as 
the following have had the biggest impact on energy performance:

• Replacement of compressors with VSD compressor systems

• Replacement of old induction heating process with newer technology 
equipment.

• Implementation of energy efficient part washing machines with solar 
heated water.

• Removal of unnecessary equipment and lighting.

• Switching off equipment when not required.

Other initiatives have also been implemented which have not directly 
resulted in energy performance improvements, but have either significantly 
generated cost savings or other benefits:Electricity Tariff Optimisation 
yielded significant cost savings.

• Electricity Tariff Optimisation yielded significant cost savings.

• Energy Team EnMS training, improving knowledge sharing of EnMS 
principles.

• Electricity and Gas metering installation, improving data collection, and 
understanding of energy performance in the plant.

Recent focus of the programme was to sustain the EnMS and prepare to 
comply with requirements of the new ISO 50001:2018 standard. Various 
improvements have been implemented in the new ISO 50001 standard to 
align the standard to other common ISO standards for simple integration 
and effective energy performance management and improvement.

Figure 1 VSD Compressors: The compressed air 
system is one of the significant energy users in the 
manufacturing facility. During the programme, the 
opportunity arose to replace the compressors. Two 
constant speed compressors of 90kW each were 
replaced with two 75kW VSD systems resulting in 
savings of 37%.

Figure 2 Solar water heating solution: Solar manifolds 
were installed to generate hot water for parts washing 
machines. Later a circulation tank was installed with 
solar pumps to increase the amount of available how 
water to the washing systems.

Figure 3: EnMS team training

*CP – Cleaner Production                                                         *EnMS – Energy Management System



PROGRAMME MASTER PLAN

 
  

BEFORE 

Programme Master Plan 

Ite
m

 

Objective Description 
Timeline 

J A S O N D J F M A M J 

1 ISO 50001 documentation and 
procedural management. 

            

2 Unused equipment switch off 
initiatives. 

            

3 Solar heated water recirculation. 
      

      

4 Tariff Optimisation             

5 Energy Management team training             

6 ISO 50001:2018 Gap audit             

7 ISO 50001:2018 conversion and 
optimisation 

            

8 Project handover             

Benefits (KPI’s) 
KPI Before After % 

Improvement 
Value of 
Savings 

Average Monthly 
Electricity Bill 

R 578 000 R 480 000 Average 
monthly cost 
savings of 16% 

R 934 000 

Savings for 
tariff 
improvement 
project 

Maximum Demand 
Reduction 

1340 kVA 
average  

1228 kVA 
average 

8.4%  reduction 
in demand 

R 133 728 

ISO 50001 Audit 
findings 

5 1 - Significant 
improvement 
in system 
efficiency.  

Energy Management 
Training (ISO 
50001:2018) 

0 members 
trained 

5 members 
trained 

- Implemented 
at no cost 

Total Savings    R 1 067 728 
 

 
Figure 4: Tariff Optimisation was implemented 
at the company to reduce the impact of the 
electricity price increase on overall 
operational expenses. Significant savings 
were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly 
savings upwards of 16% have been 
achieved. A Time of Use tariff also helped the 
company to consider production scheduling 
to optimise energy consumption costs. 

 
Figure 5: Metering equipment was installed to 
monitor LPG and electricity consumption. 
Monthly data is compared to bills to ensure 
accuracy. Measured LPG and electricity 
data are used to develop baselines for high 
energy consuming equipment as well as the 
plant, allowing the Company to predict 
future consumption and act when abnormal 
performance is noticed. 

*LPG – Liquid Petroleum Gas 

Company 1 
Cleaner Production Programme 
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Demand to a Time of Use tariff. Monthly 
savings upwards of 16% have been 
achieved. A Time of Use tariff also helped the 
company to consider production scheduling 
to optimise energy consumption costs. 

 
Figure 5: Metering equipment was installed to 
monitor LPG and electricity consumption. 
Monthly data is compared to bills to ensure 
accuracy. Measured LPG and electricity 
data are used to develop baselines for high 
energy consuming equipment as well as the 
plant, allowing the Company to predict 
future consumption and act when abnormal 
performance is noticed. 

*LPG – Liquid Petroleum Gas 

Company 1 
Cleaner Production Programme 
 

Figure 4: Tariff Optimisation was implemented at the 
company to reduce the impact of the electricity price 
increase on overall operational expenses. Significant 
savings were realised by changing from the Metered 
Demand to a Time of Use tariff. Monthly savings 
upwards of 16% have been achieved. A Time of Use 
tariff also helped the company to consider production 
scheduling to optimise energy consumption costs.

Figure 5: Metering equipment was installed to monitor 
LPG and electricity consumption. Monthly data is 
compared to bills to ensure accuracy. Measured LPG 
and electricity data are used to develop baselines for 
high energy consuming equipment as well as the plant, 
allowing the Company to predict future consumption 
and act when abnormal performance is noticed.

*LPG – Liquid Petroleum Gas



KEY LEARNING POINTS
Knowledge transfer to energy team members are important to sustain the 
ISO 50001 journey. Various team members have changed over the course 
of the programme which required the system to be developed in a way that 
would be understandable and easy to manage for new team members.

Integration of the ISO 50001 system into the environmental (ISO 14001) and 
Health and Safety (ISO 45001) simplifies the operation of common areas 
in the systems, such as Leadership, Support Performance evaluation and 
Improvement. 

SUSTAINABILITY (FROM AIDC’S VIEW-
POINT)
Additional members were included in the energy team and attended EnMS 
training aligned to ISO 50001:2018, to sustain the energy efficiency mindset. 
The EnMS alignment to ISO 50001:2018 is not complete yet, which will 
become a requirement by 2021 for companies certified for the standard. 
The AIDC will support the Company to achieve this goal.

WAY FORWARD
Focus will be to optimise the OHS, EMS & EnMS systems to provide 
maximum benefits to the company. Alignment of the company procedures 
to the global group requirements are required to further develop the global 
organisation.

Energy efficiency initiatives will also be pursued as electricity cost continue 
to rise and have a negative effect on the manufacturing economy. The AIDC 
will continue to support the company through Cleaner Production initiatives 
as well as other opportunities as and when they arise.

Figure 6: The Company was one of the first Automotive 
components suppliers in South Africa to achieve ISO 
50001 certification. The continued improvement of the 
EnMS lead to the company remain compliant with the 
standard and achieve significant energy performance 
and savings benefits.

Figure 7: The way forward will be to focus on the 
integration of the EnMS into the other systems available 
at the company. All the newer versions of the various 
standards are following the same structure and include 
similar aspects making the process of integration 
much easier than before. All the standards will rely on 
the PDCA cycle to sustain benefits and continuously 
improve output and the systems. 

ISO 50001 Certification

Management system cycle - PDCA

Elmar Thiart
Cleaner Production Specialist

Supplier Development Department
Tel: +27 41 393 2100

E-mail : ethiart@aidcec.co.za

CONTACT DETAILS

*PDCA – Plan Do Check Act
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AUTOMOTIVE KAIZEN PROGRAMME

*OEM – Original Equipment Manufacturer.

COMPANY PROFILE
The Company is a Port Elizabeth-based Manufacturer and 
Supplier to the Automotive sector.

A manufacturer and supplier of Trim products, it supplies 
quality Sound Deadeners, Moulded Insulation parts, Carpets, 
Parcel Trays, Tailgate Covers, Back Panel components and 
Extruded products to all Automotive Assembly customers 
across South Africa. The Company employs 140 team 
members, drawn from the surrounding residential areas.

Insulation Products include:

• Sound Deadener Components (Fusible Foils)

• Sound Insulation Components

• Sound Deadener and Insulation Assemblies 

• Extruded Butyl Tape sealants

PROJECT BACKGROUND
In 2016, the company embarked on a continuous improvement 
journey with the Automotive Industry Development Centre 
(AIDC) in partnership with Japan International Cooperation 
Agency (JICA).

Figure 1 – Picture of the sound deadeners produced

KAIZEN APPROACH
The below approach to Kaizen was taught by Japanese experts 
Mr Hayashi and Mr Suzuki. This approach included:

• Training and Awareness Sessions

• Conducted 2S Activities

• Drawing up current Material and Information Flow 
Diagram (MIFD)

• Identify and prioritize problems from the MIFD and 
observations  

• Solve the problems identified

Explanation of the MIFD:

• Stands for Material & Information Flow Diagram

• It is a detailed diagram that shows how:

 » Information flows from the customer to our plant.

 » How such information flows to other departments 
within our plant.

 » How material flows from receiving to despatch.

PROBLEMS IDENTIFIED
Problem areas identified through the MIFD, data analysis and 
discussions with management included: 

1. The need for 2S Activity.

2. Stagnation of WIP at the end of line.

Figure 2 – Graph indicating the gap between output and capability 
resulting in stagnation of WIP.  

3. Long product lead time.



RESULTS
1. 2S Activity.

2. Stagnation of WIP at the end of line. 

• Elimination of 53 Pallets of WIP caused by the gap 
between the line output of 35306 pieces per day and the 
production capacity of 28290 pieces per day

TARGET AND KPIS 
The following Targets and KPIs were identified and put in place:

1. Elimination of stagnation at end of line operation. 

2. Reduction in the product lead time.

3. Reduction in manpower on the line. 

ROOT CAUSE ANALYSIS
Various studies were conducted to define the causes of the 
problems identified from the MIFD. 

1. Elimination of stagnation at end of line operation. 

a. Identification of the cause of stagnation. Stagnation   
 caused by quality problems. 

b. Calculation of the WIP on the line.

c. Time studies to determine the cleaning time   
 standards. 

2. Reduction in the product lead time.

a. Documentation of the process steps. 

b. Identification of double handling on the line. 

3. Reduction in manpower on the line. 

a. Assessment of the current layout of the line.

KAIZEN ACTIVITIES
• Conducting the 2S Activity.

• Reduction of quality concerns on the line. 

• Re-organization of the end of line operation. 

• Align the shift pattern of the line and the cleaning 
operation. 

• Trial conducted on the re-arranged layout.

• Capital investment was made towards improving the line,  
including:

 » New mill machine.

 » Upgrades made to the Press machine.

 » New press belt.

Tawfeeq Abrahams
Tel: +27 41 393 2100

E-mail : info@aidcec.co.za
LinkedIN: https://za.linkedin.com/company/aidceasterncape

CONTACT DETAILS



3. Long product lead time. 4. Reduction in manpower on the line. 
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AUTOMOTIVE KAIZEN PROGRAMME
COMPANY PROFILE
The client is an automotive component manufacturer located 
in Uitenhage. The company produces interior, exterior and 
plastic components for the OEMs.

PROJECT BACKGROUND
The AIDC, JICA and the company teamed up to conduct a 
Kaizen activity at the production line. The identified line 
manufactures door mirrors.
This specific production line was chosen as a pilot area for 
the kaizen because the Mirror project was fairly new to 
the company and therefore there were opportunities for 
improvements.

Figure 1 – Picture of the assembled mirror. 

KAIZEN APPROACH
The below approach to Kaizen was taught by Japanese experts 
Mr Hayashi and Mr Suzuki. This approach has been taught to 
the client:

• Training and Awareness Sessions

• Conducted 2S Activities

• Drawing up current Material and Information Flow 
Diagram (MIFD)

• Identify and prioritize problems from the MIFD and 
observations  

• Solve the problems identified

PROBLEMS IDENTIFIED
Through the approach, various improvement opportunities 
were identified. Areas for opportunities identified are listed 
below: 

1. Irregular stock at the temporary storage area. 

 
Figure 2 – Process flow indicating the need for temporary storage due 
to a bottle neck at the testing station.

2. Too many operators on the assembly line.

 
Figure 3 – Yamazumi indicating idle time for various operators.

3. Large amount of finished goods stock in the storage area.



2. Too many operators on the assembly line.

a. Trial run indicated that 5 operators can be used to run  
 the line. 

Figure 5 – Results of the trial run conducted to reduce the number of 
operators on the line.

3. Large amount of finished goods stock in the storage area. 

a. Reduction of floor space by 30m2), dunnage and work  
 in process. 

b. 

Figure 6 – Reduction in floor space required. 

FUTURE PLAN
1. Too many operators on the assembly line.

Due to an increase in the production volume and challenges 
currently being experienced in achieving the output, the 
process of line balancing needs to be revisited.

ROOT CAUSE ANALYSIS
Various studies were conducted to define the causes of the 
problems identified from the MIFD. 

1. Irregular stock at the temporary storage area.

a. Time studies to determine the time standards of the 
bottleneck station. 

2. Too many operators on the assembly line.

a. Calculation of the Takt time.

b. Time studies to establish standard times for each   
 operation.

c. Compilation of combination tables.

d. Development of a Yamazumi chart.

3. Large amount of finished goods stock in the storage area

a. Development of standardized worksheet.

KAIZEN ACTIVITIES
The studies indicated that a solution was required to reduce 
the bottleneck on the line. Thus an additional testing machine 
was implemented. 

Additional activities included: 

• Implementation of a controlled store for skeleton parts.

• Separating of the capping station and the assembly line. 

Trials were conducted in an effort to reduce the number of 
operators on the mirror line with the goal of balancing the line.

RESULTS
1. Irregular stock at the temporary storage area.

a. Reduction of the bottle neck station from 73 seconds  
 to 42 seconds. 

Figure 4 – Reduction in cycle time of bottleneck station. 

b. Elimination of the need for temporary storage and   
 additional dunnage.

Tawfeeq Abrahams
Tel: +27 41 393 2100

E-mail : info@aidcec.co.za
LinkedIN: https://za.linkedin.com/company/aidceasterncape

CONTACT DETAILS
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EMPLOYEE ENGAGEMENT ASSESSMENT IN THE AUTOMOTIVE SECTOR

CASE STUDY OVERVIEW
To ensure the confidentiality of the 
participating company, they will be 
referred to as the client company. 
The Client Company’s interest in 
this journey towards optimising 
employee commitment and 
engagement is fuelled by gaining 
a better understanding of the 
employees and what’s driving their 
engagement, thereby leveraging 
employee behaviour/performance. 
Embarking on the Employee 
Engagement process assists in 
developing a sustainable solution for 
managing and engaging employees 
and provides insight into the most 
critical priorities of actions to 
improve employee retention and 
engagement.

The Client company is an Eastern 
Cape based global supplier in  the 
automotive industry. Operating for 
over 60 years, the client occupies 
a dominant position in the local 
aftermarket sector for its products, 
having 52% of this market segment. 
During the Employee Engagement 
assessment, the client company had 
a total of over 250+ employees. The 
collaborative project implementation 
took place over an 8-month period, a 
2-year cycle.

1. Introduction 
The AIDC EC as an independent service provider, assists client companies assess 
assessing the levels of employee engagement within the organisation, and supports 
the coordinating team in addressing this outcome with a relevant and sustainable 
action plan to ensure an engaged workforce.  

Assessing the level of employee engagement provides employers with a clear 
picture of what employees think of the organisation.  Measuring the key drivers 
of engagement within the organisation will allow employers to assess whether 
employees are engaged or disengaged.

Employee engagement is everyone’s responsibility: senior management, human 
resources, team leaders, and employees.  Although roles differ, every individual 
and team should be held accountable for the success of an organisation’s employee 
engagement initiative. If the senior management buys into the company’s employee 
engagement initiative. Research and extensive experience show that if the employees 
will be more engaged, clients loyal, and business outputs will improve. If the senior 
management team thinks engagement isn’t important, employees will be less 
engaged.

2. Research Gap 
• Policy: The company’s most recent review of applicable policies was undertaken 

12 years ago.  The responsible departments and persons will need to address the 
process that informs the frequency as well as the communication procedure for 
company policies. 

• Absenteeism: A human resources metrics report indicated a high absenteeism 
rate. In the month prior to the assessment, absenteeism is reported at 
approximately 3.25%, plant wide, but spikes are apparant in three specific work 
areas.

• Dismissals: Five employees were dismissed as a result of absence without leave.

• Turnover: High turnover spikes were apparant during the first quarter of the 
assessment year. 

• Company Acquisition: The company is in process of a merger/acquisition.  The 
change management process affects the personnel, and the success of the 
change management process is, to a great extent, dependent on the employees 
and their reactions towards the change.  A merger is a significant event both for 
the organisation and its employees and implies a long-term process of change 
and integration. Employees bring their cognition of the existing organisations and 
their expectations of the new organisation into the merger.  Employees and their 
openness to change are vital for the successful implementation of any change 
programme.  

• Communication: Platforms and structures (e.g. Roundtables, Multi-level 
meetings, sponsors etc.) established to assist with the barriers in communication 
between management and employees are still active, however the execution 
format, frequency and objectives are not in line with the intent.  

• Data review: The human resources department has no record of any prior 
Employee engagement assessments or similar climate assessments conducted 
within the company. 



3. Methodology 
The AIDC Employee engagement assessment methodology 
is comprised of 7 steps. An overview of each step is outlined 
below. 

Figure 1: AIDC EC Employee Engagement Assessment Methodology

The situational analysis assessment, took the format of a one-
on-one interview with the Human Resources manager, in an 
unstructured format which allowed for a solid understanding 
of the overall company environment as well as concerns, 
challenges and any other issues that may impact the 
company’s productivity or employee morale.  The Baseline 
assessment included an intensive document review, inclusive 
of analysing the organisational context, trends, developments, 
challenges and significant forces.  

The data collection method applied was triangulation, where 
the use of a survey, focus groups and one-on-one interviews 
were used to collect and validate data. 

The employee engagement survey process was introduced 
through visual aids, in the form of posters that were displayed 
throughout the company, next to the engagement survey 
introduction posters. The objective of the surveys is to give 
all employees a voice and make them feel that their opinions 
are valued. The survey roll-out was conducted on-site by AIDC 
EC team, over 2 days, with employees attending 15-minute 
allocated group slots

The objective of the one-on-one interviews is to allow active 
and honest participation without fear of victimisation and to 
be free from any internal pressures. Interviews were done in 
parallel with focus groups. The sample for this assessment 
included senior and middle management, where random 
selection was done based on the size of the management 
and middle management team. One-on-one interviews with 
a random selection, targeting at least 30% of the target 
population (executive level). A total of 8 out of 10 managers 
were interviewed in one day.

Focus group discussions were conducted to validate the 
findings from the engagement survey and more importantly, 
to get in-depth information about other issues that were not 
addressed in the survey. The discussions were facilitated by the 
AIDC EC lead researcher, who is a seasoned facilitator with a 
wealth of experience in conducting focus group discussions. 

Employees were eager to participate reflecting that platforms 
to safely air their views were rare.

ENGAGEMENT SURVEY

Figure 2: Client Employee Engagement Survey uptake 

The Total number of Employees present on day of 
data collection

The number of employees from who data was 
received with respect to paper-based survey.

209

248

In this case the sample size was 84%



Employee engagement Index
An employee engagement index is a 
measure of employee engagement 
in quantitative terms. The index acts 
as a gauge for employee engagement 
within a company and can be used 
for monitoring and evaluation when 
engagement is measured in the future.  
Findings show that the engagement 
index for the Client Company is 56%, this 
means that only 56% of the employees 
at the Client Company are engaged, 
hence the task for management is to 
implement interventions that will ensure 
that employee engagement levels 
increase over time. 

Figure 3: Client Engagement versus global benchmarks

Engagement segmentation allows the segmentation of employees according to the level of engagement as shown in Figure 4.  
• Fully engaged - these are employees that perform more 

than expected or stipulated in their job description. Such 
employees are loyal and are emotionally attached to the 
organisation

• Engaged - these are employees that meet organisational 
targets, however, need a little motivation to exceed the 
organisational expectations so that they become fully 
engaged.

• Partially engaged - These are employees that work for the 
sake of earning a living. If they achieve the organisational 
targets/ expectations, they achieve them by chance. 
However, if the company rewards do not meet their 
expectation, they easily become disengaged

• Partially disengaged - these are employees who are sometimes not willing to align to the organisation’s mission and values 
because they are not aware of the importance of such values.

• Disengaged - These are the employees who are not aligned to the organisational mission and vision. Such employees need a 
lot of motivation to align themselves to the organisational mission and vision. 

• Fully disengaged - These are employees that have completely lost faith in the organisation and can leave the organisation at 
any time if an opportunity arises. These employees always see the negative side of things no matter how the management 
may try to solve their problems.

Figure 4: Engagement Segmentation

FINDINGS

56%

Employees are engaged



The behavioural outcomes of engagement are a reflection of how employees are likely to behave in the organisation based on 
their level of engagement. For example, engaged employees are likely to; be motivated to do their work, stay in the organisation 
and speak positively about the organisation.  Findings in red below, show that 44% of the employees at the Client Company will 
not recommend the company to potential applicants while only 43% would like to stay in the company.

Engagement drivers or engagement enablers are the critical areas that impact the employee engagement level of a company.  
Findings show that the following engagement drivers needs attention; Rewards & Recognition, Employee discipline & resolution, 
leadership, brand connection, change management and communication (see diagram below).

Employee engagement One-on-One interview findings: Management 
The validation assessments confirmed that the levels of engagement are different between managers and employees. 
• Rewards & Recognition: Perceived as fair, no concerns.

• Employee discipline & dispute resolution: No concerns raised, potential for improvements.

• Leadership: Working in silos, exclusion in certain 
aspects of management,top down approach, 
majority feels departments doing well, perception 
that other departments are not doing well.

• Brand connection: Identified with company, loyalty 

• Change management: No major concerns, but 
minority felt communication transparency can be 
improved

• Communication: Concerns around transparency, 
timing, can be improved

Employee engagement focus groups discussion findings:Employees 
Focus group sessions confirmed the lowest rank engagement drivers as per the survey.
• Rewards & Recognition: Disgruntled, perceived fairness 

related to industry practice

• Employee discipline & dispute resolution: Favouritism, 
discrimination, ineffective communication, inconsistent.

• Leadership: Groups reported disconnect, perception of 
level of commitment & respect, Recommendations to 
leadership

• Brand connection: Decreased loyalty, lack of trust 
towards management, majority of employees will not 
recommend working at company 

• Change management: Not communicated, ineffective, 
perceived as not timeous

• Communication: Inadequate, inconsistent, not timeous
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ROADMAP TO ISO 9001:2015 QMS
INTRODUCTION
The client is a Steel Manufacturing and Fabrication Organisation based in East London, Eastern Cape, South Africa.
 

The company specialises in the manufacturing of mono poles, general structural steelwork and sub-station steel work. The 
production process consists of cutting, plasma & laser cutting, fabricating, assembly, welding and galvanising of steel.

It is 51% Black owned business with one Black Women Youth as a Director and employs 25 staff.
 

With the ever-increasing customer demand for formal quality management systems and the expectation of high-quality 
products at an affordable price, the client recognises the need to implement a formal quality management system. They saw the 
potential of securing more business through QMS certification and aligning to their vision of becoming a “Tier” supplier into the 
automotive manufacturing supply chain. 

The company partnered with the AIDC EC on their journey to  implement the International recognised Quality Management 
System standard ISO 9001:2015. It achieved certification in July 2019  - 7 months after the process was initiated. 

ROADMAP TO CERTIFICATION2. Roadmap to Certification



PROGRAMME APPROACH
 

3. Programme approach

Tr
ai

ni
ng

All Employees 
(Management
included)

Management 

Management 
(QMS) 
representative

• Customer satisfaction
• Quality principles
• Process approach
• Employee responsibility

Awareness 
training

• Documented information
• Continious improvement
• Internal Auditing
• Management review

Critical 
training

• ISO 9001:2015 
Requirements Overview

• ISO 9001:2015 1st and 2nd 
Part Auditing Techniques

Certified 
training

PROGRAMME APPROACH
The approach to certification is divided into the following main steps:

• Provide on the job training to management on the following topics; 

 » Awareness of ISO 9001:2015

 » Process flow approach

 » Risk and opportunity.

• Provide on the job training to all staff; 

 » Awareness of ISO 9001:2015

• Provide assistance with internal process audits.

• Provide assistance to conduct the management review meeting.

• Provide project management support with planning, coordinating SABS certification requirements and reviewing of all 
documented information.

• Provide assistance during the SABS stage 1 system audit and mitigate and advise on any corrective actions and follow up.

• Provide assistance during the SABS stage 2 process audit and mitigate and advise on any corrective actions and follow up.



APPROACH TO THE IMPLEMENTATION PROCESS
 

2. Approach to the implementation 
process

Description Duration Key Participants Outcomes

Training on the job
- Awareness
- Process flow
- Risk and 

opportunities

1 day Management Awareness of ISO 9001:2015 
standard requirements

Training on the job
- Awareness

1 day All staff (excluding 
management)

Awareness of ISO 9001:2015 
standard requirements

Internal auditing 
assistance 

1 day Process owners and 
QMS representative

Assure compliance to ISO 
9001:2015 internal auditing 
requirements

Management review 
meeting assistance 

1 day Management Assure compliance to ISO 
9001:2015 management review 
requirements

Project management 
support

8 hours QMS representative Project plan, coordinate SABS 
support and document review

SABS stage 1 
systems audit -
assistance 

1 day Management and QMS 
representative

Mitigation of any findings and 
corrective action

SABS stage 2 
process audit -
assistance 

1 day Management and 
process owners

Mitigation of any findings and 
corrective action

Ewald Meier
Tel: +27 41 393 2100

E-mail : info@aidcec.co.za
LinkedIN: https://za.linkedin.com/company/aidceasterncape
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• THE 6 PILLARS OF SAAM 2035

Local market 
optimisation 

Regional 
market 

development 
Localisation Infrastructure 

development 
Industry 

transformation 
Technology and 

associated 
skills 

development 

21 3 4 5 6

1+2

√

√

√ √

√Major impact Medium impact

LOCALISATION SUPERMARKET 
STRATEGIC VISION
The AIDC EC’s revised strategy is guided by the robustness of the newly developed strategic plan of the automotive sector - The 
South African Automotive Masterplan 2035, and alignment to the Provincial Economic Development Strategy. 

THE EASTERN CAPE VISION 2030 PROVINCIAL DEVELOPMENT PLAN HAS IDENTIFIED THE 

FOLLOWING GOALS AND ALIGNED OBJECTIVES FOR THE PROVINCE
• An improvement of economic infrastructure

• Stronger industry and enterprise support; and

• Rapid development of high-potential economic sectors.

THE SA AUTOMOTIVE MASTERPLAN 2035 (SAAM 2035) CONTAINS THE FOLLOWING OBJECTIVES: 
• Grow SA vehicle production from 0.65% to 1% of the global output

• Increase local content in SA assembled vehicles from 39% to 60%

• Double employment levels from 112 000 to  
224 000

• Improve industry competitiveness levels to that of leading international competitors

• Achieve transformation of the South Africa Automotive value chain

• Deepen value addition within the South Africa Automotive value chain

SUPERMARKET (CENTRALISED DEPOSITORY FOR LOCALISATION): 
One of the key enabling activities of achieving the localisation objectives is facilitating linkages between suppliers and customers. 
In order to achieve this, ECAIF has partnered with the AIDC EC and identified areas of collaboration.

The Supermarket will be the catalyst in support of deepening the value chain, driving localisation and work towards total 
inclusion. It is imperative that we widen the base of our tier suppliers to entrench the industry. The Eastern Cape is well 
positioned with its strong auto sector presence to pursue the opportunities presented by the Supermarket.

Transparent and robust methodologies are applied for pre-qualification followed by business and project plan, to enable access 
to the automotive supply chain, which has stringent quality and technical certification requirements.

PROCESS MODEL 6 PILLARS OF SAAM2035• THE 6 PILLARS OF SAAM 2035
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IMPACT OF LOCALISATION



LOCALISATION SUPERMARKET
The Eastern Cape Automotive Industry Forum (ECAIF) has accorded the AIDCEC the responsibility to establish and manage a 
Localisation Supermarket.

ABOUT:
The Localisation Supermarket is a repository of automotive parts that are currently 
being imported for use by South African Tier 1 companies and OEMs.

It enables local suppliers to express an interest in supplying these parts locally. 

PURPOSE:

To showcase in a transparent and accessible way localisation opportunity

To  promote and increase localisation

To encourage and guide the development of black-owned suppliers towards the 
transformation of the supply chain.

1

CLICK HERE view and identify the part/s you would like to 
submit an expression of interest for.

VIEW  
PARTS  
HERE NOW

Application Review Process:

• Internal panel review

• Contact of pre-qualifying applicants

• Engagement with pre-qualifying suppliers

3

2

SUBMIT AN 
EXPRESSION OF 
INTEREST

CLICK HERE to fill in and load required documents to 
submit your expression of interest. 

Visit www.aidcec.co.za then click on the Localisation Supermarket banner...

PRIORITY OF LOCALISATION
Among our range of industry support programs and activities we have also prioritised several high impact projects to make a 
significant and tangible impact on SAAM2035 goals and targets towards a globally competitive and transformed industry.

Focusing first on enterprise development, it is critical that the South African automotive industry improve its inclusiveness by 
supporting the development of 2nd and 3rd tier Black-owned automotive component and associated materials manufacturers. 

A reasonable target for the South African automotive value chain, according the SAAM2035 report, is to increase the 
contribution of Black-owned suppliers’ automotive GVA within the economy to 25% of the Tier 2 and Tier 3 total.

Moreover SAAM2035 targets an  increase in local content in SA assembled vehicles from 39% to 60%. 



Ewald Meier
Tel: +27 41 393 2100

E-mail : info@aidcec.co.za
LinkedIN: https://za.linkedin.com/company/aidceasterncape
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Industry, through ECAIF’s strategy development process, identified a need to improve awareness of OEMs’ and tier 1s’ 
localisation opportunities with tier 2s and 3s. The proposed mechanism for this is a standing component exhibition where OEMs 
and tier 1s can display components they are interested in localising and tier 2s and 3s can engage with these components. A 
centralised component exhibition (supermarket), updated regularly and acting as the central reference point for localisation 
opportunity and in particular the smaller Black-owned Tier 2s and 3s, would provide great benefit to Eastern Cape automotive 
suppliers. 

LOCALISATION 
SUPERMARKET

THE AUTOMOTIVE SECTOR


	Case Studies
	Cover
	files
	Cleaner production programme
	Company 2 - Cleaner production programme
	Company 1 - Cleaner production programme
	Automotive Kaizen Programme - RPI 1
	Automotive Kaizen Programme - RPI 2
	Employee engagement case study_2020
	Roadmap to ISO 9001 2015 QMS.


	Localisation Case Study



