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COMPANY PROFILE

 Orient Cement is operating 3 Cement Plants 
in India:

- Integrated  Plant - Devapur, Telangana  
- Cement Grinding Unit - Jalgaon, Maharashtra
- Integrated Plant - Chittapur, Karnataka

 Overall Capacity of Orient Cement is 8.0 
MTPA.

Plant is certified with IMS:

• QMS 9001 : 2015
• EMS 14001 : 2015
• OHSAS 18001 : 2007
• EnMS 50001 : 2018
• FMS 41001 : 2018
• Member of CSI (WBCSD)
• Green Pro Certified by CII
• Member of GCCA

(Global cement & concrete association)



3

CEMENT PROCESS & PROCUCT DETAILS

Products

Process
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PLANT FEATURES

 Plant Location                     :   Itga (V), 
Chittapur (Tq) ,Gulbarga (Dist.) 
Karnataka.

 Commercial Production :    Sep 2015

 Clinker : 2MTPA

 Cement : 3MTPA

 CPP : 45MW

 Plant & Colony        : 266 Ha

 Mines                         : 519 Ha

 Green Belt                  : 273749 Saplings
(Till 31st March  2022)
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Energy Consumption Overview
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Thermal SEC (Kcal/kg clinker)

Sp. Energy consumption in last 3 years (FY 2019-22)
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Reduction % – 0.58
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Up to Clinker
(KW/MT of Clinker)

Sp. Energy consumption in last 3 years (FY 2019-22)

Electrical SEC
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Sp. Energy consumption in last 3 years (FY 2018-21)

Electrical SEC
OPC

(KW/MT of Cement)
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Comparison with National Benchmark

Specific Energy 
Consumption

National 
Benchmark

Yearly Best Figures 
of OCL, Chittapur 

SEC on 
2021-22

Thermal - Kcal/Kg 
Clinker 676 683 (FY 2019-20) 689

Electrical-kWh/T of 
Clinker 42.59 44.50 (FY 2021-22) 44.50

Electrical-kWh/T of 
Cement 56.10 60.03 (FY 2021-22) 60.03

The power achieved based on 50-50% of OPC & PPC products 
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Road map to Achieve National/Global Benchmark

All Process fans 
efficiency improvement 

Installation of  
Waste heat 

recovery power 
plant

Replacement 
of  Burner pipe

Installation 
of  VFDs 
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Major Energy Conservation Projects Planned 2022-23

Sl. 
No.

Energy 
Conservation 
Projects

Electrical 
energy savings
(In Lakhs 
kWh)

Thermal 
savings 
(Million 
kCal)

Investments
(Rs in 
Million)

Annual 
Savings 
(Rs in 
Million)

1 Optimization of Kiln 
Coal transportation 
phase density 

1.92 0.10 1.57

2 Cement Mill 1 Fan 
Efficiency 
improvement from 
76.3 % to 85.4 %

6.45 NIL 0.10 4.87

3 Cement Mill 2 Fan 
Efficiency 
improvement from 
75.6 % to 85.4 %

5.10 NIL 0.10 3.85
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Major Energy Conservation Projects Planned 2022-23

Sl. 
No.

Energy 
Conservation 
Projects

Electrical 
energy savings
(In Lakhs kWh)

Thermal 
savings 
(Million 
kCal)

Investments
(Rs in 
Million)

Annual 
Savings 
(Rs in 
Million)

4 Improve cooler ESP 
fan efficiency from 
40.5% to 86.15% by 
replacing with new 
impeller

9.40 NIL 0.50 7.10

5 Replacement of  all 
old and inefficient 
lighting system by 
Energy efficient 
Lighting system  i.e. 
LED

4.51 NIL 4.35 3.41
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Energy Saving Projects Implemented last three years

Year
No of 
Projects

Investments 
(INR Million)

Savings 
(INR Million)

FY 2019-20 07 9.2 34.90

FY 2020-21 09 1.18 25.50

FY 2021-22 09 3.05 17.02



14

Energy Saving Projects Implemented FY 2019-20

Energy conservation project

Electrical 
energy savings

Thermal 
savings 

Total 
Savings 

Investment
Pay back in 

months

In lac kWh Ton/yr
Rs in 

Million 
Rs in 

Million 

Heat resistance paint on 
preheater and cyclone area - 1337 10 4.2 5.04

Optimize lighting voltage in 
line 0.1 - 0.7 - Immediate

Reduction in the generating 
pressure of Post clinker 

section compressors from 7.2 
bar to 6 bar

3 - 1.8 - Immediate
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Cont.…..

Energy conservation project

Electrical 
energy 
savings

Thermal 
savings 

Total 
Savings 

Investment Pay 
back in 
months

In lac kWh Ton/year
Rs in

Million
Rs in Million

Optimization of packing plant 
operation 10 7 1 1.71

Compressor air leakages in Pre 
clinker 3 21 2.4 1 5

Optimisation of Raw mill fans 4 2.4 1 5

Optimization of coal firing 
blowers 12 500 10.6 2 2.6
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Energy Saving Projects Implemented FY 2020-21

Energy conservation 
project

Electrical 
energy savings

Thermal 
savings 

Total 
Savings 

Investment
Pay back 

in months

In lac kWh Ton/year
Rs in

Million
Rs in 

Million

Compressor's discharge 
pressure reduced from 6.0 

to 5.8 bar
2.31 - 1.88 - Immediate

Idle running of material 
handling section reduced 0.12 - 0.1 - Immediate

Applied heat resistance 
paint in kiln hood - 1.50 0.236 1.89

Changed HPSV lamps to 
LED lamps 0.52 - 0.42 0.80 22.86
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Energy conservation project

Electrical 
energy 
savings

Thermal 
savings 

Total 
Savings 

Investment
Pay back in 

months
In lac kWh Ton/year

Rs in
Million

Rs in 
Million

Raw mill product residue 
optimized from 3.3 to 3.6% on 

212 micron
3.70 - 3.02 - Immediate

Cement mill bag house 
heaters idle running hours 

reduced 
0.47 - 0.38 - Immediate

Idle running of cooler ESP 
transport reduced 0.11 - 0.09 - Immediate

Raw mill bag house idle 
running reduced 0.55 - 0.45 - Immediate

HRB discharge Bag filter fan 
changed to VFD 0.86 - 0.70 1.186 2.57

Cont.…..
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Energy Saving Projects Implemented FY 2021-22

Energy conservation 
project

Electrical 
energy savings

Thermal 
savings 

Total 
Savings 

Investment
Pay back 

in months

In lac kWh
Kcal/kg 

Cli
Rs in

Million
Rs in 

Million

Heat resistant paint 
applied in Kiln shell - 5.36 12.1 2.05 2.03

Cooler exit duct coating 
avoided by water spray 
line modification

1.15 - 0.95 0.525 6.63

Idle running for coal 
unloading circuit by 
reducing the wagon 
unloading time

2.592 - 2.02 - Immediate

VFD installed for 
crusher bag filter fan 111 
FN303

1.05 - 0.861 0.45 0.52
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Cont.…..

Energy conservation 
project

Electrical 
energy savings

Thermal 
savings 

Total 
Savings 

Investment
Pay back 

in months

In lac kWh
Kcal/kg 

Cli
Rs in

Million
Rs in 

Million

Bag filter fan interlock 
with packer operation 0.51 - 0.367 - Immediate

Dispersion plate installed 
in fly ash entry in both 
Cement mill

0.20 - 0.145 0.25 1.72

Changed HPSV lamps to 
LED lamps in Raw mill 
section

0.146 - 0.104 0.67 8.12

Raw mill circuit bag 
filters stopping in 
monsoon

4.14 - 0.29 - Immediate

Compressor pressure 
reduced 5.8-5.3 0.05 0.20 - Immediate
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Huge Coating build ups at both sides of cooler exit duct

Observation

 Cooler water spray both side nozzles operation with 
common temperature 

 No proper gas distribution to both ducts due to 
temperature difference 

 If coating collapse its lead to Kiln stoppage
 Increase in cooler vent fan speed due to less area of 

both exit ducts 
 Improper water spray in both line with one water 

spray pump

Problem

BEFORE

Innovation Project- 1

1. Cooler Water Spray Modification
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 Installed individual water lines for both side
 Separate pump installed in place of single pump for both 

lines

Modification

 Optimum water spray in both side
 No much temperature difference between both side and 

equal flow in both cooler exit ducts
 Cooler vent fan speed reduced from 98% to 85%
 ESP efficiency improved due to exit ducts velocity reduced 
 Cooler vent fan power reduced from 259 kWh to 239 kWh

Benefits & Results 

Cost saving due to Power – 11.52 lacs/Annum

Saving Achieved

AFTER

Innovation Project- 1
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Innovative Project- 2

2. Mitigated Clinker silo top dust spillage

Clinker silo top bag filter fan inefficient at the time 
clinker silo empty position

Observation

 Huge clinker dust spillage on clinker silo top
 Task force (12 numbers of manpower) engaging for 7 

to 8 days in every stoppage of kiln
 Unbale to perform any maintenance job on clinker 

silo top due to due to heavy dust spillage on top of 
clinker silo

Problem

There are two lines in clinker silo top bag filter fan, one is 
from silo and another one from clinker DPC discharge 
hood. The draft from silo was 90 to 100 mmWg and only 
20 to 30 mmWg draft was from clinker DPC discharge 
hood and the clinker dust also generating from their only. 
So we closed the clinker silo venting line damper and 
after that we got 130 mmWg draft from DPC hood side. 
After this modification, clinker dust spillage from DPC 
discharge hood totally mitigated

Modification

BEFORE
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Innovative Project- 2

Mitigated Clinker silo top dust spillage

 No dust spillage through clinker silo top DPC 
discharge hood

 Saved 12 numbers of manpower saved in 
every shutdown 

 Clutter free atmosphere on clinker silo top
 Easy maintenance on clinker silo top if any

Benefits & Results 

Cost saving due to manpower (Taken 8 numbers 
of stoppages) – 3.47 lacs/Annum

Saving Achieved

AFTER
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Previous Conditions:

DISCHARGE BELT INCLINED BELT

The tangential side of the packer were having two belts as indicated above. 

3. Removal of inclined belt and extension of  tangential 
discharge delt of rotary packer

Innovative Project- 3
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Modification Proposed:

• Removal of Inclined belt completely.
• Extending the discharge belt up to Roller conveyor and make it a single belt.
• Replacement of Rough Top belt with the plain belt, there by reducing the yearly 

average maintenance  cost of Rough Top belt.

Innovative Project- 3

Modification of tangential discharge belt- Rotary Packer
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Current Condition:

Modification is completed in all the Five Packers and are running 
successfully.
All modification works done by in-house manpower.

Modification of tangential discharge belt- Rotary Packer

Innovative Project- 3
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Direct/ Indirect Benefit:

1. Removed 1.1 Kw Geared Motor from each Packer;

Power Savings: 1.1 Kwh X 5 (packer) = 5.5 Kwh.
Cost Saving :    1.1 Kwh X 5 ( packer) X 6 ( Rupees) X 15 ( Avg running/day) X 365 X  

0.7 ( Efficiency) = 1.25 Lacs/ Year  Saved 

2. Rough Top belt cost savings;

Average life of the rough top belt is 1 year & cost of each belt is Rs 16,000.00. 
So it would cost 0.80 Lacs/ year. This is a direct saving as we are using a 
plain belt after this modification.

Total Saving : 2 Lacs/ Year + Stores & Spares for maintenance

Innovative Project- 3

Modification of tangential discharge belt- Rotary Packer



28

Current Practices/ Conditions:

Expected Practices/ Conditions:

 Frequently Bag jamming on belt conveyor. due to manual monitoring
system, Its causes to increasing Bag bursting.

 Bag flow monitoring has gone a long way towards achieving this. 
Through the use of ever changing and advancing technologies it has 
become possible to more effectively achieve bag flow monitoring. Finally 
result is more reliable system and control.

 We installed flap type sensor near divertor to reduce bag jamming.
 The flap type sensor sense continuously each and every bag flow on the

belt. if sensor continue ON indication, It pop up on DCS screen in
packing plant CCR.

 The sensor continue ON condition, there is bag jamming on the belt and
it leads to bag bursting. If sensor continuously ON for 6 seconds, then
belt stopped due to interlock

Innovative Project- 4

4. Installed flap type sensor to avoid bags jamming problem
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 After clearing the bag jam, informing CCR will start the belt by 
acknowledge the alarm.

 The most commonly used system is the so-called sensor loop system. 
There are many different types of this kind of systems, but the basic 
principle is the same.

Innovative Project- 4
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Utilisation of Renewable Sources

Year
Technology 
(electrical)

Type of 
Energy

Onsite/
Offsite

Installed 
Capacity 

(MW)

Generation 
2019-2020
(million 

kWh)

% of 
overall 

electrical 
energy

FY 2019-20 Wind turbines Wind energy Offsite - 12.7 8.8

Photo voltaic Solar Offsite - 4.4 3.05

Hydro electric 
power

Small Hydro 
Plant

Offsite - 3.9 2.7

FY 2020-21 Wind turbines Wind Energy Offsite - 9.2 7.24

Photo voltaic Solar Offsite - 7.42 5.84

FY 2021-22 Wind turbines Wind Energy Offsite - 12.47 9.70

Photo voltaic Solar Offsite - 11.20 8.70

Electrical Renewable Sources
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Utilisation of Renewable Sources

Year
Technology 

(thermal)
Type of 
Energy

Installed 
Capacity 
(million 

kCal)

Usage
(million 

kCal)

% of overall 
thermal 
energy

FY 2019-20 Combustion Alternative Fuel - 44152 3.41

FY 2020-21 Combustion Alternative Fuel - 18905 1.71

FY 2021-22 Combustion Alternative Fuel - 56296 4.94

Thermal Renewable Sources
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Sl No Waste Details Quantity
(MT/year)

GCV
(kCal/kg)

Heat value
(million 
kcal/year)

Waste as 
percentage of total 
fuel

1 Agro waste 917 3342 3065 0.23

2 Dolachar 1502 2298 3452 0.26

3 Carbon black 3879 5596 21707 1.67

4 Pharma waste 2287 2528 5782 0.44

5 Liquid AFR 3818 2656 10141 0.78

AFR Usage for the FY 2019-20

Waste Utilisation as Fuel in last three years



34

Sl No Waste Details
Quantity
(MT/year)

GCV
(kCal/kg)

Heat value
(million 
kcal/year)

Waste as 
percentage of total 
fuel

1 Agro waste 1978 2752 5443 0.48

2 Carbon black 36 5621 202 0.02

3 Pharma waste 1208 2413 2915 0.26

4 Liquid AFR 3134 2770 8681 0.78

5 Plastic Waste 42 7566 318 0.03

AFR Usage for the FY 2020-21

Waste Utilisation as Fuel in last three years
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Sl No Waste Details
Quantity
(MT/year)

GCV
(kCal/kg)

Heat value
(million 
kcal/year)

Waste as 
percentage of total 
fuel

1 Agro waste 11593 2753 30706 2.37

2 Carbon black 889 5943 5286 0.41

3 Pharma waste 2490 2369 5898 0.45

4 Liquid AFR 3495 2428 8487 0.65

5 Plastic Waste 1040 3704 3851 0.30

6 RDF & M Waste 1128 1799 2030 0.16

7 Dolachar 15.5 2489 38.63 0.003

AFR Usage for the FY 2021-22

Waste Utilisation as Fuel in last three years
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Year Name of 
Alternative raw 

material

Name of 
material gets 

replaced

Quantity used 
(MT/ Year)

2019-20 Red mud laterite 49090

2020-21 Red mud laterite 36808

2021-22 Red mud laterite 20435

Waste as Alternative Raw Materials in last three years
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 Information on GHG Inventorisation and public disclosure
Direct CO2 emissions UOM Values

Total CO2 from raw 
materials [t CO2/yr] 8,82,131

Total CO2 from fossil-based 
kiln fuels [t CO2/yr] 3,74,611

Total CO2 from non-kiln 
fuels [t CO2/yr] 2,06,360

Total direct CO2: all 
sources

[t CO2/yr] 14,63,102

 Scopes for reduction of CO2
 Maximum usage of AFR.
 Reduction of clinker to cement ratio.
 Optimization of  specific power and heat  

consumption.
 Installation of Waste heat recovery plant
 Supply chain
 Maximize the usage of PI and other additives

GHG Inventorisation
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 Action taken for CO2 emission reduction 
• Installation of waste heat recovery power plant is under 

progress
• PPC dispatch increased from 50% to 51%
• 34.5% fly using in PPC and 18.01 in SC
• TAT decreased by unmanned weigh bridge and RFID in 

weigh bridge. 
• Replaced HSD with SPD (Super Poly Diesel) for Kiln light 

ups 
 Absolute Emissions 

Year UOM 2018-19 2019-20 2020-21

Suspended Particulate 
Matter (SPM) mg/Nm3 19.45 22.36 21.63

Oxides of Nitrogen 
(NOx)

mg/Nm3 298.08 394.63 203.22

Oxides of Sulphur(SOx) mg/Nm3 33.72 9.13 20.02

GHG Inventorisation
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Carbon Footprint
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0.00
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Consistently Water positive during last 3 years 

Water Footprint/Accounting



42

Green Supply Chain Management Policy
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 Engage local vendors for sourcing 
of raw materials.

 Procurement of energy efficiency & 
star rated electrical appliances.

 Procurement of recyclable, re-usable 
and biodegradable materials.

 Consume recycled water for 
internal gardening and dust 
suppression.

 Usage of Rain harvesting water  
rather outsource.

 Installation of LED lights.
 Installation of RFID at  mines and 

packing weigh bridge area.
 Transportation  of coal and clinker 

via wagon.
 Adoption of automation 

technologies.
 Hiring vehicles which are efficient 

and less diesel consumption

Initiatives taken in Green Supply Chain
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Head Operations
AVP -Process

Maintenance head
Sr. GM-Mech

Quality head
DGM -QC

Head Electrical & 
Instrumentation

Team 2:

Kiln & Coal mill 
section head & 

engineers

Team 3:

Crushers & raw 
mill section 
engineers

Team 5:

Cement grinding 
in charge & 
engineers

Team 4:

Packing & 
dispatch section 

engineers

Unit Head   
S.V.P-Works

Energy Auditor/ 
Manager 

Head Mines
AGM-Mines

Team 1:

Mines section 
head & engineers

ENERGY MANAGEMENT COMMITTEE

Energy Management Cell
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Daily Monitoring System, Use of IoT
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1. Mobile App Solution for Plant Real Time Data Monitoring 

Section 
Incharge EngineerIns

Before

After

Section 
Incharge EngineerEle

Section 
Incharge EngineerMec

Section 
Incharge EngineerPro
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1. Mobile App Solution for Plant Real Time Data Monitoring 

 An overview startup page gives a quick real-time glance of all
equipment's. Further section-wise dashboards provides real-time
updates of process and equipment’s parameters.

Main Page Plant Overview Section-wise Link 
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1. Mobile App Solution for Plant Real Time Data Monitoring 

 Main Equipment Status monitoring through Color animation

Equipment Status Check 

KPI  Value  Check 

 Live signal value of Key Performance Indicators
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1. Mobile App Solution for Plant Real Time Data Monitoring 

 Detailed Analysis Tools

Trends Diagnostics Data 
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We have used Artificial Intelligence tool OptiMakx to analyse the disturbance 
affecting the performance of the system and able to conclude parameters 
need to be altered to improve the performance. After performing the 
optimisation we were able to reduce the error fluctuation in the system. Below 
table summarizes the ERROR % reduction to optimise. 

2. Plant Optimization through Digital Technologies 

S No PID Controller Name Before Optimisation   
Error %

After Optimisation 
Error %

1 Crusher Secondary Power 10  9.1 
2 Precalciner Temperature 1.2 0.23
3 Kiln Hood Draught  21 18
4 Coalmill Main Drive Power 1.70 0.85
5 Cementmill Load 4.0 2.8
6 Cementmill Baghouse  Inlet 

Draught
15.0 0.87
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2. Plant Optimization through Digital Technologies 

Adaptation of digitization technologies was one of the major contributor 
towards achieving the best specific power figures during 2021-22. 

61.65

45.6

69.31

52.08

70.11

60.03

44.5

67.95

51.03

68.28

Sp.Power on
Cement

Sp.Power on
Clinker

Sp.Power on
OPC

Sp.Power on
PPC

Sp.Power on
SC

Parameters 2020-21 Vs 2021-22

FY 2020-21 FY 2021-22

KwH/T 
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Project Takeaways:

1. Increase in the Alternate fuel consumption through stabilised plant process 
parameters allowing to push more Alternate Fuel. Reduction in Carbon Footprint by 
reducing Coal consumption.

2. Improvement in Plant Specific Power consumption by calculating and taking action 
to run equipment at optimum speed as per corresponding parameter condition. 

2. Improvement in milling operations by maintaining an optimum load by controlling 
through Closed loop controls. Enforces immediate but smooth action without 
affecting other parameters.

3. Helps in increase the equipment efficiency by avoiding Overload or Underloading 
of the Equipments. 

4. Enabling better control to process engineers by direct physical signal control 
instead of equipment control like setting proper  Differential Pressure setpoints helps 
automatic control of Weigh feeders based on real time value reaching limits.

2. Plant Optimization through Digital Technologies 
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2. Plant Optimization through Digital Technologies 

 Optimization of PC temperature signal: Developed Feed Forward logic for
maintaining stable Precalciner Temperature while feeding Alternate Fuel
Resource(AFR). The stabilized parameters where generated using
OPTIMakx Artificial Intelligence (AI) tool.

PC Temperature PID Values_ Before and After

Setpoint Actual  

Deg C
Before 

After 
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2. Plant Optimization through Digital Technologies 

Cement Mill Loading fluctuation error reduced from 4% to 2.8 % and Mill 
Inlet Draught reduced from 15% to 0.87 %

Before Optimisation –
More Fluctuation in Load 

After Optimisation –
Stabilisation in Load

Case-1 : Cement Mill 1 
Loading
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Stabilization of Coal Mill Main Drive Current, variation reduced from 1.70% to 
0.85% after tuning.

Case-2 : Coal Mill 
Main Drive Current  

After Optimisation -
Stabilised Mill Motor Current 

2. Plant Optimization through Digital Technologies 

Before  Optimisation -
Variation in Mill Motor Current 
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Coalmill Outlet Temp variation reduced from 2.2% to 0.8% providing mill 
stability. 

Case-3 : Coal Mill
Outlet Temperature

Before Optimisation  -
Variations  in Temperature 

After Optimisation  -
Stablized Temperature and operation

2. Plant Optimization through digital Technologies 
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3. Additional Data in Unmanned Weigh Bridge Software

Unmanned Weighbridge software during Gate In had only below details but no 
entry point for License / Insurance which were statutory

Before – No Fields



58

4. Additional Data in Unmanned Weigh Bridge Software

Provision of fields for validity of driver’s license, vehicle insurance and tank 
fitment certificate status in unmanned weigh bridge software during Gate-in:

Before After

After – Fields for details
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 Review meeting chaired by :
 Daily production  and power  report meeting is reviewed  by  Unit head .
 Breakdown analysis presentation by Cross functional team
 Planning of operation and maintenance.
 Environment and safety points are reviewed .

Teamwork, Employee Involvement & Monitoring
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Specific Power and heat Consumption report
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 Online Training Programme on "Advanced Pyro-processing Techniques 
for Improved Productivity and Clinker Quality“

 Raw Mix Design and Product Quality
 CII - Online Course on Certified Professional in Energy Efficiency
 Online Training Programme on “Energy Efficiency in Grinding 

Systems”
 Advanced Training Programme on Pre-processing & Co-processing for 

Alternate Fuels
 Online Training program on "Basic Concepts of Cement/Concrete 

Technology“
 FLSmidth- Process Measurement and Calculations
 Unleashing Potential Workshop
 Pyro Trouble Shooting
 Workshop on Competitiveness and Profit Enhancement
 Common Learning Program on Efficiency improvement in grinding

Energy efficiency/awareness trainings  
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Major Projects implemented through Kaizens

 Installation of sector gate below reject bin of raw Mill-1
Modification of blending silo feed bucket elevator discharge 

air slide
Spillage control at wagon tippler material handling section
Effective dust suppression at Limestone stacker
Aeration pad modification in Cement bulker loading circuit
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BEFORE: AFTER:

Replaced chute with 
Motorized Sector Gate

Chute

1. Installation of sector gate below reject bin of raw Mill-1

Raw mill Reject Bin

Rod Gate
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BEFORE INSTALLATION:

1) Frequent overloading and thereby tripping of Roller 
press feed bucket elevator due to uncontrolled 
extraction of material from reject bin.

AFTER INSTALLATION:  

1) Reduced overloading and tripping of Roller press feed 
bucket elevator by controlled extraction from reject bin 
and resulted in cost saving of rupees Rs.2500/Stoppage.

1. Installation of sector gate below reject bin of raw Mill-1
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2. Modification of blending silo feed bucket elevator discharge air slide

 BEFORE: 
• No isolation system between raw mill 1 & 2  silo bucket elevators 

discharge air slides.
• Need to stop both the raw mills for any maintenance activity of air slides.   
 AFTER:
• Installed manual slide gates for isolating raw mill 1 & 2 and resulted in ease 

of maintenance. 

RM-1 BUCKET 
ELEVATOR

RM-2 BUCKET 
ELEVATOR

MANUAL SLIDE GATE 
INSTALLED FOR ISOLATING 

RM1 & RM2

COMMON 
JUNCTION 

BOX
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Background

After commissioning of wagon tippler, it was 
the major concern that heavy spillage from 
ground hopper to the tippler drive floor 
during tippling operation. Whenever the 
ground hopper grizzle arrangement is filled, 
the excess coal tends to spill to the bottom 
drive pit area. 

3. Spillage control at wagon tippler material handling section

As the grizzle arrangement of the hopper was 
at ground level, it was very difficult to control 
the spillage into the near by bottom pit. So we 
have planned to lower the hopper grizzle 
arrangement by 450mm from the current level

Thought
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The level of entire grizzle arrangement of 
both hopers lowered by 450mm and 
additional strengthening also made by 
providing sufficient stiffeners

Remedy Action

During the operation of wagon tippler 
with next coal rake, it is being observed 
that ,heavy spillage in the tippler drive pit 
was reduced by 90%. The innovative 
modification work of grizzle arrangement 
has got its result and helped to get a 
spillage free operation.

Result

3. Spillage control at wagon tippler material handling section
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 Reduction in cost of cleaning manpower
 Elimination of damage of equipment parts due to spillage
 Reduction in total rake unloading time
 Safer and pollution free workplace

Benefits

No of workmen engaged for 
cleaning

10 Person, One shift, Rs.471/Head

Labor cost for cleaning after 
unloading of a coal rake RS. 4710/-

No of rakes unloaded. 
(June-2021 to May-2022)

46 Nos.

Total Early Saving 2.16 Lakh

3. Spillage control at wagon tippler material handling section
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Background
Despite of an active water spray at 
incoming belt conveyor of limestone 
stacker, effective dust suppression at 
limestone stacker discharge area 
couldn’t achieved due to huge dust 
emission from crushed limestone at 
stacker discharge areas.

4. Effective dust suppression at Limestone stacker

When we apply water spray only on 
the top of a belt conveyor, dust 
particles on the top layer of carrying 
material are only getting suppressed. 
So we have planned to install a 
header type water spray at the 
discharge chute itself so that the 
entire cross section area of crushed 
limestone will got moisturized and 
there by effective dust suppression 
can be achieved.

Thought
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Header pipe with spray holes is installed 
across the discharge chute of conveyor. 
And an inlet waterline connection is 
provided at one end of the header. Spray 
system is automated with an interlock 
with incoming belt conveyor in such a way 
that, water spray will be stopped when the 
conveyor is got emptied/stopped.

Remedy Action

4. Effective dust suppression at Limestone stacker
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After the installation of new water spray 
system, fugitive dust emission at 
Limestone stacker discharge areas are 
drastically reduced. And hence the 
workplace becomes more dust free and 
safer.

Result After

Before

4. Effective dust suppression at Limestone stacker
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Before Modification:

• Earlier the bin aeration pad was in horizontal position .
• Due to this we have faced frequent jamming at the gates, nearly 4-5 

times in a day.

PACKER BIN

BULK LOADING 
AIRSLIDE

AERATION PAD

5. Aeration pad modification in Cement bulker loading circuit



73

After Modification:

• Removed the old aeration pad and fabricated new aeration pad in
larger dimension - 80 mm longer than the pervious one.

• Installed the new pad inside the bin at an inclination of about 9 deg.
• Now the jamming at the gates have been reduced drastically and

happens once in a while.

PACKER BIN

BULK LOADING 
AIRSLIDE

MODIFIED 
AERATION PAD

5. Aeration pad modification in Cement bulker loading circuit
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Implementation of ISO 50001
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Dispersion plate installed in fly ash entry in both Cement mill

Background:
• Mismatch of PSD with Blain value
• Classifier load fluctuation.
• Mill stability.

Results:
• Mill stability improved.
• PSD improved in lower blain.
• Smooth operation of classifier
• Main motor and fan power reduced

Learning from CII Energy Award 2021
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 Received WINNER position in “Greentech Energy Conservation” Award 2021.

 Received “Unnatha Suraksha Puraskara” award from Director of Factories and Boiler”, Govt
of Karnataka.

 Received BEST ZERO LIQUID DISCHARGE PLANT award for 2021 from Mission Energy
Foundation.

 Chittapur CPP received WINNER award for Sox-NOx control for 2021 from Mission Energy
Foundation.

 Received 22nd National Award for Excellence in Energy Management 2021 from CII
(Confederation of Indian Industry).

 Received FIRST PRIZE in “Reclamation and Rehabilitation” category during “Mine
Environment and Mineral Conservation” function of Govt of Karnataka.

 Received PLATINUM AWARD FOR ENVIRONMENT EXCELLENCE FROM APEX INDIA.

 Winner for "21st Annual Greentech Environment & Sustainability Award 2021“ in the
Environment protection category

 Winner for “20th Annual Greentech Safety Award 2021”

Awards & Accolades 2021-22
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“Greentech Energy Conservation” Award 2021.
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“Unnatha Suraksha Puraskara 2021” – National Safety Council, Karnataka Chapter
Award presented by Shri. K Srinivas ( Director of Factories, Boilers, Industrial Safety & Health, 
Govt. Of Karnataka) & 
Shri. Lalit R Gabane ( Director General of National Safety Council, India)
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“Greentech Environment Protection” Award 2021.



80

“Greentech Safety Excellence” Award 2021.
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“Platinum award for Environment Excellence from Apex India.
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MINES ENVIRONMENT AND MINERAL CONSERVATION ASSOCIATION WEEK
2021-22 

UNDER AGIES OF INDIAN BUREAU OF MINES, BANGALORE REGION
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FIRST PRIZE 
Best Practices Adopted  

(Special Award)
(GROUP -1)

FIRST PRIZE
Environmental Monitoring

(GROUP – 1)
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SECOND  PRIZE 
Waste Dump Management

(GROUP -1) 

SECOND  PRIZE 
Reclamation and Rehabilitation

(GROUP -1) 
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MINES SAFETY WEEK CELEBRATION 2021 – MSAK, ZONE - IV

FIRST PRIZE – OVERALL PERFORMANCE (STATE LEVEL)

UNDER AGIES OF DIRECTOR GENERAL MINE SAFETY
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MINES SAFETY WEEK CELEBRATION 2021 – MSAK, ZONE - IV

UNDER AGIES OF DIRECTOR GENERAL MINE SAFETY

FIRST PRIZE – OVERALL PERFORMANCE (ZONAL LEVEL)
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FIRST PRIZE 
Loading &Transportation

(GROUP -B1)

FIRST PRIZE 
Mine Workings

(GROUP -B1)

FIRST PRIZE 
Safety Management System

(GROUP -B1)
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SECOND  PRIZE 
Maintenance of mining Machinery 

& Crusher
(GROUP -B1)

SECOND  PRIZE 
Drilling & Blasting

(GROUP -B1)

THIRD PRIZE
Publicity,

Propaganda & Innovation
(GROUP -B1)



89

THIRD PRIZE
Electrical Installation

(GROUP -B1)

THIRD PRIZE
Swachh Bharath Abhiyan

(GROUP -B1)
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22nd National Award for Excellence in Energy Management 2021

Awards & Accolades 2021-22



91

Major Achievements 

 One of the lowest energy consumption plant for both electrical and thermal 
 Preheater fan specific power achieved 3.3 units/MT of clinker
 Preheater fan inlet temp is 2260C
 We are happy to share our Chittapur QC Lab Achieved NABL Accreditation 

certification effective from 28.01.2022
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: muralimohanraju.p@orientcement.com
: 7829992123


