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Abstract: Condition monitoring is implementation of the advanced diagnostic
techniques to reduce downtime and to increase the efficiency and reliability.
The research is for determining the usage of advanced techniques like Vibration
analysis, Oil analysis and Thermography to diagnose ensuing problems of the
Plant and Machinery at an early stage and plan to take corrective and preventive
actions to eliminate the forthcoming breakdown and enhancing the reliability of
the system. Nowadays, the most of the industries have adopted the condition
monitoring techniques as a part of support system to the basic maintenance stra-
tegies. Major condition monitoring technique they follow is Vibration Spectrum
Analysis, which can detect faults at a very early stage. However implementation
of other techniques like Oil analysis or Ferrography, Thermography etc. can
further enhance the data interpretation as they would detect the source of abnorm-
ality at much early stage thus providing us with a longer lead time to plan and take
the corrective actions. In Large Captive Power Plants and Aluminium Smelters,
Integrated Condition Monitoring techniques play an important role as stoppage
of primary system and its auxiliaries (boiler, steam turbine, generator, coal and
ash handling plants etc.) results into the stoppage of the entire plant, which in turn
leads to loss of productivity. From economical and operational point of view, it is
desirable to ensure optimum level of system availability.

Keywords: Condition monitoring; thermal power plant; vibration analysis;
thermographs; maintenance

1 Introduction

Thermal Power Plants or Steam Power Plants generate more than 65% of the total electricity produced in
the world. India is currently the 3rd largest producer of electricity in world and generation from coal based
thermal power is about 85% of the country's power generation [1]. The thermal power plant basically works
on the principles of a Rankine cycle. The Rankine cycle is a process that is used to convert heat into
mechanical work. The heat is supplied externally to a closed loop, which is used to convert water into
steam. That steam runs the turbine, which is coupled with a generator and the generator produces the
electricity. The heat sources used in thermal power plants are either combustion of fossil fuels like coal,
oil and natural gas or the nuclear fission [2].
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In the recent years, there has been a trend to build Large Thermal Power plants in order to have better
economic viability. With the growth of the capacity and size, the complexities of these plants have also grown
multifold. There is higher probability of fault occurrence in the system, when it is more complex. These faults
are characterized by their slow pace of growth and can be detected by carefully monitoring the changes in the
plant parameters. An early detection of these faults can allow time for preventive maintenance before a
catastrophic failure occurs. This is vital for the control of ensuing damage. Similarly, when there is a
chance of severe faults, it is necessary to detect them as early as possible and to take appropriate remedial
measures to avoid shutdown of plant and ensuring safety. Large thermal power plants have highly
complex but reliable instrumentation systems consisting of a variety of sensors for monitoring the process
parameters. The utility of these systems is further enhanced when they are used for fault detection

A thermal power plant consists of main and auxiliary components as well as other systems. The critical
components of a thermal power plant are Boiler and Auxiliaries, Steam Turbine and Auxiliaries and
Generator and Auxiliaries.

Continuous generation of electricity of a power plant depends on the higher availability of its
components and equipment’s. Higher availability of the components and equipment is inherently
associated with their higher reliability and maintainability.

Since its’ genesis, the Maintenance culture has evolved down, through different types of maintenance
techniques [3-6] like

� Unplanned Maintenance: Run to Failure or Breakdown maintenance

� Schedule Maintenance:

� Preventive Maintenance

� Condition Monitoring/Predictive Maintenance

� Reliability Centered Maintenance

� Total Productive Maintenance

In earlier days, the main form of maintenance was corrective (breakdown) maintenance instead of
predictive maintenance, resulting to high downtime with reduced generation, besides safety &
environmental issues. These challenges gave rise to Condition Based Maintenance (CBM) that actively
manages the health and condition of the assets; as maintenance work is only done when really needed
through use of diagnostic tools.

1.1 Condition Based Maintenance
Condition Based Maintenance (CBM) or Condition Monitoring is determining the health and condition

of equipment, machines and machinery systems by observing, checking, measuring, interpreting and
monitoring certain parameters. CBM provides information on failures, much before system is going to
fail [7]. The typical condition monitoring and fault diagnosis process usually consists of four phases i.e.
(i) Data acquisition, (ii) Features extraction, (iii) Fault trend analysis, (iv) Decision making. There are
different CBM techniques, such as: Vibration Analysis [8], Noise Analysis, Temperature Monitoring [9],
Motor Current Signature Analysis (MCSA) [10] and Wear Debris Analysis etc.

The maintenance practice at 1215 MW, Captive Power Plant (CPP) of Vedanta Limited, Jharsuguda,
Odisha, India shows that failure frequency of power unit components (Turbine, Induced Draft fan, Forced
Draft fan etc) is many times higher than other components of the power system (overhead lines,
transformers, switchgear, control systems, protections etc.). Intense wear and tear of machine elements as
well as the necessity of maintenance works, affect the routine repairs of power units. The economic
impact of power unit shut-down depends mainly on failure frequency, duration of repair and the period of
the year in which the shut-down happens. A very important aspect is therefore is to optimize the values
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of these above said parameters to improve availability. The main reasons of power unit components failures
can be classified as follows:

i) Defects in construction and design
ii) Material defects
iii) Assembly errors
iv) Operational wear and tear of material (corrosion, erosion, fatigue, strain, ageing)
v) Influence of external conditions (e.g., lack of fuel or water, power system disturbances, no external

demand etc)
vi) Faulty repairs
vii) Mal-operation
viii) Insufficient care to keep installation in appropriate technical condition.

The first three groups mentioned above generally reveal during the early lifetime of power machinery
and are corrected during the warranty repairs. Reasons belonging to the fourth reveal after a longer period
of operation. However, particular attention should be paid to the last three groups of reasons which
depend directly on skills of operators and maintenance staff working in a power plant.

Before implementing CBM in any industry, it is essential to perform a FMECA (Failure Mode, Effect &
Criticality Analysis) to identify the degree of criticality of various machineries and components of such
industry. Based on these, application of CBM techniques can be decided.

1.2 Failure Mode, Effect & Criticality Analysis (FMECA)
FMECA is an extension of failure mode and effects analysis (FMEA). It is a design method used to

systematically analyze probable component failure modes of product or process, assess the risk associated
with these failure modes and find out the resultant effects on system operations.

The basic steps for performing an FMEA/FMECA analysis include:

a) Identify the components(s), systems(s) or process (es) to be analyzed.

b) Identify the function(s), failure modes(s), effect(s), cause(s) and control(s) for each item or process to be
analyzed.

c) Evaluate the risk associated with the issues identified by the analysis.

d) Prioritize and assign corrective actions.

e) Perform corrective actions and re-evaluate risk.

f) Distribute among the team members performing FMECA, review and update the analysis, as appropriate.

Most analysis of this type also includes some method to assess the risk associated with the issues
identified during the analysis and to prioritize corrective actions. There is a common tool, used to
determine the degree of criticality of the machineries. i.e., Risk Priority Numbers (RPNs).

1.3 Risk Priority Numbers (RPNs)
The RPN is a result of a multiplication of three factors namely, severity (S) x occurrence (O) x difficulty

to detect (D). With each on a scale from 1 to 10, the highest RPN is 10 x 10 x 10 = 1000. This means that this
failure is not detectable by inspection, very severe and the occurrence is almost sure. If the occurrence is very
sparse, this would be 1 and the RPN would decrease to 100. So, criticality analysis enables to focus on the
highest risks.
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2 Methodology and Experimentation

The current study is based on Captive Power Plant (CPP) of Vedanta Limited (VL), Jharsuguda, Odisha,
India. It has nine units having a total capacity of 1215 MW.With the commissioning of its first unit in August
2008, the plant has come a long way with all the nine units commissioned in 2010. The plant possesses world
class technology supplied by Shanghai Electric Company, Sanghai. Technologies like High Concentration
Slurry Disposal (HCSD) and close circuit cooling systems installed in VL CPP are environment friendly
technologies with positive impact on reduction in water consumption.

The captive power plant supplies power to the Aluminum Smelter (capacity of 0.5 mMT). The power is
utilized for electrolysis of Alumina in 608 numbers of cells in pot lines to produce Aluminum hot metal. The
hot metal in turn is transported to Cast House for production of Aluminum Ingots, Wire Rods & Billets.

The Power plant along with Aluminum Smelter is certified with ISO 9001, 14001 and OHSAS 18001
i.e., Integrated Management System from IRQS. Also both these plants of Vedanta Limited has been certified
by SGS India Pvt Ltd for ISO 50001 (Energy Management System) and ISO 55001 (Asset Management
System).The plant has adopted the state-of-art digital distributed control system. It strives to be at the fore
front of technological innovation and establish itself as a leading player in both the domestic and global
aluminum industry.

The Power plant along with Aluminum Smelter is certified with ISO 9001, 14001 and OHSAS 18001
i.e., Integrated Management System from IRQS. Also both these plants of Vedanta Limited has been certified
by SGS India Pvt Ltd for ISO 50001 (Energy Management System) and ISO 55001 (Asset Management
System).The plant has adopted the state-of-art digital distributed control system. It strives to be at the fore
front of technological innovation and establish itself as a leading player in both the domestic and global
aluminum industry. The line diagram of a large thermal power plant is shown in Fig. 1.

Figure 1: Line diagram of a large thermal power plant
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CBM has been currently adopted in VL and it covers 2500 number of equipments monitored through
vibration analysis, 7500 number of equipments monitored through thermography and 1821 number of
equipments monitored through oil analysis.

Power units are complicated thermal and mechanical installations consisting of several components with
a different level of redundancy. Basic power unit components (boiler, turbine, and generator) are singular.
However, auxiliary devices like ID fans (Induced draft fans), FD fans (Forced draft fans), coal mills, feed
pumps, condensate pumps, cooling water pumps, ash handling units, coal handling plants etc. have
inbuilt standbys. The characteristic feature of reliability of power unit is directly dependent on the
redundancy of its’ auxiliary system in order to increase reliability of operation.

2.1 FMECA in Vedanta Limited
FMECA Analysis is currently done for all individual equipment up to replaceable part and the same is to

be reviewed once in a year. After taking care of all three parameters, the RPN of all the important equipments
are evaluated and presented in Tab. 1.

The above FMECA analysis has categorized some of the most important equipments of the captive
power plant and smelter unit. In this paper, we have considered three critical equipments for the analysis.
These are;

i) ID Fan (Induced Draft Fan)
ii) FD Fan(Forced Draft Fan)
iii) WRM (Wire Rod Mill)

3 Observations and Case Studies

Condition monitoring of the above critical equipments are done through vibration analysis and oil
analysis, which are presented as follows.

Table 1: Equipment criticality analysis for CPP

SN Equipments S O D RPN Remarksee note

1 Turbine 9 4 5 180 Most Critical

2 Wire rod mill 7 5 6 210 Most Critical

3 ID Fan 6 6 5 180 Most Critical

4 FD Fan 6 6 5 180 Most Critical

5 Air Pre-heater 7 5 4 140 Critical

6 CT Fan 4 4 3 48 Non Critical

7 BFP 4 3 4 48 Non Critical

8 ESP 3 6 3 54 Non Critical

9 Compressor 3 4 4 48 Non Critical

10 CW Pump 4 3 4 48 Non Critical

11 High Pressure Heater 4 3 3 36 Non Critical
Note: For this analysis, (i) RPN ≥ 150 is considered as most critical (ii) RPN in between 100 and 150 is considered as critical and (iii) RPN ≤ 100 is
considered as non critical.
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3.1 Case Study 1: Condition Monitoring of FD Fan
Sufficient air is required for complete combustion in boiler, which is supplied by two numbers of forced

draft fans. The quantity of combustion air is varied by controlling the blade angle using pitch control
mechanism. Two sections of steam coil air preheater are installed in the discharge of each forced draft
fan. Steam drawn from auxiliary steam header is used to preheat the cold air during initial start up to
minimize cold end corrosion. The schematic diagram of a FD fan set up is shown in Fig. 2.

3.1.1 Specification Details of FD Fan:
Motor: 400 KW, 992 RPM, MNDE (Motor Non Drive bearing):6326, MDE (Motor Drive end bearing),

NU 228EC3, FAN DE (Drive end): 6232MC3, FAN NDE (Non drive end): 6238, Vibration limit ≤3 mm/sec
(as per Original Equipment Manufacturer, i.e. Sanghai Blowers).

3.1.2 Machine Diagnosis Symptoms during Operation
The condition monitoring of FD Fan is done through vibration analysis. The vibration data are taken and

analyzed using Emerson make- CSI-2140 Vibration Data Logger with accelerometer and AMS Suite
Software. A typical case study, which was carried out during April 2018, has been taken for illustration.
The time-domain data as well as spectra of vibration signal have been captured and analyzed. These are
described as follows.

i) Vibration (RMS value) of 5.9 mm/s is observed at NDE of Fan on 15th April 2018 which was higher
than allowable limit of 3.5 mm/s.

ii) The amplitude of vibration is 5.0 mm/s at 1x RPM, which was prominent in vibration spectrum (Fig. 3).
That indicates unbalance in the impeller, which may be due to ash deposit.

iii) By taking the cross phase readings in both horizontal & vertical directions of Fan NDE & Fan DE
bearings, it is confirmed that there is force unbalance in the system as phase difference is 90
degrees [11-12].

As per the recommendation [11], the impeller and its hub were cleaned to remove the ash deposit. Fan
Impeller balancing has been done by installing 185 gm of balancing weight @ 64 degree, which has been put
on 7th blade out of 11blades in the impeller. After balancing, the amplitude of vibration reduced to 1.4 mm/s
at fan NDE, which is shown in Fig. 4. Also, the RMS value of vibration reduced to 1.5 mm/s.

3.2 Case Study 2: Condition Monitoring of ID Fan
Flue gas traveling upwards from the combustion zone in the boiler transfer heat to super heaters, re-

heaters etc., in the upper elevation of the furnace and through economizers arranged in the second pass of
the boiler and then enter the duct for the downward travel to Air Pre-heater. After transferring some of its
heat to air heaters, flue gas travels in two independent streams through Hybrid ESP (ESP and bag houses)
where 99% of fly ash is separated. Subsequently the flue gas is drawn by two radial flow ID fans, thus to

Figure 2: Schematic diagram of a FD fan set up

228 SV, 2019, vol.53, no.5



0 20 40 60 80 100 120 140 160 180 200 220 240 260 280 300 320

0.0

0.5

1.0

1.5

2.0

2.5

3.0

3.5

4.0

4.5

5.0

5.5

6.0

6.5

7.0

(16.50 / 5.93)

f [Hz]

v rms [mm/s]

RPM : 992 (16.53Hz)

FD FAN-3A\FAN\FAN NDE-H\trending\Spectrum 15-04-2017 12:13:09FD FAN-3A\FAN\FAN NDE-H\trending\Spectrum 15-04-2017 12:13:09

Figure 3: Vibration spectrum of NDE of FD fan

Figure 4: Vibration spectrum of NDE of FD fan (after removing of ash deposit)
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have balanced draft. The fan is provided with variable speed control through a Hydraulic coupling (VOITH
make) for regulation of the quantity of flue gases handled. Flue gas is finally discharged through a 275 M
high stack. The schematic diagram of an ID fan set up is shown in Fig. 5.

3.2.1 Specification Details of ID Fan
Rated KW: 1700 KW, Speed: 995 RPM, Bearing at Motor DE: 23044CC/C3W33, Bearing at Motor

NDE: NU240ECM/C3, Bearing at FAN DE: 22232EASMC3, Bearing at FAN NDE: 22232EASMC3

Vibration Limit: 6.5 mm/sec (as per Original Equipment Manufacturer, i.e., Sanghai Blowers)

3.2.2 Machine Diagnosis Symptoms during Operation
The condition monitoring of ID Fan is done through vibration analysis. The vibration data are taken and

analyzed using Emerson make- CSI-2140 Vibration Data Logger with accelerometer and AMS Suite
Software. A typical case study, which was carried out during December 2016–November 2017, has been
taken for illustration. Measurement of vibration readings are done at horizontal, vertical and axial
directions (shown in Tab. 2). The time-domain data as well as spectra of vibration signal have been
captured and analyzed. These are described as follows.

i) The vibration level of Fan Bearing (DE axial) was increasing gradually. The impending growth rate
indicates the probability of the system.

ii) From vibration spectra (Fig. 6), it is observed that high peaks at BSF (69.87 Hz) and its harmonics
indicate there is defect in bearing [11, 12]. The vibration amplitudes are 0.18 mm/s at BSF and
2.5 mm/s at 3x BSF.

As per the recommendation [11], the Fan DE bearing was replaced. After that the amplitude of vibration
reduced to 0.4 mm/s from 3.8 mm/s. Also vibration amplitude at BSF and its harmonics were decreased,
which is shown in Fig. 7.

3.3 Condition Monitoring of Gear Boxes for WRM-1 in Smelter
Wire Rod Mill is designed for production of aluminum rods of 9 mm diameter at the speed of 8 ton/hour

by the rolling process. Hot metal from the furnaces at around 700o C temperature is poured through the
precast launders to the casting area which is carried over to the rolling stands by the help of casting
wheel supported by idler wheels. The cast bar taken by the casting wheel passes through the entry shear
and then comes to the roughing mills (3 stands with low speeds and high reduction ratio) and finishing
mills (7 Stands with high speed and low reduction ratio), which is shown in Fig. 8. The required diameter
is achieved at the end of 10th stand and rod is then quenched by cold water after which it enters the
coiler area where coils of 2.5 MT are produced. This is finally packaged and handed over. Each stand
consists of a set of motor –gear box-roll modules- for the rolling process. Motors are VFD (Variable
Frequency Drive) driven with highest one is of 80 KW rating. Every alternate stand is of similar
construction. All odd number stands (stand1, 3, 5, 7, 9) are having horizontal arrangement of motor-gear

Figure 5: Schematic Diagram of an ID fan set up
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box- module while even number stands are having vertical arrangement of gear box. The vertical stands are
having bevel gear arrangements inside gear boxes with input of 1180-2100 rpm (Revolution per minute) and
output rpm is as low as 20 rpm. All these gear boxes are lubricated by individual self-contained lube units
with Servo mesh 320 gear oil. Each of these stands are monitored by the help of vibration analysis on weekly
basis and oil analysis on monthly basis.

3.3.1 Machine Diagnosis Symptoms during Operation
The WRM-1 roughing stand 2 is driven by a 30 KWmotor with 1180-2100 rpm VFD drive. The gear box

is with bevel arrangement of gears in 3 stages. This is quite critical as it is single line equipment. The condition
monitoring ofWRM is done through vibration analysis along with oil analysis. The vibration data are taken and
analyzed using Emerson make- CSI-2140 Vibration Data Logger with accelerometer and AMS Suite Software.
Vibration measurements are done at all bearing points in motors and input side bearings of gear box. The output
side bearing points of gear box are not accessible and accelerometer cannot be mounted on it. As per ISO 10816
it is class-2 equipment with vibration (rms) limits of 4.2 mm/s (alert) and 7.1 mm/s (alarm).

A typical case study, which was carried out during January-November 2017, has been taken for
illustration. The time-domain data as well as spectra of vibration signal have been captured and analyzed.
These are described as follows.

i) In the month of April 2017 during oil analysis it was detected that high amount of wear was observed
in gear box. But vibration trends (RMS value) were around 1.8 mm/s with no such abnormality at

Table 2: Vibration (RMS Value, in mm/s)

Date Parts 7th Dec.
2016

3rd June
2017

7th July
2017

17th Aug.
2017

18th Nov.
2017

Motor
NDE

H 0.8 0.9 0.5 0.7 Bearing replaced
on 12th Nov.
2017

0.3

V 0.5 0.6 0.4 0.5 0.3

A 0.7 0.7 0.6 0.7 0.6

Motor DE H 0.6 0.6 0.4 0.6 0.3

V 0.3 0.4 0.3 0.4 0.4

A 0.8 0.9 1.1 1.2 1.4

VOITH
DE

H 1.4 1.0 1.1 1.1 1.4

V 1.0 0.8 0.7 0.7 0.6

A 2.3 1.9 2.0 1.9 1.8

VOITH
NDE

H 1.6 1.7 1.7 1.9 1.2

V 2.5 2.6 2.6 2.1 1.3

A 2.0 2.1 1.8 2.0 1.7

Fan DE H 2.3 2.4 2.1 2.3 0.3

V 2.2 2.7 2.1 2.2 0.2

A 2.2 2.3 2.8 3.8 0.4

Fan NDE H 1.4 1.4 0.7 1.1 0.3

V 1.6 1.5 0.8 1.4 0.2

A 0.9 0.8 0.7 0.8 0.6
Note: H = Horizontal direction, V = Vertical direction and A = Axial direction. DE = Driving end, NDE = Non driving end.
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Figure 7: Vibration spectrum of fan DE (Axial), showing smaller BSF peaks (after replacing fan DE
bearing)
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spectrum analysis. There is no indication of bearing fault in vibration spectrum, as there is no peak at
BPFO, BPFI and BSF.

ii) So it was suspected to be a case of sediments deposit at gear box base and was recommended to change
the oil. Oil replacement was done.

iii) Same observations (i.e high amount of wear were also found) in oil analysis during May 2017. Then
it was recommended to flush the gearbox and further fill the gear box with clean oil. As per
recommendations the flushing was done by a flushing agent having 32 grade viscosity. It was
observed that fine shiny particles along with small amount of sediments were received at drain
points. After oil replacement with clean Servo mesh-320, the system was restored and vibration
measurements were about 1.5 mm/s.

iv) After that, again in June 2017, the wear amount was still present even after flushing the gear box. So, it
was suspected to be generated due to abnormal wear of some internal components. It was suggested to
inspect the internal of gear box.

v) Vibration spectrum was again analyzed and no such abnormalities of bearing faults (BPFO, BPFI etc.)
were observed. Spectrum indicated a peak at gear meshing frequency with very low amplitudes of
noise floor indicating a healthy spectrum.

vi) Since there is no peak at fault frequencies, the chance of bearing abnormalities was eliminated. Again
oil was replaced in gear box and the system was put back to operation.

vii) Subsequently, on 09th July 2017 the oil sample indicated high wear without any significant change in
vibration levels. Vibration (RMS) values were in similar trend. But now spectrum analysis (Fig. 9)
indicates the prominent peak at gear meshing frequency (i.e. 19.760 kHz.) and it’s harmonics along with
side bands which indicates gear meshing inaccuracies. It was recommended to check the gear conditions.

viii) In the month of Sept 2017, the gear box was removed and it was inspected. A crack had been
developed in one teeth and it was broken, which has led to wear in the system. Moreover, the gear
has further pitting marks due to the abrasive action of wear out particles.

Figure 8: General arrangements of wire rod mill stands
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ix) As per recommendation [11] the gear box was replaced with a new one. Readings after the actions
were completed indicated a clear spectrum depicting a healthy gear box (shown in Fig. 9).

x) After the gear box was replaced, oil analysis was conducted and the oil condition was in acceptable
limit without any wear particle indicating the broken tooth was the cause of the problem earlier.

3.4 Case Study 4: CBM of Hot Spot through Thermography in Phase # 1 Rectifier in Smelter.
Pot Lines in Smelter are power intensive. AC power from CPP switchyard is received by Smelter

switchyard and rectified to DC power utilized by pot lines. Smelter switchyard consists of two phases
with 5 nos. of Rectifier-Transformers and one no of auxiliary transformer each. The auxiliary transformer
feeds power to 6.6 kV bus bar of both the phases of switchyard. All area substations avail power from
6.6 kV bus bar of Phase 1 and phase 2. The current carrying capacity of incoming lines of rectifier is
2500 Ampere and voltage rating is 220 kV. If there any flash over occurs on the line, entire power system
becomes unbalanced and both Smelter and CPP may trip and collapse.

3.4.1 Machine Diagnosis Symptoms during Operation
The condition monitoring of Hot spot is done through thermographs using IR camera. Unit-13, 22l Bus

Bar Joint indicated hot spot at R phase with 110oC with red hot indication in the IR camera (as shown in
Fig. 10). The high temperature of 110oC in the bus bar joint might have led to electrical flash over

R
M

S
 V

el
o

ci
ty

 in
 m

m
/S

ec

Frequency in kCPM

001  - WRM 1 Vertical Stand 2 10024410 -G1H
   Shaft 01 Inboard Horizontal

0 50 100 150 200 250 300

0 

0.2

0.4

0.6

0.8

1.0

1.2
1.4Max Amp

  1.36 

12:02:31
16-Apr-18

11:41:29
11-Dec-17

Peak at GMF and side bands depicting gearbox
problem (on 09th July)  

No sidebands around GMF indicates no gear problem (on16th Sept.) 

Figure 9: Waterfall spectrums before and after gear box replacement

(a) (b)

Figure 10: Thermograph image, (a) before replacement, (b) after replacement

234 SV, 2019, vol.53, no.5



leading to tripping of rectifiers. This in turn would have resulted in stoppage of Pot line, impacting the Metal
production directly.

It was suspected that the Clamp/Jumper might be rusted needing cleaning or replacement if necessary.
As per recommendation, the clamp was replaced and the temperature reduced to 31oC in R- phase and was
equivalent to the one in Y and one in B phase indicating a healthy connection.

4 Summary

Condition based maintenance improves the reliability and capability of the system. It eliminates the
accidents and so-called ‘sudden failures’. Though there are several conditions monitoring techniques,
vibration analysis is considered to be a very sensitive and strong technique to trace the developments of
the defects. However, in some cases, one or more technique should be applied in combination to enhance
the reliability. Like in case study-3, the combination of oil analysis with a detailed vibration analysis was
able to detect the defect in gear box, which might not have been possible to detect by using single
technique. Equipping auxiliary machinery and suitable condition monitoring techniques ensure the
reliable, safe and resource-saving maintenance of power plants.

References
1. Power Technology Report. (2019). Retrieved on 21st May 2019. Available at https://www.power-technology.com/

features/feature-the-top-10-biggest-thermal-power-plants-in-india/.

2. Nag, P. K. (2008). Power Plant Engineering. New Delhi: Tata Mc Hill Publishing Co. Ltd. ISBN: 978-0-07-
064815-9.

3. Mohanty, A. R. (2014). Machinery Condition Monitoring: Principles and Practices. London: CRC Press.

4. Williams, J. H., Davies, A., Drake, P. R. (1994). Condition-based Maintenance and Machine Diagnostics. New
York: Springer.

5. Jardine, A. K. S., Lin, D., Banjevic, D. (2006). A review on machinery diagnostics and prognostics implementing
condition-based maintenance. Mechanical system and Signal processing, 20(7), 1483–1510.
DOI 10.1016/j.ymssp.2005.09.012.

6. Kim, H., Na, M. G., Heo, G. (2014). Application of monitoring, diagnosis, and prognosis in thermal performance
analysis for nuclear power plants. Nuclear Engineering and Technology, 46(6), 737–752.
DOI 10.5516/NET.04.2014.720.

7. Isermann, R. (2006). Fault-Diagnosis System, An introduction from Fault Detection to Fault Tolerance. New York:
Springer publication.

8. Jayaswal, P., Wadhwani, A. K., Mulchandani, K. B. (2008). Review article on machine fault signature analysis.
International Journal of Rotating Machinery, 1–10. DOI 10.1155/2008/583982.

9. Wong, W. K., Tan, P. N., Loo, C. K., Lim, W. S. (2009). An effective surveillance system using thermal camera.
Proceedings of International Conference on Signal Acquisition and Processing (ICSAP 2009), 3rd - 5th Apr 2009
Kuala Lumpur, Malaysia 13–17.

10. Mohanty, A. R., Kar, C. (2006). Fault detection in a multistage gearbox by demodulation of motor current
waveform. IEEE Transactions on Industrial Electronics, 53(4), 1285–1297. DOI 10.1109/TIE.2006.878303.

11. IRD Mechanalysis. 2009. Concentrated vibration signature analysis and related condition monitoring techniques.
Chapter 6. 6.1–6.139.

12. Girdhar, P. (2004). Practical Machinery Vibration Analysis and Predictive Maintenance. Burlington: Elsevier.

SV, 2019, vol.53, no.5 235


	Integrated Condition Monitoring of Large Captive Power Plants and Aluminum Smelters
	Introduction
	Methodology and Experimentation
	Observations and Case Studies
	Summary
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Warning
  /CompatibilityLevel 1.4
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile (None)
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Average
  /ColorImageResolution 300
  /ColorImageDepth 8
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /FlateEncode
  /AutoFilterColorImages false
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Average
  /GrayImageResolution 300
  /GrayImageDepth 8
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /FlateEncode
  /AutoFilterGrayImages false
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages false
  /MonoImageDownsampleType /Average
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000500044004600206587686353ef901a8fc7684c976262535370673a548c002000700072006f006f00660065007200208fdb884c9ad88d2891cf62535370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef653ef5728684c9762537088686a5f548c002000700072006f006f00660065007200204e0a73725f979ad854c18cea7684521753706548679c300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020b370c2a4d06cd0d10020d504b9b0d1300020bc0f0020ad50c815ae30c5d0c11c0020ace0d488c9c8b85c0020c778c1c4d560002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken voor kwaliteitsafdrukken op desktopprinters en proofers. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents for quality printing on desktop printers and proofers.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /NoConversion
      /DestinationProfileName ()
      /DestinationProfileSelector /NA
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure true
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /LeaveUntagged
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


