ALUMINIUM CASTING LINE FLOWCHART
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NOTES:
1. ALUMINIUM CASTING RATE:— 2—-OFF 17 TON CASTS PER 24 HOURS (32 TON PER DAY) SKELETON
2, SLUG PRODUCTION:- 17 TON PER 24 HOURS (50% YIELD FROM CASTING) STRIP
3 SLUG ANNEALING:— 17 TON PER 24 HOURS.
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