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Aluminium melt treatment prior to casting is of great necessary and has tremendous effects
on mechanical properties of the castings. This research investigated degassing techniques coupled
with flux injection in order to provide enhanced treatment efficiency and improved mechanical
property of aluminium 356 castings through reducing gas porosity and increasing melt cleanliness.
Experimental involved investigations on two degassing techniques, lance degassing and rotary
degassing coupled with a flux injection unit. The latter also provided comparative results on flux

feeding ffom sideway and on top and different types of fluxes used, powder and granular types.

Aluminium ingot with 20% aluminium chip was melt in a 20 kg crucible using a 1000 Hz
and 20-30 kilowatt induction furnace to simulﬁte the contaminated environment of the melt by
hydrogen and impurities. The controlled parameters for degassing plus flux injection are 1)
rotational speed of the graphite shaft, 2) argon gas flow rate, 3) Degassing and fluxing time, 4) Flux
injection technique and 5) types of fluxes. Experimental results showed that lance degassing
coupled with flux injection led to worsen melt tréat:meut efficiency and dramatically reduced
soundness of the castings. Rotary degassing on the other hand provided much better efficiency,
depending on the controlled parameters. Degassing coupled with flux injection at high rotational
speed (1000 rpm) and low argon gas flow rate (10 I/min) helped not to cause turbulence in the
aluminium melt. Degassing plus fluxing for 20 minute provided good experimental _results. In
comparison to flux feeding from sideway, flux feeding from the top eliminated a problem of
remaining flux left during flux carrying. Top feeding enabled lower argon gas flow rate; thereby,
lessening turbulence in the aluminium melt. Furthermore, higher flux feeding efficiency could be
obtained when granular flux was used. The smaller granular flux consumption was noted and
lower emission was detected during melt treatment, leading to better working condition and more

environmental friendly, in comparison to the usage of the powder flux.





