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Description
OBJECT OF THE INVENTION

[0001] The present invention refers to a procedure for the manufacture of high concentration manganese (Mn) min-
itablets for aluminium (Al) bath alloying, the purpose of which is to produce Mn minitablets with a 90-98% concentration
of this metal, for adding in Al smelting.

[0002] The object of the invention is to produce a minitablet product composed of Mn and Al powder whose first
component is obtained by electrolysis and grinding, while the second component is an atomised powder produced by
means of mechanical processes, both components being them mixed and compacted to form minitablets with a high
Mn concentration.

[0003] A further object of the invention is the device for the execution of the above-mentioned procedure, the device
where the loading, dispensing, compacting and final forming of the minitablets take place.

BACKGROUND OF THE INVENTION

[0004] The alloying of aluminium baths with manganese has changed substantially in recent times, and from the
original addition of lumps of metal, which gave rise to serious problems of purity and dissolving rate, there has been
a shift towards two different concepts of alloying: on the one hand, the use of parent alloys, consisting of Al and Mn
manganese alloys with a 10 to 25% Mn content, and, on the other, the addition of powdered Mn by means of injecting
the powder into the furnace. Although both methods are still employed today, their use has declined drastically since
the first compact Mn pellets were introduced towards the end of the seventies. These pellets, which came in the form
of tablets, minitablets or briquettes, combine concepts of the two previous methods, take advantage of their strong
points and reduce their drawbacks. The pellets consist of Mn powder in a concentration usually above 75% compacted
using Al powder as the binding agent, a flux, or a mixture of both, in a concentration of up to 25%. These materials
substantially reduced the amount of cold material which is added to the Al furnace in the alloying operation in compar-
ison with parent alloys. Furthermore, parent alloys usually contain 75 to 90% second smelting aluminium, which could
give rise to problems in the molten metal, besides calling for a stock 4 times higher than that of compacted powder
alloying agents. Moreover, they are easy-to-use materials that do not require the investment in equipment and safety
that is necessary for powder injection.

[0005] The greatfinancial step that was taken on changing parent alloys containing a maximum of 25% Mn to compact
alloying agents whose Mn content is 75% or more has generated constant pressure on the manufacturers of compact
alloying agents to obtain materials that, while being effective in the Al bath alloying process, also succeed in increasing
the Mn concentration in the compact alloying agent. In this respect, no materials are available on the market that
contain a percentage above 85% Mn, due mainly to the problems of compactibility of Mn, an abrasive and non-ductile
material. In addition, it is suspected that the material may not dissolve as quickly as the compact materials of lower
Mn concentration due to the reduced proportion of Al and/or flux, which also act as disintegrators of the compact when
this is put into the furnace, as reported by the scientific literature on the subject.

[0006] As the active alloying element of the compacts is Mn, the decreased Al content brings a series of advantages
for the founder. The amount of material to be added to the furnace is smaller, which means that less cold material is
added to the Al bath and that raw material stocks are reduced. Similarly, there is a cut in material transport costs, which
will be significantly lower than those of 75% or 80% compacts. Besides this, the price of products depends less on the
value of Al, subject to the changes in its quotation on the London Metal Exchange, and since Al is currently more
expensive than Mn, the cost of the set of the raw materials used in production would also be lower. Lastly, we have to
consider that the founder/user is not interested in adding a material (Al powder) to his furnace that he is able to sell
himself and which, moreover, has a value added due to atomisation, which is lost when smelting it again.

[0007] Despite these financial advantages, no compact Mn materials have appeared on the market with a concen-
tration of 90% or more. The attainment of this objective raises a series of scientific challenges when it comes to flow
production of these materials. On the one hand, experience indicates that the pressing process has to be improved in
order to be able to reach these Mn percentages. On the other, the raw materials have a series of factors that may be
modified when it comes to achieving a better performance. In addition, it has to be confirmed whether it is really nec-
essary to have compacts in the furnace with Al powder concentrations of more than 10% or 15% for the Mn dissolving
rate to be acceptable, or whether compacts with less than 10% Al dissolve in the furnace at a suitable rate.

[0008] The present study concentrates on the flow production and performance in the Al furnace of alloying minit-
ablets (cylindrical in shape) containing Mn in a concentration of more than 90%, Al being the remaining material.
Although it would be desirable to have this concentration available in standard sized tablets as well, the need to apply
high pressures to the material means that the study is complicated if the size of the compact diameter is larger than
40 mm. On the other hand, fluxes were initially rejected in this study insofar as they are materials whose binding action
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is considerably inferior to that of Al powder.

[0009] With regard to the raw materials to be used, Mn is the first limitation of the study. The chemical requirements
of Al baths involve the use of Mn of a high chemical purity, usually above the 99.7% level, which can only be assured
if the Mn is produced by electrolysis. At present electrolytic Mn is only produced in the Republic of South Africa and
the People's Republic of China, which reduces the possibilities of finding materials with different specifications. Mn,
which is usually in flake form, has to be converted into powder by grinding. The material normally used in the compacting
of Mn minitablets has a grain size of less than 450 microns. Mn powder is highly abrasive, a property that is enhanced
if the amount of fines (powder below 100 microns) increases, and which has a direct effect on the pressing quality and
the average life of the materials (punches and liner) of the press in which the material is compacted.

[0010] The situation is very different with regard to the Al powder involved. There is a great variety of Al powders on
the market that may be used in continuous industrial processes and with different applications. In the case of compacting
Mn half-tablets, it is normal to use Al fractions above 100 microns and below 1000 microns insofar as grain size is
concerned. These fractions are the ones that Al producers generally regard as a by-product in their production proc-
esses, inasmuch as the fine fractions of Al (below 100 microns) are the ones that have valuable applications in aero-
nautics and pyrotechnics on account of the explosive property of Al. This fact means that again the production of a
material of specific characteristics for the compacting of Mn tablets is skewed or subject to production conditions in-
dependent of the application that this study sets out to examine.

[0011] In general, the Al used in the production of Mn minitablets is a gas-atomised powder, although materials may
be used that are obtained by mechanised atomisation procedures, annealed materials or micronised swarf. As a rule,
atomised powders are the most suited to the requirements of the main functions of Al.

[0012] In the production of the Mn minitablets, Al acts as a binding agent, whereas electrolytic Mn, being highly
abrasive and non-ductile, is a material that does not compact on its own. Potential improvements in the process ap-
parently lie in the application of higher pressures to the material so as to enable these materials to be compacted.
Apart from using higher performance hydraulic units and applying greater force to the pressing punches, another pos-
sibility is to reduce the diameter of the minitablets, as the smaller the area of application is, the greater the actual
pressure. This represents a problem at industrial level, as smaller diameter minitablets give rise to lower productivity
(minitablets weigh less). To overcome this problem, it is necessary to work with several punches at the same time, and
the pressing process has to be effective for all the minitablets made in a cycle. This means that all the liners have to
be filled properly with the material to be compacted, that this must be mixed properly and not be different in each of
the liners in which it is received, and that the material must flow smoothly to these liners. In this respect, it is extremely
important to stop the mixture of Mn and Al powders from becoming separated at any time in the process (a problem
that could arise easily since the two materials have widely differing densities) and, furthermore, that the equipment
should be suitably sized so as to apply the pressure needed for compacting.

DESCRIPTION OF THE INVENTION

[0013] The procedure that is advocated offers a solution to the problems and difficulties mentioned in the previous
section, for which purpose it is specified that, starting from the two components used, which have to be mixed, namely
Mn and Al, Mn minitablets with a concentration of more than 90% should be compacted by using Mn produced by
electrolysis and ground from flakes of Mn of a chemical purity of 99.7% or more, which is subjected to a screening
process with a sieve with a mesh of less than 450 microns; the special feature of the Mn grinding process is that it is
controlled so that the content of fine Mn powder, with a size of less than 100 microns, should not be more than 15%,
as above this proportion the compacting of Mn minitablets cannot be assured with over 90% Mn in their composition.
[0014] The procedure also includes the fact that the most suitable Al for successfully compacting Mn minitablets is
atomised powder, which is produced by mechanical processes, with controlled size distribution, its nominal grain size
intervals being between 100 and 800 microns, with over 80% of the powder in the 350-720 micron range.

[0015] This grain size distribution is coarse enough to enable the material to be compacted and fine enough not to
retard the dissolving rate, through having reduced the number of Al grains with the increased Mn concentration in the
minitablet.

[0016] The invention also refers to the device for executing the foregoing procedure, consisting of a hopper for the
reception of an Mn and Al mix with the afore-mentioned characteristics, there being a central product diffuser in this
hopper which forces the product to flow through the sides of the hopper to prevent the mix directly reaching the feeder
of a second hopper which discharges into the respective pressing or compacting chamber, where pressing punches
will come into action.

[0017] The device has appropriate means that enable maximum, minimum and safety levels to be kept under control
in the compacting chamber so that it remains at a level of filling all the time such that none of the punches may try and
make an off-load compacting stroke.

[0018] As one of its main innovative features, besides the afore-mentioned central diffuser, the device includes a
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honeycomb dispensing valve interposed between the feed hopper and the compacting chamber, which is provided
with a series of dies that are mounted on a support integral with the actual feed hopper, so that the support-hopper
assembly is able to run along guides, in either direction, under the action of a pneumatic device, on which guides there
is in turn a moving punch support mounted, also driven by a pneumatic ram, so that the support-hopper movement is
independent of the moving punch movement, although such movements must be synchronised in order to fill, press,
compact and eject the formed minitablet.

[0019] Besides the aforesaid central diffuser and the location and use of the honeycomb dispensing valve, as an
innovative feature, the device also includes three electrical control means to monitor the maximum, minimum and
safety levels, corresponding to compacting chamber filling.

DESCRIPTION OF THE DRAWINGS

[0020] To supplement the description being given and in order to assist a better understanding of the features of the
invention, in accordance with a preferred example of a practical embodiment of same, as an integral part of this de-
scription a set of drawings is adjoined, wherein, for purely illustrative and non-restrictive purposes, the following is
represented:

Figure 1.- It shows the graph corresponding to the standard grain size distribution of the Mn used in the invention
procedure. The y-axis contains grain size intervals in millimetres, and the x-axis the percentage by volume of each
fraction. Grain size was measured by laser diffraction with dry method sample insertion.

Figure 2.- It shows a representation referring to the micrograph of the Al powder in granules used in the invention
procedure.

Figure 3.- It shows the graph referring to the standard grain size distribution of the Al used in the invention proce-
dure. The y-axis contains the grain size intervals in millimetres, and the x-axis the percentage by weight of each
fraction. Grain size was measured by a sieve tower.

Figure 4.- It shows a diagrammatic, partially sectional, side elevational view of the device for the execution of the
invention procedure.

Figure 5.- It shows an elevational view, front and sectional in this case, of the same device as in the previous figure.
PREFERRED EMBODIMENT OF THE INVENTION

[0021] The invention procedure, designed to produce Mn minitablets by compacting, with a concentration of more
than 90% of this metal, is based on using electrolytic Mn ground from flakes of a chemical purity of 99.7% or more.
The product is then screened with a sieve with a mesh of less than 450 microns, since it has been found that materials
containing significant fractions of a larger grain size give rise to much lower dissolving rates in the aluminium furnace.
The grinding process is controlled so that the content of Mn fine powders (below 100 microns) is more than 15%, as
above this percentage it has been found that the compacting of minitablets cannot be assured with more than 90%
Mn in its composition. Figure 1 shows the graph referring to the standard grain size distribution of the Mn used.
[0022] The tests made indicate that the Al powder most suited for compacting Mn tablets with a concentration of
more than 90% is powder atomised by mechanical procedures, the special performance of this AL powder being due
to its spongy granule structure that permits suitable fluidity on the metal surfaces of hoppers but which maintains
sufficient air holes in the grains, so that the material is endowed with greater compressibility. Figure 2 shows the
micrograph of the Al powder in grains, according to a microscope enlargement of this type of powder.

[0023] The foregoing Al powder also has a controlled grain size distribution, its nominal grain size intervals being
between 100 and 800 microns, with over 80% powder between 350 and 720 microns. This grain size distribution is
coarse enough to enable the material to be compacted and fine enough not to retard the dissolving rate, through having
reduced the number of Al grains (which trigger the dissolving reaction on the minitablet Mn in the furnace) with the
increased Mn concentration in the minitablet. Figure 3 shows the graph referring to the standard Al grain size distribution
in the grains used.

[0024] The device for executing the procedure is represented in figures 4 and 5, comprising a hopper (1) for reception
and storage of the mix, which is fed in through the respective filler neck (2), a mix which, as stated, is composed of
Mn and Al. The mix has to be homogeneous and, on being received in the hopper (1), it falls on a centrally positioned
diffuser (3), a diffuser (3) that has a conical layout and is supported on legs (4), so that this diffuser forces the product
to flow through the sides of the hopper (1) and never directly onto the feeder hopper (5) provided at the outlet of the
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hopper (1), and from which hopper (5) the product moves onto the compacting hopper (6). The diffuser (3) prevents
the effects of product separation and assures continuous fluidity at the same level of product in the hopper (1). The
compacting hopper (6) is a vertical continuation of the feeder hopper (5), so that the former defines a chamber which
maintains a product level and in which the compacting is done by means of both fixed punches (7) and moving punches
(8).

[0025] The compacting hopper (6) is provided with a series of dies (9), of varying number depending on the size of
the device, and the product or Mn and Al powder reaches these dies (9) by way of a honeycomb valve (10) interposed
between the feeder hopper (5) and the compacting hopper (6), so that a metered amount of product passes through
this valve and is loaded onto each one of the dies (9), as the honeycomb valve (10) forms a sort of drum-sector that
is loaded with a given quantity of product so that, when this valve turns through an angle, the corresponding sector
load discharges on the compacting hopper (6) and the product reaches the respective die (9). The dies are arrayed
on a support (11) which is integral with the actual compacting hopper (6), and that support-hopper assembly is mounted
on guides (12), along which it may move in either direction under the action of a pneumatic device, on which guides
(12) there is in turn a moving punch (8) support (13) mounted, also driven by a pneumatic ram or device. The support-
hopper movement is independent of the moving punch movement, although such movements must be synchronised
in order to fill, press, compact and eject the formed minitablet.

[0026] The fixed punches (7) are arranged co-axially facing the moving punches (8), the latter being installed on a
static support (14).

[0027] In this way, when the support (11) with the compacting hopper (6) moves forward, the die (9) is filled and then
trips the moving punch (8), which advances and compacts the material located between it and the fixed punch (7). The
moving punch (8) then moves back and the support-hopper assembly slides slightly forward so that the fixed punch
(7) ejects the minitablet, whereupon the cycle starts over again.

[0028] It is essential for this device to maintain a minimum product column level in the compacting chamber (6), so
that none of the punches attempts to compact an empty die, which would result in the breakage of the punches and
column or chamber. This level is maintained by the use of three electrical controls and the afore-mentioned honeycomb
valve (10), controls which correspond to references A, B and S, and which indicate the maximum level, minimum level
and safety level of the product in the compacting chamber (6), all of this in such a way that the safety level S causes
the device to shut off if the product drops below this level because there will be a risk of emptying the chamber, whereas
level B is the product level that permits a reproducible column weight to be maintained capable of assuring suitable
fluidity and consistent reproducible filling at all the punches. When the product has reached that level, the honeycomb
valve (10) opens and dispenses more product from the hopper. This honeycomb valve (10) closes when the product
reaches the maximum level A.

[0029] To obtain proper compacting of the half-tablet with an Mn concentration of 90% or more, it is necessary to
work with punches capable of applying a pressure of 7500 Kg/cm?2 of punch. In a practical example a check was made
on the mechanical strength of the product obtained with 90% and 95% Mn, in the conditions explained, a mechanical
strength check that was carried out by means of a drop test consisting of dropping a number of minitablets onto a
cement floor from a height of 1 m, recording the number of impacts required to cause breakage and for the loss of 2%
weight of the minitablet.

Minis Mn 90% Minis Mn 95%
Number of tests 5 5
Drops to 2% weight loss 3+1 1.3+0.6
Drops to breakage 3.7+0.6 2.3+0.3

[0030] Dissolving tests of these Mn minitablets with concentrations of 90% or more were conducted in Al baths, using
for this purpose a rotary gas-fired semi-industrial furnace with a capacity of 400 kg Al. The experiments were performed
in accordance with regular standard processes for the addition of minitablets, bath slag removal, stirring and sample
collection. The samples were analysed by spark spectrophotometry.



10

15

20

25

30

35

45

50

55

EP 1 489 161 B1

Claims

Procedure for the manufacture of high concentration manganese minitablets for aluminium bath alloying which,
having as its object the production of Mn minitablets or tablets with a concentration between 90 and 98% of said
metal, starting from a mixture of powdered Mn Al, for the alloying of aluminium and other metal baths, is charac-
terised in that it consists of using electrolytic Mn ground from flakes of a chemical purity of 99.7% or more, and
Al powder atomised by mechanical means, with a controlled grain size distribution between 100 and 800 microns,
and with over 80% powder between 350 and 720 microns, while a check is made on the Mn grinding to prevent
that the content of fine Mn powder, with a size of less than 100 microns, should not be more than 15%.

Procedure for the manufacture of high concentration manganese minitablets for aluminium bath alloying, according
to claim 1, characterised in that the ground electrolytic Mn is subjected to a screening process with a sieve with
a mesh of less than 450 microns.

Procedure for the manufacture of high concentration manganese minitablets for aluminium bath alloying, according
to previous claims, characterised in that the level of the Mn and Al, mix in the corresponding compacting means
monitored by respective sensors to keep this mix level between limits that assure the execution of the actual
compacting.

Device for the manufacture of high concentration Mn minitablets for aluminium bath alloying, which, being designed
for the execution of the procedure of the preceding claims starting from a mixture ground electrolytic Mn powder
and atomised Al powder, said device comprising a mix storage and reception hopper, as well as compacting means
in a suitable compaction chamber with dies in which the minitablets are formed, including also punches both for
pressing and ejecting the formed tablets, is characterised in that the storage hopper (1) is provided with a central
diffuser (3) that diverts the product towards the sides of the hopper, thereby preventing said product from passing
directly to the respective feeder (5) and compacting (6) chambers, including between the feeder hopper (5) and
the compacting hopper (6) a honeycomb valve (10) for dispensing product to the respective dies (9) forming part
of the compacting chamber (6) in which the minitablets are formed; said honeycomb valve (10) being designed to
be divided sectorally so as to go on supplying the doses of product to the compacting chamber (6) individually,
with the result that each of the dies (9) is filled for subsequent compacting, formation of the tablets and their ejection
by means of the respective fixed punches (7), which act in combination with other moving punches (8) to carry out
the compacting and pressing of the product in the dies (9).

Device for the manufacture of high concentration Mn minitablets for aluminium bath alloying, according to claim
4, characterised in that it includes three electrical product level sensors in the compacting chamber (6) to monitor
the maximum level A, the minimum level B and the safety level S, which determine the correct compacting of the
product in the dies (9).

Patentanspriiche

1.

Verfahren zur Herstellung von hochkonzentrierten Manganminitabletten fiir eine Aluminiumbadlegierung, dessen
Gegenstand es ist, Mn Minitabletten herzustellen oder Tabletten mit einer Konzentration zwischen 90 und 98%
des besagten Materials, ausgehend von einer Mischung aus pulverférmigem Mn Al fir die Aluminiumlegierung
und andere Metallbader, dadurch gekennzeichnet, dass es in der Verwendung von elektrolytischer Mn -Masse
aus Flocken mit einer chemischen Reinheit von 99.7% oder mehr besteht und durch mechanische Mittel dampf-
zerstaubtem Al-Pulver mit einer kontrollierten Korngréssenverteilung zwischen 100 und 800 Mikronen und mit
mehr als 80% Pulver zwischen 350 und 720 Mikronen, wahrend das Mahlen des Mn Uberpriift wird, um zu ver-
hindern, dass der Anteil an feinem Mn-Pulver mit einer Grésse unter 100 Mikronen Uber 15% liegt.

Verfahren zur Herstellung von hochkonzentrierten Manganminitabletten fiir eine Aluminiumbadlegierung gemass
Anspruch 1, dadurch gekennzeichnet, dass die Masse an elektrolytischem Mn einem Siebungsprozess unter-
worfen wird mit Siebmaschen, die kleiner sind als 450 Mikronen.

Verfahren zur Herstellung von hochkonzentrierten Manganminitabletten fiir eine Aluminiumbadlegierung gemass
den vorangegangenen Ansprichen, dadurch gekennzeichnet, dass die Niveaus an Mn und Al in den entspre-
chenden Kompaktiervorrichtungen gemischt werden, die durch jeweilige Sensoren Gberwacht werden, um die
Mischungsniveaus innerhalb der Begrenzungen zu halten, die das Erzielen des Kompaktierens an sich gewahr-
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leisten.

Vorrichtung fir die Herstellung von hochkonzentrierten Manganminitabletten fiir eine Aluminiumbadlegierung, die
zur Durchflihrung des Verfahrens der vorangegangenen Anspriiche entwickelt wurde, ausgehend von einer Misch-
mass aus elektrolytischem Mn-Pulver und dampfzerstaubtem Al-Pulver, wobei die besagte Vorrichtung ein Mi-
schungslager und einen Aufnahmetrichter umfasst sowie Kompaktiermittel in einer geeigneten Kompaktierkammer
mit Plattchen, in denen die Minitabletten geformt werden und ausserdem Stanzer sowohl zum Pressen als auch
zum Ausstossen der geformten Tabletten umfasst, dadurch gekennzeichnet, dass der Lagertrichter (1) einen
zentralen Zerstauber (3) aufweist, der das Produkt auf die Seiten des Trichters lenkt, wodurch verhindert wird,
dass das besagte Produkt direkt zu dem jeweiligen Fiilltrichter (5) und den Kompaktierkammern (6) gelangt, wobei
zwischen dem Filltrichter (5) und dem Kompaktiertrichter (6) ein Kreuzventil (10) vorgesehen ist, um das Produkt
den jeweiligen Plattchen (9) zuzufiihren, die Teil der Kompaktierkammer (6) sind, in der die Minitabletten geformt
werden; wobei besagtes Kreuzventil (10) so entworfen ist, dass es in Bereiche unterteilt werden kann, um weiterhin
Produktdosen den Kompaktierkammern (6) individuell zufiihren zu kénnen mit dem Ergebnis, dass jedes Plattchen
(9) gefllt wird fir das darauffolgende Kompaktieren, Formen der Tabletten und Ausstossen mittels der jeweils
fixierten Stanzen (7), die in Kombination mit anderen beweglichen Stanzen (8) arbeiten, um das Kompaktieren
und Pressen des Produkts in den Plattchen (9) durchzufiihren.

Vorrichtung fiir die Herstellung von hochkonzentrierten Manganminitabletten fur eine Aluminiumbadlegierung ge-
mass Anspruch 4, dadurch gekennzeichnet, dass sie zwei elektrische Produktniveausensoren in der Kompak-
tierkammer (6) umfasst, um das Hochstniveau A, das Mindestniveau B und das Sicherheitsniveau S zu Uberwa-
chen, die das korrekte Kompaktieren des Produkts in den Plattchen (9) gewahrleisten.

Revendications

Procédé pour la fabrication de mini-tablettes a haute concentration de manganése pour l'alliage de bain d'alumi-
nium, lequel, ayant pour objet la production de mini-tablettes ou tablettes de Mn avec une concentration entre 90
et 98% dudit métal, en partant d'un mélange pulvérulent de Mn Al, pour I'alliage d'aluminium et d'autres bains de
métaux, est caractérisé en ce qu'il consiste a user du Mn électrolytique broyé a partir de flocons d'une pureté
chimique de 99,7% ou plus, et de la poudre d'Al atomisée par des moyens mécaniques, avec un distribution
granulométrique contrdlée entre 100 et 800 microns, et avec plus de 80% de la poudre entre 350 et 720 microns,
tandis que I'on fait une vérification de la trituration de Mn pour prévenir que le contenu de poudre fine de Mn, avec
un dimension inférieure a 100 microns, ne soit pas supérieure a 15%.

Procédé pour la fabrication de mini-tablettes a haute concentration de manganése pour l'alliage de bain d'alumi-
nium selon la revendication 1, caractérisé en ce que le Mn électrolytique broyé est soumise a un procédé de
tamisage avec un tamis ayant une maille inférieure a 450 microns.

Procédé pour la fabrication de mini-tablettes a haute concentration de manganése pour l'alliage de bain d'alumi-
nium, selon les revendications antérieures, caractérisé en ce que le niveau de Mn et Al, mélangé dans les moyens
de compactage correspondants surveillés par les capteurs respectifs pour maintenir ce niveau de mélange entre
des limites qui assurent I'exécution du compactage actuel,

Dispositif pour la fabrication de mini-tablettes a haute concentration de Mn pour l'alliage de bain d'aluminium,
lequel, étant congu pour I'exécution du procédé des revendications antérieures en partant d'un mélange de poudre
de manganése électrolytique broyé et de poudre d'aluminium atomisée, ledit dispositif comprenant une trémie de
réception et de stockage du mélange, ainsi que des moyens de compactage dans une chambre de compactage
appropriée avec des matrices dans lesquelles sont formées les mini-tablettes, en incluant également des poingons
aussi bien pour presser qu'éjecter les tablettes formées, est caractérisé en ce que la trémie de stockage (1) est
pourvue d'un diffuseur central (3) qui dévie le produit vers les cétés de la trémie, en prévenant, par conséquent,
que ledit produit passe directement a I'alimentateur respectif (5) et aux chambres de compactage (6), en incluant
entre la trémie d'alimentation (5) et la trémie de compactage (6) une soupape a nid d'abeilles (10) pour distribuer
le produit aux matrices respectives (9) qui font partie de la chambre de compactage (6) dans laquelle sont formées
les mini-tablettes; ladite soupape a nid d'abeilles (10) étant congue pour étre divisée sectoriellement de maniére
a continuer la distribution des doses de produit a la chambre de compactage (6) individuellement, en ayant comme
résultat le fait que chacune des matrices (9) est remplie pour le postérieur compactage, formation des tablettes
et leur éjection au moyen des poingons fixes respectifs (7), qui agissent en combinaison avec d'autres poingons
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mobiles (8) pour réaliser le compactage et le pressage du produit dans les matrices (9).

Dispositif pour la fabrication de mini-tablettes a haute concentration de Mn pour I'alliage de bain d'aluminium, selon
la revendication 4, caractérisé en ce qu'il inclut trois capteurs électrique de niveau de produit dans la chambre
de compactage (6) pour surveiller le niveau maximal A, le niveau minimal B et le niveau de sdreté S, qui déterminent
le compactage correct du produit dans les matrices (9).
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