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Abstract
The Abart (Aluminium Best Available Recovery Technology) is well known in the Aluminium
industry and more than 1000 gas treatment modules have been installed worldwide. In some
cases up to 34 modules have been assembled into large centralized gas treatment centers
(GTCs). Since the first installations the technology has continued to evolve including new step
changes in gas cooling technology (HEX), alumina distribution (Alfeed) and the compact AbartC technology. Abart- C provides more flexible solutions that can be especially beneficial for
retrofit and expansion projects, and can include an integrated SO2-scrubber. The paper will
focus on the various technologies involved such as integrated silos for alumina handling, fan
integration, gas and alumina distribution, and gas cooling. Scaling and erosion are challenges
within the GTCs, and can affect the performance of the individual components and modules
comprising the GTC. In addition, although more rarely, upset conditions within individual
modules can occur if there are mechanical issues with, e.g., air fluidization devices. A new
method for gas sampling and detection of upset process conditions will be discussed including a
patented early warning detection system based on SO2 gas sampling from the individual Abart
modules.
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1.

Introduction

Gas Treatment Centers (GTCs) today recover almost all (except a small fraction) of the HF gas
emitted from electrolysis pots using the Hall-Heroult process for aluminium production. The HF
gas is removed from the raw gas in the GTC dry scrubbing stage where the raw material to the
pots, alumina, is brought into contact with the gas. Typically the fraction of HF in the raw off
gas is in the order of 2 - 400 mg/Nm³, while the outlet clean gas from the GTC can contain less
than 0.5 mg/Nm³ which gives an HF removal efficiency of more than 99.7 %. High removal
efficiency protects the environment around the plant from potentially harmful emissions, and
since the fluoride is recovered back to the pot (see Figure 1) the consumption of the costly AlF3
is reduced significantly.

Figure 1. The alumina HF recovery loop.
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