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Abstract 
 
Storvik has been servicing the aluminium industry globally for many years and has been focusing 
on identifying and developing improvements and cost saving projects that can benefit all our 
customers. 
One of those very successful projects is our “standardized” cast iron furnace tending tool line-up 
and standardizing best practices in furnace tending. 
Storvik´s development of the tool line-up was done in close cooperation with the end users to 
ensure the absolute best result and customer satisfaction. Storvik has proven in cooperation with our 
customers that implementing our tools and best practices generates savings in the following areas: 
Tooling cost, energy savings, dross handling, furnace maintenance cost, etc. In addition, our tools 
and best practices greatly reduces HSE issues around the conventional furnace tending, the furnace 
area is rated to be one of the highest HSE risk area in the Aluminium industry.        
 
Keywords: Cast iron casting and holding furnace tending tools, best practices, process 
improvements, reduced traffic in furnace area, improved HSE.  
 
1. Introduction  

 
Cast house furnaces can be found in many shapes and sizes within the aluminium industry, they 
might be using gas as fuel or be electrically heated, but in the end, they all serve the same purpose 
of re-melting, holding and casting, they also all need basically the same furnace tending.  
 
Metal handling to and within the furnaces basically consists of metal transfer, alloying, stirring and 
finally skimming of dross from the top of the metal in the furnace, the dross formation is sadly an 
unavoidable and costly by-product that all cast houses need to deal with. As stated in [1]: 
 
“Aluminum dross is generally valued on a recovery basis, which necessarily involves accurate 
sampling and evaluation. Since most drosses are a heterogeneous mixture of large lumps, fine 
oxides, and small pieces of metal, sampling and assaying requires considerable work and 
experience. 
 
Aluminum dross is a mixture of free metal and nonmetallic substances (e.g., aluminum oxide and 
salts). Aluminum nitrides and carbides may also be present, as well as metals oxides derived from 
the molten alloy. The free-metal content of the dross depends on how carefully skimming from the 
melt was executed, the composition of the molten alloy, the fluxing, and the dross-cooling process.” 
 
Tables 1 and 2, show an example of chemical composition of dross.  
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