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The senior design team working on the Lincoln Electric project is seeking to assist Lincoln Electric In This work is sponsored by Lincoln
developing improvements to the granulation processes of SAW granular fluxes to increase efficiency Electric. Cleveland. OH

iIn production, specifically to reduce the mass fraction of particles that are too small (fines) or too ’ ’ |

large (overs), and thus fail to meet strict sizing criteria. Granulation processes such as high-shear ®
mixing, Forberg paddle mixing, and fluidized bed granulation were tested to determine which
process would result in prototype granules best matching the samples produced by Lincoln Electric.
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sieved to remove any granules
larger than 1700pm which are
considered “overs” and cannot be
used for welding. These are
typically recycled and reworked in
production. Granules smaller than
1700um are termed “accepts.”
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