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PLC

(Programmable Logic Controller)

Synopsis :

This computer system is characterized by the improvement of reliability with the best
combination of the process computer, microcomputers and programmable logic
controllers, all connected to the large business computer. This system deals with the
whole process control from ladle refining to slab delivery, including slab quality control,
supervision of equipment, date logging and date transmission to the subsequent process.

Full automatic continuous casting is accomp
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Table 3 Control list in automatic casting control system
-C;a_r;;: m.'-l_:tr-charge Nth charge Last charge
\\\~ Condition Dynamic Static Dynamic Static Dynamic
condition condition condition condition condition
Function of centrol [Casting start} IT{Dcar exchange) (Casting end}
Autematic closing of ladle shding nozzle {detect of flowout slag) Q
_-A.;\"Iolten steel weight control in tundish O O @) G
Automatic closing of tundish slidiog nozzle ) N @] © )
Moid meniscus level rising speed control (@] @
Mold meniscus level control O @]
Automatic start of withdrawal [@)] o

£ y
Automatic decelerating of casting speed (=} ©
Automatic stop of casting @]
Casting speed control O O
(O D Applied {techniques developed in the past) €0 1 Applied (techniques developed this time)}
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