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Fig.1 Structure of single Neuron adaptive

power control of a cold milling machine
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Fig.2 The engine speed curves of the § cm milling depth
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Fig.3 The work speed curves of the 8 cm milling depth
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Fig.4 The drive system hydraulic pressure

curves of the 8 cm milling depth
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Research on Reference Model Single Neuron Adaptive Power Control
System of a Cold Milling Machine

MA Peng-yu'?, HU Yong-biao', ZHANG Zhong-hai’

(1. Key Laboratory for Highway Construction Technology and Equipment of Ministry of Education, Chang’ an University, Xi’ an
710064 ,China; 2. XCMG, Jiangsu Xuzhou Construction Machinery Institute, Xuzhou 221004, China; 3. Xuzhou XuGong Foun-
dation Construction Machinery Co. Ltd, Xuzhou 221004, China)

Abstract: According to the insufficiency of the adaptive power control algorithmic of the cold milling machine,
the model reference model single neuron adaptive power control algorithmic is selected to control the cold mill-
ing machine. The structure of the model reference model single neuron adaptive power control system is built
up. The control algorithmic and its stability are studied theoretically. The control algorithm is tested in the
work condition that the machine mills at the depth of 8 cm. The results show that the machine speed is adjus-
ted by the machine itself when the adaptive power control system is not used on the machine, the machine is o-
verload and the machine average work speed is 8.419 m/min. When the machine works with the adaptive con-
trol system, the machine basically works at its rate work condition during its work process. The machine work
speed is adjusted by the control system in time when the machine load is changed and the machine average
work speed can reach to 9. 538 m/min which is 13.3% higher than the machine that is without an adaptive
power control system.
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