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Fig.1 Block diagram of servo controller

EL2WB - MEERERXT B (082102210109) ;7] 45 4 XL R -5 A0 4 £ R BF T 20 91 H (102300410011 )
EEMA KEM(1966 - ), X WEBEA MEMERERHBZ, TENEEHFS ME FE NS, E-mail;

2al5148@ 126. com.



100 BHMAXEEZR(T%K)

2012 £E

1.2 i 8 1R AR 42 ) 3 3%

PID AR FAMEEH, EXRHESHE
16 2 18 69 i 22 HE 1T L) (P) B4 (1) L 53 (D)
BEE,FET LA SRR T B X R
BEATEHE T AR Y

! d
M@ =Ko o)+ [« O+ T ] )

AP M) AT RAE e (o) HIRERAKH
FB R 85 T, B A0B [B) 5 2805 T, o 5 18] 4
¥ PID 5 B 5 A5 A B A F1g & X wa s
B EERAEBEAE B 5%, ELE PID #iH
R HTEEALE, ARENZ R KT AE%E
geati ¢, LBERIREEER S, UZSE
o, B EBLER M EX PID #H TR A

u(k) =Kpe(k) +K';=§be(j) + K (e(k) —e(k-1)).

(2)
KRB REN K, =K, 1 B FHOT K, =K,
Ty

T
MK 2 ATLLE W, i B PID F RS TA T
BEREMBEMERM TERBER EHE
u(k) 8 K08 E A 5] R & B 8K E B
0. M L bR o E RO u(k) R
e, W & A 57 PID 42 i S0 =R A
Au(k) =Ke(k) +K,[e(k) ~e(k-1)] +
Kple(k) -2e(k-1) +e(k-2)]. (3)

2 HBSHEEZT

A /MR PLC fE R B8 R E M EH 8T, 7
R B HLYE R IR B e Hl. PLC REEBEF XHRE,
S EHE S, I Bl o 5E A e R AL Bk b
BEIREaNE. CEREF~ERNFERRS
AR BENMAGFS , SHEEHTHE B
B R B ERE A PLAR, EREH KK,
Ui MM AR BERS TR RAMRERE
IANAHE, FEEZREFTIEBNEDERE . S5
WERIESTERNINGE.

i EAEN LERNE B EH L VB2
%% PLC,VB2 -32M £ CPU 5t , & 16 S A
K16 St ; VB2 - 32XY FHLY Bk, GE 16
REARK 16 S%ith; VB -1PG Afal k€ sk,
FEPLC BRFEE T, % EME. 416 R

BX3h 8%, K3 B SE LRSS, WA IR LB B,

BREAFTZIHEREFABMAR L ERIFE
TV R . MR 1R P XEBARKT, X

ERETHMBNEEFX  REREHFS . A4
EFRS  R2RVPEHE. Y RBHES. &
B BORE B LIS TE R 85, 0 77 0 057 6 T o B Y 4R
P, LA % =& (o] 5 5 40 At 4 o ) e dy e ¢

21 PLCLVO 4EBR%
Tab.1 PLC 1I/0 distribution table

TREK . hk TRAERK ik
FRIERS X0 BHL I X12
FHHPLER A X1 Byl 1% X13
Fe LA R X2 Bl 1 EH¥ YO0

EAELEF R X3 Bl k¥ Y1
SEQL L ZEBR A X4 143 % Y4
EL LA R AL X5 VI e K Y6
1 73 3 B X6 144 b7 92 K Y7
IR B X7 W% Y
I b B ur X10 Y7138 Y12
L P ¥ Fivd X11 e Wi Y13

3 MERBEFIH

VB - 1PG & PLC #fa IR € fr &4k, CPU F
FROM / TO #§& 5 A& B4k 5E B E £ 2 @ &
T&. AERBETEAARER LR FP.RP )2
b, F B A JOC(KBIfES) . PCO (FRFEF).
STOP (#&#1:15%) %3 AN, JOG + .JOG
- RRAEAM EREN FHEARSFRER
fEfm 51 PLC REEHH) CPU BRI A W R &
XL 3R R R R A o 1 R R P
MR FFS BFM EARRKERHFRELAR
R DI RE.

T HEBX R R VB - 1PC ] 1 1L &9 1
FEBFH#HTHESA, ME 2 Fir.

M9002 ZRST MO
2 it M2000
AHHON
8 |}
HIEEON H8012
Pkikges K1
TO KI
KO
D7511
K1
DTO K1
Kl
D7508
Kl
© MS000 DFROM KIJ
— F K26
bt il D750
HONEE& K1
X0 M499 IDT0 K1
— ——t— %6
Kl

2 EEEARMBLEKE
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Design of Auto-rolling System Based on PLC and Servo Controller

ZHANG Ai-li ', ZHU Tian-long ', CAI Wu-zhen®

(1. Computer & Information Technology Institute, Henan Normal University, Xinxiang 453007, China; 2. Xinxiang Tianlu Cor-
poration, Xinxiang 453007, China)

Abstract; Based on serve controller, PLC and touching screen, this paper completes handware plan, 1/0 as-
signment, schematic diagram and program on process of auto-rolling controlling. Material feeding, clamping,
cutting,, snapping were completed with PLC. According to the status of input device, PLC sends out correct in-
struments, and then transmits locating pulse to servo controller via position modules, and makes motors rotate.
Supervisor of real controlling process, parameter configuration and command transmitting are finished on touch-
ing screen. The testing results show that the whole system works well and the working efficiency is improved.
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The Fluid and Solid Interaction Analysis in the Process
of Huge Metal Extruding Machine

SUN Kang'?*, CHEN Wen'?

(1. College of Applied Science, Jiangxi University of Science and Technology, Ganzhou 341000, China; 2. The State Key Lab of
Fluid Power Transmission and Control Zhejiang University, Hangzhou 310007, China; )

Abstract; The dynamics analysis software ANSYS/LS-DYNA is applied to establish the FSI( fluid and solid
interaction) model of unloading cartridge valve in a huge metal extruding machine in this paper. Through stud-
ying algorithm and control state equation of the fluid-solid coupling unit and the simulation analysis of fluid-
solid coupling, this paper studied the transient mechanical characteristics of cartridge valve and the impact
characteristics under the interaction of the valve core in unloading process. The results show that: the stability
of unloading process is related to the contacting time between valve core and valve set, the oil squeezing time
had better not exceed 0.01 second, the peak impact force of oil to valve core is 140 KN in a steady unloading
process, and the maximum Von Mises stress between valve core and valve set is 456 Mpa.
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