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Fig.1 SCM control system structure diagram
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Fig.2 Schematic diagram of the mixer control
system in particleboard production line
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Fig.4 Weighing and fill glue process analysis
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The Control System Design of Particleboard Production Line Agitator

ZHANG Yong
(Institute of Scientific Technical Information of Yancheng, Yancheng Jiangsu 224001,

Abstract : To realize the automatic control of particleboard production line agitator, this study proposes two control schemes of sin-
gle chip and PLC, which are further compared and analyzed. The control system design based on PLC is chosen after comparative
analysis. It divides the whole control process of agitator into several different modules, which will be designed respectively, and

then rearranged into a complete control system. The result shows that the automatic control of particleboard production line agita-

tor based on PLC is characterized by high reliability, simple control program and less in — out terminals.

Keywords : agitator; control system; PLC; modularization
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