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Development of control system for EPS panel machine based on

optimum process curve tracking
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(1. School of Automation and Electrical Engineering, Zhejiang University of Science and Technology.

Hangzhou 310023, China; 2. Fangyuan Plastics Machinery Co. ,Ltd. , Fuyang, Zhejiang 311404, China)

Abstract: To the problems such as poor efficiency and energy wasting in expanded polystyrene
formed plastics(EPS) panel machine, a control system with high efficiency and energy saving
for EPS panel was developed. The process curve was optimized by adjusting the steam
proportional valve with intelligent control strategy, which shortened the production cycle,
improved efficiency and reduced energy consumption. The practical operation has achieved good
results. The optimized process curve, the system architecture, the software architecture as well
as the practical operation result were introduced.
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Fig.2 System structure of EPS panel machine
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Fig.3 Control block diagram for EPS panel machine
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Fig.5 Non-constant pressure curve tracking result Fig. 6 Constant pressure curve tracking result
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