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Automation Control System of PQF Pipe Mill
WU Feng-ying
(Tianjin University of Technology, Tianjin 300191, China)

Abstract: The traditional seamless steel pipe rolling mill consists of two high stands. The first PQF mill with three
high stands was built at 168 pipe mill plant of Tianjin Pipe Corporation in 2003. The advanced automation control
system of PQF pipe mill is described. The synchronized control of angle and speed on PQF pipe mill is introduced.

The principle of positioning control and torque balance technique adopted on this mill are also described. The effect

of this control system is obvious in improvement of reliability, productivity and quality of products.
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Fig.1 Sketch of ABB automation control system
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Fig.2 Synchronous control system of three rolls on same stand of PQF pipe mill
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Table 1 Technical parameters of retained mandrel system

B YLEE/(r » min~!) —650~+650
Ptidis 1:4 5.76
RBR/ (Bkwh - 1) 2048
BAE/mm 15483
sl £ATREA+R3))/mm 12450
BREht R E b/ mm 1
BWARKEE/(m»s™1) 2.2
EARKITR/mm 4000
BERBE /(m s s™1) 0.6~1.3
BREIEE/(mes1) 0.6~1.3
BE#EE/(mms71) 1874
. E A/ (m - s72) 3
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Fig.3 Velocity and torque of retained rack

Rt 21T A 3 BB OB 35 &
FE AR OFL %I 0 R 317 s QLM 453K
JERBNEFRETR. HEEMFEENE 3 AR,

ME 3 HATLIE L, R B4 FHE R
AFERERE AERE TR, BH REHE
CERHUFNERAEERFREESE, BRI
o SREBF TAE G675 s RE IR AL Y, AT ARHE T 1B 58
4 BR 3l 3 B

ELERNEREITETRFS,IRAT ABB
AFAMBHALEREHER, ZELEH Y EERF
I 3 o L 5 B I Sk e 4 8 1 A AR B I AL
HERTEURBABHE, SHENETNEBEET
B, 23 HE ERHEARBERHE. YHAEN
EESRBUEELRNERK TEEHGEERN,
MFEEEHER BT MYHERNTEEEEE
B 4% B0 B B AT B /N B B E
NEE R LETT. X R T B &6 o B Bk
EREREEEBT, LB TRESEE, ANBT
N EEEFERKEE.

BRI RS ¢ B R ILEA M7 55 8 K
B EEMZEARREEERESEN, BHERNT
BRI ENZE AR W ER AR, R E
KWBREBT AR T HE LR EH AR, K

BABHEBERSHIN A GEERFHTHER
BORBHEBETVHE . REHRTHE, 2 HEHE
GREGHE-REER, BRI H R E &M
B B R A R W AL

4 #E

(1) PQF L4l B 3 fbiEH RAEETRE,PQF
EFERBSHEHERET IV AFTEERE
XE2U s, AR ELETYEETWRG B E
HENA, F 78 2007 FFE @ 60 7 t(JRE
#3570 t/a).

Q) BTERRENEHBEES, EE=REA
BE BV ER, NEEEHERARRE TR
HHAKE, BREFNBEEEATRHEL Y, B
EEREEUEHAELSN. A LHB TR
MBS FYHMERTEMR, BARMEERTT
92%.

G HTFRAIRARNLTZ EIRWREE
B RAYS RBZABS EEAEEENEE
ERMENBIARRE . ERDLHRERAAT MR
EHREEWE.

WD PQF =REHENTENHEARFHERSI
TRELENES L, HR EHETEREELN
KERATHHEY 3 BRELEN, B4 iR
PQF ¥ BB L B BERRARFHET E X,
AHEPQF EHLEINNAEMEERLEHBER
KRR RGN AL B 5 R A s E e iR AR R
.5 3 BAEHLENHERNERED THE W
HEM,

$EIR:

(1] xExR.ZEH FANAREHINEBRENERREZAY
%(J]. ¥4 H3046,2004,28(4);56. (LIU Hong-an, LI Jian-
xiang. Requirement of Electric Control System and Realization
of Single-Roller Drive of Continuous Mill[J], Metallurgical In-
dustry Automation, 2004, 28(4):56.)



