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Development of snter ng operation assistant reference system
TAO Zhen-xing \WANG A -hi/ , HE M u-guand , L IN W en-kang’ , SHEN Qun-shu’

(1 Automation Section, Zhongye North Group Co., L isoyang 114002, Ching
2 PanzhihuaNev Steel Vanadium Co., Ltd.; 3 Amor Technique Institute of ALA)

Abstract: Design and gpplication of sintering operation assistant reference systen developed by lron-
making Plant of PanzhihuaNewn Steel Vanadium Ca,Ltd is introduced Because there are many varie-
ties of sintering rav material in Irormaking Plant of Panzhihua Iron and Steel Ca , rav materials are of-
ten changed, and change range of camposition, moisture and size of mixture is large, it is difficult
control BTP tamperature Based on negative presaure of blast box, ignition tanperature and tenperature
change in heat preservation zone, a relative ventability index model was established Bed-level and igni-
tion temperature were controlled through relative ventability index model Each pallet was taken as a
sintering cup and process datawas traced Time-waste gas tanperature model was established based on
data of each pallet A ccording to themodel, B TP temperaturewas predicted and geed of palletwas ad-
justed, thusB TP temperature was controlled
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Fig 1 Tme-tamperature test curve of sinter
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Table 2 V ibration frequency test data of the continuous

4
Table 4 Process paraneters data of the continuous casting
mould vibration unloaded

castingmould unloaded / (m /min)
Hz 0.5 0.6 0.7 0.8 10
/ (m/min)
0.5 0.6 0.7 0.8 1.0 W/s 0.2885 0.2631 0.2438 0.2254 0.2002
86.0 92.6 99.2 105.8 119.0
85.959 92.593 98.361 105.633 117.647 Ty, 8266 8L.19 79.94 79.37 78.52
NR
0.041 0. 007 0. 839 0.167 1. 353
Rys /% -18.29 -9.33 -2.68 0.05 3.84
3 3
1° , 1/360 =0.27% ,
4 2007 4
, 3 , 0.7 m/min
, 4
3
Table 3 Average phase difference test data of the [1] , , ,
ocontinuous casting mould vibration unloaded [J]. 2001
/ (m/min) 25(2): 20-24.
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z 0.7696 0.6463 1.4380 0.6779 0.4458 .
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