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Application of PLC on Intermediate-Frequency Quencher Machine
LI Yuan-hui® LI Yuan-zhe?
(1. Wuhan University of Science and Technology Wuhan Hubei 430081 Ching;
2. Wuhan Baode Electromechanical Co. Ltd. Wuhan Hubei 430081 China)

Abstract In order to improve the quenching quality of roller, Siemens S7-200 PLC and configuration king software are
used. The all-digital and automatic intermediate-frequency quencher machine is designed and made by digital PID
closed controlling algorithm. The equipment is easy to operate. It can run reliably. The temperature for quenching can
be controlled precisely.
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