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Process control flow chart
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Fig. 2 Block diagram of PID control system
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Fig. 3 Initial imonitor screen
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Fig. 4 Initial parameter settings screen
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Design of heating-furnace control system composed of programmable

logic controller and touch-screen

CHEN Guo-ping . ZHOU Cong , CAI Yong , LIU Wei-jin , LIU Ye-hao
School of Electrical and Information Engineering, Wuhan Institute of Technology, Wuhan 430205, China

Abstract: To improve control precision of heating furnace control system designed by a petrochemical

company in Tianjin, a heating-furnace control system composed of Siemens programmable logic control-

ler and touch screen was designed. First, the signals received by the temperature transmitter were col-

lected through the interface, using the Siemens S7-300 series central processing unit module as the main

control unit. The collected signals were processed by the program running in the central processing u-

nit, and then they were sent to the burner, adjusting automatically the output power of the burner and

controlling the temperature of the system, which composed a closed-loop system. The real-time param-

eters were monitored through the touch screen to show the running state of every parts of system and to

keep the temperature of the heat carrier and the heated medium within the set range., which realizes

keeping process temperature, optimizing combustion and saving energy.
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