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Model functions in process computer
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RF  :Reheating Furnace FSB : Finisher Scale Breaker

HSB : Hydraulic Scale Breaker FDH : Finisher Delivery Thickness
RET :Rougher Entry Temperature FM : Finisher Mill

RDW : Rougher Delivery Width FDP : Finisher Delivery Profile
RE  :Rougher Edger FDT :FM Delivery Temperature
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CB : Coil Box CW : Coiler Entry Width

FET :FM Entry Temperature CT :Coiling Temperature

CS  :Crop Shear DC : Down Coiler

EH :Edge Heater

Fig. 1 Process control function for a hot strip mill ?.
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Fig. 2 Outline of the proposed adaptation method *.
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Fig. 4 Comparison of prediction accuracy of finish cooling
temperature .
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Fig. 6 Example of the mixed scheduled rolling of high
tensile strength and mild steel ®.
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Fig. 7 Block diagram of the walking phenomenon ?.
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Fig. 8 Example of the walking control ”.

BZHRIEAIZ O WTIE, EEEROT—VFy v T2
BLUTHEZGI#ET2E T HRPL, a— V#lEL A H
L TR % 507 % 246 S & CTHRIE % Hll 5 % 5k 75
Sk EOH Gz 2 OHWLENRTWSE, —)
THIERRIZ BT AL E) &R BB IAH T35
R TH D70, R BLHEZ AT 721213,
METHORBE*EET HLENH L, Lok H %
HF—oHl<iy, HETHICX2RERERIIZE+
ST &9, HEERR I LSRR D 5 T 2
THE - RDE#HZZERRE LTETVLL,
PR AN H U 72 2 A5 5 OB H#ED 5T &
720 HEIZ1960 AFEARITHAGRAL S M7z BURHIEBERS % 4550
ELT, ZoHou A Ml % & ofl G o R
RFHARERE ) O MR 1) B & &\ R Bk
OREPRKELSER Lz, SIS TIREH Y ¥ 7 LT
BICBU 2 LA RoFp 2RI 2125, K
F R & R OB WIS LT % S D
ThY, BUCHIEIEGIC D &0 EAFERIE - R
ORI % ez b,

AENE S ROMEZ Fig. 9 12RT %, wEEd5E
ERIZ2A 7 Y Ky U FAGMEEETHY, 22T
M (No.2) EIEROBIERIH 2R L T b, ALK
T, WELH), ROLEB X O ELBOHERS S,

(DLoad cell___]

,@ Q@

ension meter
QV "o  QV
Roll q A [@]@) A

0 spee (DThickness @ Thickness
controller meter meter

OZBR@ D@ |— Hydraulic
v

YVy

observer

Roll speed disturbance

Roll gap disturbance
observer

gap controller

Fig. 9 Multivariable gage control method '2.
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Fig. 12 Practical result of the proposed method .
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Fig. 13 Example of the flatness control for the foil rolling .
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