03D07

o] Z 71 FANA &xxto] 7123 A uix o
AFA ol B3t A

3
Z 3t gal 538

1. ME

A4 HARE3HL AREol o3l 7Ied 95F0RE 7IA A A E= Ed/383
7180l oY, wA 8o FIFELET  (feeding speed)St AJAEHE AT
WE&E (delivery speed)Aloldll AP £x=n]E FAs= AL TAAHE va As
AREd JHlIAE FaE dASA Sd==2H AFe BYF, 3183 JAL LA &y
FARA & 92 vXA ok ol g AREY olFol FitEle 4% HARITIL
4R/ TAFAAARE ojbd AJFAd ol=rZtA A A Afagdd AN
85 o, o0& ¢ Fusd FAPA2dHe FAol AsTFH AEFWSE, adxn
FAF) FAAYE Ugel dH5HoE olFIE EE APYITAL ol AL ¥ F
At A FFEES} WEEEE AoslnEA HREd JEAe ZFEE 433
FAZEE 7lee HAEY FF nise ¥ A3 gas] Fasig ogd
ZNeEE A ATE oH o7 FqAE T oFoAXm JYok1-4). Y
AREAST ez A4 IPARAE AT A7 FEA d4d gisly o]FolA AL
Bo|th(56). £ AdTFAe ol57HF FRAM9 £xAle] A FFAFT 2dL uigosn
ZEAlE AT AAA2HE T A EdHHAE T3 AolAAE HAgon
o5 AA HA3AFL Ao E AF A} uludte Bt

2 AAZAL ST A FdHo] ALsEEA A% © AFE Al AN
g3 AJAY/A Ao griFez olRojFon(7), AZY A3, B EFAP}L
A% FRAAHE, AARAEY Fdl 2 sl diFd d7Ee] @Ws AYPHAKE9).
3 $£2¥d 75 ELEHE AXsY AARHRE Aol active negative type$)
$2717¢ FAEAFRAE FHEESHE AXde BA7EE Ar9 3978), A7
7HFEdH e A4 "ol 33E drit AEWFH0 uU-gde PAFH-E AR
RFABEE At dFdolE AFS] FFd= Aol Uldd] Fo3sch8-11). waix 2
dFoAe AT AFdde 2 Y.

2. Ay

olml &3A vigt Fo] e FFAH, F FAMIYEE BARE, = AYTIAAY
Y, me BANIYEY BAME, pe AFFRaAY AAdE, me AAFEFT
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SANDT BAMA ] W3, A AAQA AA gEE A A& T3 A 9 AL
A, i BAFEEE, o ABAIAEE, t& A Le AT Aojala o,
FEEE i BALE v 32 AR AR 1, AFTHAZ BALEE
99 A=

L (1= 7 (e (00252, ]

=D A=A (e Mo+ 21— () 1 - 17 (2 (D) (D] )

dfy (z,(8)
dt

22 FAXA Ak 4A ANFPAME AAAEs QP Aabe] AFARs} A<
UL, BAe AFEAe] 4 SAUFE o /Y 4 glomz
01=pz=constant, m=0, x=1, fi(e)d=rf(e)=AEe
@, E 73~k Young’s Modulus
e

= ?t(t) =AE [0, () — 0:(D] + (D 01() — (D vo( D) @)

L
o=z HAY.

A& dASA KA A% AAA2EE TE37] Qste] A ol@ 4 (controlled
variable)}= FAMZE 1, FAFA AZ (actuator signale £2EE v, E¥AYL Rz
HeERd £ 3tk AAF AAAY AlolE stdE ATeE L wnAdeEd 798y
FEyEol deudrz ols Asid JE AR Aodgae Adwzes
vl £ A o] (Proportional Integral Control)7} ]3] Hch(12).

s Fatwapsenwrg 94400, 000, 713 (KR, YHO.SNR, 1R 3 fmvonc

- -
I.....--.
- wol - :Aniagepanng 4 So}
r::'" K & L
”/‘/':—_ P .;:.-—..mm
1.
i‘ o)
- Cranbedigunges - So LN LR v 1-10 )
o
) » 3 - bad » »
L)

Fig.l The simulation circuit for the Fig.2 The simulation result for
tension control of the continuous a constant input/output
processing system speed ratio k = 0.97

-198 -



matA Ao 7lE
0,() = K(e() + [ eas)

Gelt) = ot) - R, K:AAZ] 0|5, Ti: FEAZ
o2 FolAg, AFFFe FARFE VISE v, ZXFY RE Jed 4 glen
FARABAZAL AR do] L, ZARIAEA AE, A AR ZA4E, & 4549
wolgk & £ Ao A AFIFAAALY  AHAFE/AEAFH  A2HdA 9
BAFEAAEAE Q& olT/IFFTAHAAY  L£xAold JIQde  AFHAEAFY
AgAoj A 2dolat & 4 Atk oG A A 272 Matlab™-& ©]-8-3}4] Fig.l3 ol
A& ol 328 TSI,

3. Ho| AlZ2jo|M

2 ATME Figld 703 ulgt ge Aol AgHold e olgste TR
AYEE7l stepBHE W A ramp FUE WA S ALE TR
AgHol4e WA ol Adte] AW Faulee A4 ARL AW e B
et 2ol FoAT

L = 800mm, AE = 19600kgf, vz = 8.3mm/sec,
T1 = 100kgf, 1T = 400, 600, 713kgf, Tramp = 0, 8.8sec (Tramp : ramp time)
R = 600kgf, K = 0.025mm/kgf sec, T = 25sec

F32 Aoj7} o]Fo|AA ¢ FFEEG HEEEE AFAA vi = k wlb), G k =
0972 FolAx 749 AEdHlMA AFAE Fig2d Fo1A4 Utk old oA z7\Fho)
A st Zol7t U= ol Al2ge] e TE3t=Hlel 20secolde] 71 Alzhol
ga3e ¢ & Utk

3.1 3K} stepWztS T2 FHA O

FTAEET} stepFHIZ A3 B vaolt) = vas = 83 ult) (mm/sec) (u(t) : unit step
functiom)® FoXA o} EJEA7l 600kgfd uwl, &71=7A 400, 600, 713kgfd] uw&
AojA2ge] S-S AWEW Fig3d o o] Aid o3 =J|2Hd IA IFL
2] o] T0sec ZAIAF] A2HE B Ao sttt 8 4 3ok ol AoJAlAE e
TH5E 53 T3 AEUFe JA mad4E B 4 e AL ddh oy
Aolzx7dle 27X ABglol FE el overshootr} WAFLE & + Uk ol %)
FIAALES Wizt 93ty UEU= A WEe AlA2FHe] ¥E3lY FFEEE
A3A7) = AIHE Aol YEhdtheE AL oundd.,
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Fig.3 The simulated tension for the Fig.4 The simulated tension for the
controlled system controlled system
(step change of processing speed) (ramp change of processing speed)

3.2 Bislst= 2 SZ0lAQ (A of

FA&Es} Astse A, 3Y e FYLSE vagHes JPL weon, o
23459 242 S5 APANE A9 ABET. 2 ATANE £xus)
He] FARNEHE Folrr] el AETUES YA T 2/EAL AN,
713kgf2 8] A o] HE-L AH Y} (Figd).

FigdolA & 4 Q& uksh Zo] M Ao T Uehke A%, A71Y Sxtol
og Aee] AoEIt FA usE 4 A& Ao dadgor 27 FAUEe
overshoot @4 AT 471 Aee ¢ 4 Ak

g

o

g?f.’.

4. Mol &8

Aee 33 FTANAD ARES BEo] o|RFAAE olF/1EF H{HFFL Hdd
2o & dFdMe BTF/ME 24 3o AL Aosie Aol AA FAAA
e 2% AL dn e BASE/AEAFI} oFoAE AFJALERS gye=
AA AFeA 7HeF FAZRASN AARAY Aoans A Btk AA FA=
@A AAPEHol backrestd] #Hol €3 FAHR FANEE $F ETHI
Holeujsglo]l $E4&EE AojFAthe Aol UL W, Ao T4 WiF J&AHY
AL A3 g7l Wi B A7dAE $39 AoAse] FHs o AojA2He
FATR EAL FAT £ wd gtk B AT e 2U14HE 400, 600,
713kgfo. 2 A 3Yct. Fighe B853 dAE RAS0h
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Fig.5 The tension signal measured in the continuous processing system
with tension control

o] Asd] oJ3d ZIIZMEFHAA AL 27| F#ele]l overshoote] vElH
Alzbel Aol wel F EXEgd ke RAE & 4 Atk ole A FoA
Algdold Adel ZF AAFGL T 5 glon Al2”e FAY 4AAl Fr|dAMe oy
A A vl €@ AAEE: Al2ado] RU|TFAAM B FANE XEsn
At AL ¢ F U olgFge A AlEHoIMd d3A Axge TR
FTFEEY TS AP &5 FAE FFEE 2 FAUT G 97} gloy
FAZYE AAEy] 93t @A FY EFPA 9 molmwjo N FFLHEE AP
AL FTALEE W3} dAHE Fode FHUES A § vk A& Tz o9
Heto] Yy AL

5. dE&E
ol571HE FAdA HAEe FFEE9 FAAIUSES Aol Jdde FHE
AASA FAF7I A3t AAAAAR-E FTHIT AlEHNAN HAPYL Fdo ANRES
vz 8 F3 g8 22 488 4.
1. 2dg ulgo 23 A8 AojAx®le AEH oA Ade AA FAdAY

Aot ZF AU
2. 3BEE 7L dojve 2%, BEAN ALY ERA Y =g A,
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F yhg-Agte] Aoj7} fle AlAade vldte dAIA gl
3. AYPA A 2L FAEE] W3lgg o A#@glol 7] FEAF ) overshoot”}
drAEle] AEAL dode 890  § U
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