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Roll Draftad A XxJ[9 Autolevelling0fi M
MAMSE Hotof] 2 £2lojHo =8 HE 2d gy

A9, 5%, 8 #
e djsta 53 o

.M 2

AFAEL 71AA Ay FoAM s ddd HaE5e A, 2 Aasd 1y
o] ZFAA e AFeolA dA FHE sisle] gH AL HgAIE AL sYzEGT
g AA AR JEA Adx fstE dovle =dXE e £4 ZRAYY A
=g A &9 FUIE uo] Wt ol TAA G WMFEE ZFANZNOEN AR
ol 8= FUHAIZILL, Bt wat o 71 HA42 Hy wagdos 5oz 7
AL E FAAINA ) olgle B SYZE 7)7E AEdEs) 39stn, usEzo) s
& Yo o33 g2 fAgo] £ytdd. F DFAER AR BEY, 3F 2 9P
9] &% dAd % FEEH ALY D7AVTFY &x WE, ALK 2Rde
AE A, 43 E £ & FHAMY F7ATY o& EFAsE G g FAg
ARE&E & SdZEVFO 5H3AZIY svizle 2Ese Aase BEFAES ZAdEd
ol ZEAL R =YPXEI|FE= EFAS dode AT gugn. aeers AxF
o] A%, d&HE g TFHAMNE HARATAY FAS Mol dold & UE $ATA
9] 5o Wt AFY AL MM ¢ e TR S FAS Aos
2 S3sA HAu

olz|g dAx LtolH o] HIIS AsAolsr] st BaArE DA A sy

el Aol AoJAAgle] <At whS-AlZHresponse time) IR JAFAl 7H(rise

time)o] W8] Fasdlt olzld A Aolr|e FHetuiEst Lol e F& AFEA )
A 9% TAEY B, S@olds o8 /A IRAZAWAEE, Axd], vy )
o] ME wet MR UE AFE YEUER Setopy Fr19 A0S sislddes &ate)
Hel B4 AFEAES Asta o5 rdsiste Ao Yas V@

2 d7dAe o8 $F2E FoA Aisx Hsld uE &olelnle T3 AL F
Al e, o] 2dg uig oz HAA o melnE gL #3kgch

2. sj0ld] H=9 S5H =4y

21 O|2& g9~
4ol Az} tof] ofd FA AFHE x(t), YL yv)ek 34, o] TR THAFL
23 & block diagrame & Yeld 4 it

x(t) y(t)
INPUT PROCESS = OUTPUT
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ol21F T4 "AE T5AH 22 g e AR = vehd S o

Vet a1t @Yot © © * tan-1Vp-mr1t CGuVi—m
=01 X1 boXpgaF * bp-1Xi—d-mi1 T OuXi g m (1
ol7]A,  yx : the value of y(t) at the time t = kX To
Xx ° the value of x(t) at the time t = kX Ty
a, bi © model parameters
d : transportation time interval
To : sampling time interval
m  the order of the process
oldf B3 nigto 2 Xz} t oA FFE FgoEZRE A tdM 42T + Je &
g yx o

V=" A V-1V -27 " * ° T Cu-1Y-m+t1 " CVe—m
t o xp-a-1FtbaXp-a—2F ¢ b Xh-d-mi1 T OnX e m 2)
2 FAHEZ 289 AdFH ypo A FROA FFE TAEE wedel Ao, F 9wl
H o2 (generalized error) xS k=m+d, m+d+1, - + -, m+d+i o] B Aukzl
o vector el 2 el (3)4l3} o] RHHY
“a
Cumtd Ym+d “Yutd-1 “Ymtd-2z = ° T Yaay — Y4 Xm-1 Zm-2 X X 0;
Cm+d+] Ym+d+1 T Vm+d “Ymid-1 T ¥arz T Va+y Xm Xm—1 * ° Xy X
. — . _ . - . . . . . . - . . . » ‘;m (3)
1
b,
Cmtdtl VYmt+dt! T Ymtdti-1 T Ymtd+t-2 ° ° ° T Yarir2 " Varivl Xmti-1 Xmri-2 ° ° T Xy X b.
€ 5 X' 6

olm, &A% 4 (loss function) L2 L=e T ¢2 ALstA o= HAAIE muwS
6 least squareoll ate 4=( ¥ 7@ g Ty= AojA)

Iy o] RY W Hde] R F RSy md o]leAAAIZL d7F FoR wl
24 ol 4 Yok B AT A least square & o] 8-38le] o] FAAAIZE dok Bz}

me OS3 Zo] TG F, FolA JHAE disle md &g y .3k AA FF
Z9 yustS vl WAS FEla 4 AMEe 2 By AFF S.E I

Se=23 (ym(B) = y,(R)? (4)

H@@)lA S5 HaATE AL mEt 2 dgrel RdT7RE Uehile WeR AAdnh

.

3. Algl mxio] PHOO

JAES dx FA
E

Mg Setoly AFE FA3H7] dsiMe ¢4 AdFdidel He 72 A=
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Fx7F "Hesdith ol sle] AA AAEHAA AMEEHe AZFAYg AR 2F 2d
Az71E ARt ALl 3/3A27I25E 1 deliveryRE5HS 23, MR3J. AF
Elo}e] AR wde] 93 TE 2R J15stn 44 s ZE 222 AEAYA £5W
go] o3l E 71FE9 ZEe|FHe AFXat L rlo] F9 7IAF AZZANEES AA}
EHdE AR BLEHE ZZe] Fd AXIYET. o] AFoA o]8H ARAXL A5 =
A TEL A AFE MERESEE ol83lgen, Mo FEe £xA0F 34/
T 2LEE o3yt 4z BRLEHE FEAIE ABREZGeHES D/A converterg
53l FAFEZEYH FeHEHE S derh

3.2 £2tolHe #I| SEHZEA
AR GA AYAEE Sgdolde] AU E 2437 4% SAFAE 2EHQ AolA

E gre Zd Ax g B JA4 SAFAE AR, 22 e EH&o|wrt
Uo s EE SRR Fo] Hojz RHiEd dxHon dAF] 27stFo] FUHEHIA
o AXEH 2ZHoA BAsE Ase 2EH AAE 01%3}"1 AA® &, HELE
HEAE 23 Ar3 AszE ddd 24" AV1E Ase FF715 o83ty FFH,
A/D converterS £3to] FHFEHZ PolEo A

4. A o

B AFdAEe roll draftelA] 714 583 EFoln] 44 FAAM AF dehve ¥
& nlgoz glEisatoln]e] s A ZH|(draft ratio)] W3l WE &8 &Elolw
#7183 8 B854 Rdd ggos A,

A a2 AA dFdM AMEEE | AR/ 7lE SPdolHE AHg3dlden, ax
A3 2AL Table 19} o}

Table 1. Experimental conditions for the draft system

! main draft ! 445 mm
Draft gauge | break draft o 0 mm
, total draft _ _ _ _ _ _ Lo ___6_______
Draft ratio _ main draft _ _ _ _ _ _ ,_ ______ 62 _
| break draft : 1.3
Position of the sensor '
i . 110 mm
from the front nip point
Number of doubling } 6
Delivery speed 30 m/min . 40 m/min 50 m/min
Sampling frequency | 300 Hz ' 400 Hz 500 Hz

4.1 Yzatolso Mo
Jeizatoln sl ozt B2 & soolHel F/NEL RUslEY] stel Hetol
dober WegtozA QEAEE 29Ase AW T oo e ZASAN Y F

H
71& F733te] B} Fig. 22 o2 4¥ 9 F845 0.

i m{m
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Change ofinput sliver

Measured signal of
sliver thickness (volt)

30mymin
o - T A0m/min
—— " 50nvmin
o1 4 .
-2 T T T T T
o 1000 2000 3000 4000 000 6000

No. of sampies

T
0 1000 2000 3000 4000 5000 6000
MNo. of samples

Fig. 2 The measured signal of the output sliver thickness

by the step variation in input sliver

olo] oJ3tA QY E&etelnie] Ago] Uehe A9, ddREY EE Lo £31HF
A F71 F7F Jehd & 3R Y wat Y shsolAe @A) vyt ol MRzt
9] njnn@o] FHolXE RN £AQ &aloldl Frl9 F77F vehuA =

248 A A& W QsiA 7§ 2d(delivery speed’t 30m/minell Al 50m/min® 2
H3le o])8 Table 291 YeEHAAY

Table 2. Digital model for different delivery speeds (input slivers cut)

Delivery speed

Digital Models

30 m/min

¥2—0.6313y »—1—0.2050¥ £ —3—0.1019y »—3—0.1732y -4 — 0.5775¥ -5+ 0.2585y s+ 0.38¥ 4 -7
+0.1704y »—3—0.1181y p—g = 0.0118%x- 1006 — 0.0077 25— 1007+ 0.004 22— 1008 — 0.0136x 5 1008
+0.03%4~1010— 0.016 L1911+ 0.0014 x4 — 1530 + 0. 0004 24— 1907 — 0. 008554 1012

40 m/min

¥2—0.6871y 41— 0.1444y 4+ 0.0385y 43~ 0.054y ,_4— 0.2331y 45— 0.2182y _¢— 0.0946¥ 47
—0. 144y /._3+ 0.5398)’ k-9 = 0.0016x1,—1006+ 0.00962?1_ 007 0.00582?3_1(1)3_ 0.009825;_"1)9
+0.0224%5_ 1g3— 0. 008824 - 1951+ 0.0067 % 101 — 0.0293 2 1oy + 0. 01435, _ 0

50 m/min

24— 0.9023y 41— 0.1989y 4+ 0.1587y ,_3+0.2638y ,_4—0.0269y ,_5— 0.1954y s_¢— 0.2942y 47
—0.0955y k—8+ 0.2945y -9 = _‘0.02415\3&— 1006+ 0.0183x,,~m7— 0.01351'1;_ 1008 0.001616*- 1609

+ 0~01014xk— 10100 -lek— 1011 0 .0134.211;—- 1012 + 0.00735\:1;- 10110~0109xk— 1012

42 ATy #

oAl AT

5}
A2 oA dzuE 2% AN A total draft ratioE 6914 52

Hadhs 399 6dM 12 FUkste A9 RdE T35 Bl Fig. 3& oldd £
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Ztold F1HE] 5H4HAE HFET UAE Ed2 Table 3o Yehiit

/’;‘ﬂmfmin

| AQm/min

S0m/min
=

o

Change of draft ratio
A -]
l_ﬁ -
8
5
Change of draft ratio

2000 5000 5000 ] 1000 2000 i) 4000 5000 s1ca
No. of samples

Measured signal of
dliver thickness (volt)

Measured signal of
sliver thickness {volt)

3000 4000 5000 8000

Q 4—.
g
]
8

No. of samples

No. of samples

(a) (b)

Fig. 3 The measured signal of the output sliver thickness by the step variation in draft
ratio (a) draft ratio inceased (b) draft ratio deceased

A¥4Ase] shd mHTENsL Pase AP, FHedone Frwse i
oy, WHlel =HTENL Zkske Aol FESTM F7) $HEEI} w2
ol eolME TASE Ao AUAH 445 YL, 1aln SA=E Fele] Jao]

ko] Yehg 4 ST mejFTh

Table 3. Mathematical model for different delivery speeds (draft ratio changed)

Delivery . ) .
Mathematical Models (inceased) : Mathematical Models (decreased)

30m/mi ¥i—0.377y 41— 0,179y 42— 0.135y 35— 0.304y 1 4 T ¥i—0.465y 41— 0.199y ,_>—0.118y 4 _3—0.207y 4—4

MU 0,028, gt 0,024, a5—0.013% 56— 0.005%4 57 =—0.040s g 0.055%s_g5— 0.00Lxs_— 0.0%4%, 7

. yk—0.392yk_1—G.221y,_2— O.ISka_3—0.227yk_4 ' yk—0.422y;,_1—0.212“-2—0‘1433',._3—0.208yh_.;
40m/min o . o

:“O.ODlxk_M'i‘U.111}\7;;_95'_0.0104’&_96“0.03411;_97 . ——0.0291'1—94"‘0.04/21/;_95‘0.0195\71;_96—O.OISxk_m

) ¥i—1.4329 51+ 0.331y ,_»+0.632y ,_3—0.525y 54 | y4— 1.42y 4_10.351y -5+ 0.539y s_3— 0.465y ,_,

50m/min | ~ !
=""0.013%4-510.014%; g5+ 0.003x4— 56+ 0.002%-97 ' =—0.006x4- g4+ 0.033xp—g5— 0. 066xs— o6+ 0.034x— o7

43 F= MOl TejujE{o] ME M

a = Kfeatop ) . 0 = Tu=T, ®
4714, T, : reference
T, : the measured value at the time t=nXT,
Ty : sampling period

(5)42 Ziegler-Nichols'joll 23t} 2l()e2 HH3 AUk 4B)elA Qod K,
(ultimate gain)9t P, (ultimate period)S ©]8-3t¢ A" Ao FHelmEd K. 9 P,
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a4k
- s _ P
K.=0.45K,, T= T, T= 19 (6)
Table 4o} 4@)ol}ate] A48 Aostaule g Yl

Table 4. Control parameters of each models

. Parameters K. P,
Delivery speed
30m/min 1.71 326
40m/min 1.305 311
50m/min 0.45 142
5 & 2

2 ATE 53 Qold AR TeH Lo
(1) @2719] Y& W3H30m/min, 4Om/min Som/min)d] THE A HAFE BDY Gk
@ 7R £33 2doe ugez ANEE ustd BE 4z AF Adurge T
gk

o

i

M
o
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