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Strip Temperature Control for the Heating Furnace in the

Continuous-Annealing Line

Ho-Seong Jeong Seog-Hwan Yoo Ki-Nam Paek

Control & Instrumentation Department

ABSTRACT
Recently batch type cold rolling processes have been
replaced by continuous annealing type processes for cold
rolled sheets of mild steel and high strength steel in order to
obtain higher productivity, labor saving. In the continuous

RIST
B, Aatdol ¥AHE § dFol Wold AdEHE AREE=
Ao ALl g A3 s AHelch. stawt @yt ot
T Wdddnto] Aoy FHo FUHEL, oo gy
Aol iyo] Wasdteh EyAYol d AKATY 2 A
2] 7%, SCC(Supervisory Computer Control)ojre] #st =
W& F3lod zZtE HdHAE DDC(Direct Digital Control)ol)

annealing line, it is very important to maintain the target steel
The

automation system of continuous annealing line is based on a

strip temperature at the exit side of each furnace.

hierachical composition. This paper shows how to preset the
set value of furnace temperature control for the heating section
in a continuous annealing line. Saying in other words, this
paper presents the development of an adaptive control
approach to control the exit strip temperature in the continuous
annealing line. There are three parts in this approach; one is a
process modelling and another is recursive parameter
estimation and the other is a design of temperature
controller.
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Fig. 1 Configuration of Continuous Annealing
Line in the Cold Rolling Mill
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Flow of the function of strip teperature control
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