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Design of An Adaptive Force Control System
for the Strip Caster
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ABSTRACT

In the strip casting, size of the roll separating force is a index representing the solidifying status of the melt.
Rolling forces at the start of the casting process can change abruptly due to the overcooling of the leader strip.
This inconsistency leads to machine damage or deficient solidification which results in the failure of the casting.
In this study, a mathematical model is derived for the hydraulic servo pressure control system for the twin roll
strip caster and its parameters are estimated by the RLS algorithm. Based on the identified model, an one-step
ahead predictive control method is applied in order to minimize the transient fluctuation of the rolling force.
Its simulation results are compared with those of the conventional PI controllers.
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