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Design of LTBC Controller for Tension Control
in Down Coiler Process of Hot Strip Mills
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Abstract: In this paper, we propose an LTBC (Low Tension and Load Balance Control) scheme to improve a coiling shape
control by reduction the tension fluctuation by the torque disturbance in the down coiler process of hot strip mills. The
proposed controller is a combination of an LTC to control the overload at load-on in the mandrel and an LBC to regulate the
load balance of the upper and bottom pinch roll. A tension calculation model is suggested with the concept of the tension
deviation. The effectiveness of the proposed control scheme is verified from simulation under a disturbance of the pinch roll
torque. Using a field test, we show that the performance of the shape and tension control is improved by the LTBC control.
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Fig. 2. Good and bad coiling shape in coiling process.
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