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Abstract: This paper reviews the learning model of a forward slip ratio in order to improve the mass-flow
stability and strip qualities in the hot strip finishing mill process. Firstly, it is shown, from mathematical
analysis, that the significant parameters of the forward slip ratio are the tension, looper angle, and roll
velocity. Secondly, a discrete-time learning model of the forward slip ratio is proposed from these parameters,
which is identified by an instrumental variable (IV) identification algorithm. Finally, it is shown from
computer simulation that the proposed learning model is more effective than the existing learning model.
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Fig. 1 The relation of velocities between work roll
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Fig. 2 Variations of tension, looper angle and roll
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