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h : strip thickness U : control input

b : strip width (reference of gas flow rate)

¢ : strip length Y : plant output

Tb : basic reference gas flow rate, line speed,
of strip temperature <9“‘iP temp., etc. >

Tt : optimum trajectory Vr . reference of line speed
of strip temperature Ke : adapted parameters

Fig.1 System diagram of optimum
strip—temperature control
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Ta : actual strip temperature
Va . actual speed

h,Tb,Tt . as in Fig.1

Fig.2 Actual eontrol



