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Strip Tandem Hot RollingM ill L oopers Height
and Tension Decoupling Control

Zhang D ianhua, Zheng Fang, W ang Guodong
(N ortheastern U niversity)

Abstract A n optimal multivariable looper control systen based on nev decoupling strategy has been
developed for hot strip finishing mills The variables coupling degree is detemined by the diagonal
dom inance degree of inverse Nyquist curve Through pseudo- diagonalisation compensating the loop-
ers height and tension control system has the diagonal dom inance characters By using the Simulink
toolbox of theM atlab language, the smulation results have shown that, after decoupled, the loopers
control performance getsmuch better.
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