


#OX

A insh > TRBEEFEO Al HiifER
~ WS B L S EEERORETEORERVEDER~

Application of Al technology to zinc coating weight control
~ Approaches to identify error factors of the non-linear model
using the machine learning~
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Abstract

In this paper, we describe approaches to identify error factors of the non-linear model
using the machine learning effectively. In the hot-dip galvanizing line, a gas-wiping
device adjust the amount of zinc coating weight. In order to stabilize coating weight to
achieve a predetermined coating weight continuously, coating weight control calculates
optical action of gas-wiping device based on the coating estimation model. It is necessary
to improve the accuracy of the estimation model, i.e., reduce the modeling error, in
order to achieve a more precise control. The identification of error factors is essential
to reduce modeling errors. However, there is no convenient approach because of the
non-linearity of the gas wiping process. We describe one of the approaches using machine
learning to identify error factors on non-linear coating estimation model for our wiping
system NSblade®.
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