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Cross-Directional Weight Control Check-up
Record, monitor and track health and normal operation of

cross-directional weight control

Typical issues

- Sudden profile control
performance deteriorate

- No machine operating point
records exist when cross-
directional weight control problem
occurs

- Not knowing what is normal
performance for cross-directional
weight control

Preventive maintenance solution

ABB Cross-Directional (CD) Weight Control Check-up
is a preventive maintenance schedule that follows a
three-step execution (test, record and track) to assess
normalcy of the CD weight control. This three-step ex-
ecution is performed monthly to establish a history or
chart of the CD weight control. Having a history allows
for quick access to normal process and control set-
tings, and normal profile response behavior for when
a profile problem is encountered.

The history can be used as a standard to compare the
CD weight control performance from month to month,
following machine maintenance days, or following
machine upgrade projects. Typically, mills that have
maintained a detailed and updated CD weight control
history have benefited from faster problem resolu-
tion, avoidance of emergency service site visits, and
discovery of potential profile control improvements.
Each dollar spent is returned 10 times over in added
ROI to the plant.

Test

The test step includes performing a multiple zone CD
actuator bump test and collecting OPC data for the
bump test sequence, and brief steady-state operation
before and after the bump test sequence. The test is
performed during steady-state and normal operation
to capture and establish a history of normalcy. Data
collection includes the following:

Machine operating point shifts
Profile response mapping changed
Profile response shape and
magnitude changed

Profile response time changed
Actuator setpoint over-controlling

Product grade

Weight and moisture profiles

« Actuator setpoints

Available process variables (speed, stock flow, total
head, slice opening, chest and box consistencies, di-
lution flow ratio)

Key control tuning variables (mapping, response
model, temporal tuning, constraints)

Record

The record step includes analyzing the bump test data
and updating the CD weight control health history so
the mill and ABB can have the profile performance and
machine operating point information when it is
needed the most. The recorded information includes
the following:

« Product grade

« Actuator alignment statistics

« Process response statistics

- Profile variability band distribution

Actuator setpoint variability band distribution
Median operating point for available process vari-
ables

Key control tuning values

Track

The track step includes generating statistics on re-
corded bump test results, process operating point in-
formation and control settings information. Trend
plots of the recorded information is updated and the



Profile Controllability Band Trends

HHBEHEARH

!.i » u--n e -l

-y
1
I
:
i
ﬁ—l—. [
{

J i
1/26 2/26 3/26 4/26 5/26 6/26 7/26 Bf26 sk ~ _A'T- . o .
e W L e S P I I
oo sers
L L
Setpoint Variation Band Trends i 5P 2Znd Order Difference
16 1! oot st 250
P—
14.__,_—--"\.____._____’____.———. I....
12 o}
L e " & 13 w = Ed W W
)

R

1/26 226 3/26 426 5/26 6/26 7/26 8/26 1/26 226 if26 426 5/26 626 726 Bf26
- gt fetmor ey Tt "'”"""'“"'?““‘."i"“'? o "’:_"_""""'.""*"'.“"””.""“"?" : . e e e e A
= ‘»D‘fs’ PN : R 0l
- ks W%'Wﬂﬁﬂ T ﬂ-anwﬂ\" ;r‘-hfﬂlﬂ (R el
e | 5 q‘f”:I'JL i IIIIl| = ’
o o “ _ |
L) 1' 4l tan? l l | | e S A
oMbl oo ’ : S L
| | I : -
) Ay e 0.88 ! .
- f,l ,l’-'Tr*l .x,""". | 085 | |
fM oty I'l'lvl‘/.' i ,."'."" 024 | |
J_ R . . T 1/26 2/26 3/26 4/26 5/26 6/26 v B/26 | as _ .
CD weight control history is shared with the mill fol- (Current - Identified) Map Deviation
lowing every scheduled preventive maintenance exe- 14
cution. If the trended history shows a clear opportu- 12
nity to improve the CD weight control performance, 1
the appropriate improvement recommendation will 0.8
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fined, steps to improve performance, while creating a
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foundation for continuous improvement, can begin.
Services to implement improvement recommenda-
tions are in addition to the CD Weight Control
Check-up service and priced separately. Why ABB is best

Approved improvement recommendations can be im-
plemented all at one time, or scheduled to be com-
pleted incrementally over time; beginning with im-
provements that provide the greatest financial return.
ABB is available to implement the improvements,
work with site engineers, or work along with site per-
sonnel to achieve the desired performance level.

ABB is the world leader in pulp and paper applica-
tions. In depth knowledge and experience in this area
allows comprehensive evaluation, diagnosis, remedial
recommendations and implementation, and the abil-
ity to manage and sustain process performance im-
provement.

ABB

23000 Harvard Road

Cleveland OH 44122, USA

Tel: 1800 HELP 365 (1800 435 7365)
Fax:1919 666 1377

E-mail: contact.center@us.abb.com

abb.com/process-automation

We reserve the right to make technical
changes or modify the contents of this doc-
ument without prior notice. With regard to
purchase orders, the agreed particulars
shall prevail. ABB does not accept any
responsibility whatsoever for potential er-
rors or possible lack of information in this
document.

We reserve all rights in this document and in
the subject matter and illustrations con-
tained therein. Any reproduction, disclosure
to third parties or utilization of its contents
—inwhole orin parts —is forbidden without
prior written consent of ABB.

Copyright© ABB. All rights reserved

3BUS095874



