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Abstract

Through developing precise extrusion process control technology, the High Precision Extru-
sion Temperature Control through Digital Technology (ExtruTeC) research project sets out to meet
increasing demands of aluminium profiles by allowing extrusion of higher quality product and
increasing production.

As part of ExtruTeC, the work in this thesis is focused on conceptualizing a practical overall
extrusion cycle optimization layer, as part of an extrusion process control hierarchy. Furthermore,
a partial implementation of the optimization layer is covered, as means of testing the method and
implementation, and thus proving the effectiveness of the proposed extrusion cycle optimization
layer.

There are several works focused on optimizing the extrusion process, many of which con-
centrate on optimizing the ram speed curve over the extrusion phase. The idea of the extrusion
cycle optimization scheme is to take the entire extrusion process into account; the heating-,
transit-, and extrusion phase, and optimize the initial extrusion phase billet temperature, and
subsequently the heating phase reference point, in order to optimize the extrusion period and
increase production rate.

The extrusion cycle optimization problem is simplified by separating the problem into several
smaller problems, representing the different phases of the extrusion process, and arguing for its
equivalence with respect to optimality. The optimization of the extrusion phase is implemented
as a nonlinear program (NLP), with the use of direct collocation. The implementation is made
possible because of a progressor transformation of the model dynamics, from time to extrusion
length. This transformation is shown to yield several benefits, such as effortless implementa-
tion of time varying and discontinuous extrusion model equations, and a great reduction of the
number of decision variables of the respective NLP.

Upon solving the extrusion phase optimization problem in the form of an NLP, for several
configurations, it is found that by optimizing the initial taper, as well as the ram speed and
coolant valve opening, the proposed method may potentially reduce the extrusion time by up
to 50% from a non-optimized process. Additionally, it is found that introducing initial taper
optimization may yield a reduction of 26% from the case of only ram speed and coolant flow
optimization, and that introducing coolant flow optimization from a case of only ram speed
optimization may reduce the extrusion time by up to 23%. The results, however, are not verified
experimentally, and are contingent on the applicability of the implemented extrusion model. The
model used in this thesis is assumed reasonable based on crude comparisons to the reference
model, upon which this model is based.




Sammendrag

Ved & utvikle presis kontollteknologi for ekstruderingsprosesser, skal forskningprosjektet High
Precision Extrusion Temperature Control through Digital Technology (ExtruTeC) mgte den gkende
etterspgrselen av hgykvalitetsprofiler ved & gke produktkvaliteten og produksjonsraten.

Som en del av ExtruTeC, tar arbeidet i denne oppgaven for seg et forslag til hvordan man
kan bygge opp et overordnet optimaliseringlag av ekstrudeingssyklusen, som den del av at et
kontrollhierarki for ekstruderingprosessen. I tillegg, er en sentral del av denne lgsningen imple-
mentert for & bade bekrefte at implementeringen av denne metoden er mulig og praktisk, og for
& produsere resultater som understreker verdien av & optimalisere hele ekstruderingssyklusen.

Det er flere studier som fokuserer pa 4 optimalisere ekstruderingprosessen, hvorav mange tar
for seg optimalisering av ramhastiheten som funksjon av tid, over ekstruderingsfasen. Idéen til et
optimaliseringslag av ekstruderingsskylusen, er & tilrettelegge for kortest mulig ekstruderingstid
ved & optimalisere den initielle temperaturprofilen i billeten i starten av ekstruderingsfasen, ved
& ta hensyn til hele syklusen, som innebarer varmefasen, transportfasen og ekstruderingsfasen.

Det overordnede syklus-optimaliseringsproblemet er forenklet ved & dele problemet inn i
flere, mindre problem, som representerer de enkelte fasene av ekstruderingsprosessen, for sé og
lpse dem bakover. Det vil si at ekstruderingsfasen optimaliseres fgrst, s transportfasen, og til
slutt varmefasen. Under noen antagelser agrumenteres det for at denne forenklingen er ekviv-
alent til det samlede problemet. Optimalisering av ekstruderingsfasen er implementert som en
ulineaert program (NLP), ved hjelp av direkte kollokasjon. Denne implmenteringen er gjort mu-
lig ved hjelp av en progressortransformasjon av modellen fra tid til ektruderingslengde. Denne
transformasjonen er vist at yter flere fordeler, som & gjgre implementasjon av tidsvarierende og
diskontinuerlige modelligninger enkelt og effektivt, samt at det vil veere en betydelig reduksjon
av optimaliseringsvariabler i det resulterende ulinezre programmet.

Etter & ha lgst optimaliseringsproblemet av ekstruderingsfasen for flere konfigurasjoner, er
det funnet at ved & optimalisere den initielle temperaturprofilen til billeten ved starten av ek-
struderingsfasen, kan man redusere ektrsuderingstiden med opp til 50% fra en ikke-optimalisert
prosess. I tillegg er det funnet at ved & optimalisere initiell temperaturprofil samt ramhastighet
og kjgleprofil, versus & kun optimalisere ramhastihet og kjglingsprofil, kan ekstruderingtiden re-
duseres med 26%. Det er ogsa funnet at optimalisering av bade kjgling og ramhastighet, versus
bare optimalisering av ramhastighet, kan redusere ektruderingstiden med 23%. Resultatene er
ikke validert med experimentell data.
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Nomenclature

Extrusion Process
Billet
Cell

Container

Die

Discard (or Butt)
Exit

Extrudate

Extrusion cycle

Extrusion length

Extrusion phase
Extrusion press

Extrusion pressure

Extrusion radius

Extrusion ratio

ExtruTeC

Feeder

Heating phase

Initial taper

Cylinder of the material that is meant to be extruded

‘Cell’ is the name given to the part of a control volume that is occu-
pied by a material that is modelled. Most cells are equal to the con-
trol volume, except from the the back-most cells of the billet are sub-
volumes of the control volumes as the billet is being translated towards
the die.

The steel housing that encases the billet. A part of the extrusion press.

A steel component of the extrusion press, through which the billet is
being forced by the ram, imposing a geometric cross section of the
extrudate. It is also the name of a group of control volumes/cells within
the physical die.

The backmost part of the billet, which is not extruded, but rather sheared
off before a new billet is inserted

The name of a group of control volumes/cells at the end of the alu-
minium flow, where it has exited the die.

Material that has been extruded through a die.

The periodic chain of events, following a billet from the start of its
heating phase (phase 1) to the end of its extrusion phase (phase 3).

The length that the ram has travelled from its starting position, which
is equal to the length of billet that has been extruded at any given time
during the extrusion phase.

The third and last phase (phase 3) of the extrusion cycle, where a billet
is being extruded.

A machine that houses a billet and pushes it with a hydraulic piston
(ram) through a die, to produce the exiting extrudate.

The pressure exerted by the ram on the billet during extrusion.

The distance from the main center axis to the secondary center axes,
where the main axis is the center axis of the billet, and the secondary
axes are those of each cavity.

The ratio between the speed of the ram, and the outgoing extrudate in
an extrusion process.

“High Precision Extrusion Temperature Control through Digital Tech-
nology", The research project of which the work in this thesis is a part
of.

A section of the extrusion press where the aluminium flow is guided
into the port. It is also the name given to the control volumes/cells that
represents the aluminium in the feeder region.

The first phase (phase 1) of the extrusion cycle, where a billet is pre-
heated in an induction heater before being transported (phase 2) to the
extrusion phase (phase 3).

The billet taper at the start of the extrusion phase.
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Isothermal extrusion

MPE

Peak

Plate

Port

Ram

Saturation time

Taper

Transit phase

Miscellaneous
IRK
IVP

ODE
PDE
Optimization

(N)MPC

Collocation point

Decision variable

Direct collocation

Discretization interval

Discretization point

NLP

Extrusion where the critical temperature og the extrudate at the exit of
the die is maintained at a constant value, to ensure consistent product

quality.

Multi Port Extrusion, a type of extruded aluminium tubing used in heat
exchangers, and the main extrusion profile in ExtruTeC’s case study.

A section and control volume/cell of the die where aluminium flows
and is assumed to have the highest temperature during the extrusion
phase.

A steel component of the extrusion press, that has channels for the flow
of liquid nitrogen.

A section of the die where the aluminium flow is guided to into the
“peak” region of the die.

A hydraulic piston, responsible for forcing the billet through the die.

A period of time during the heating phase, typically towards the end
of the phase, where the induction coils are idle, to allow the radial
temperature gradients in the billet to even out.

The temperature distribution within a billet, typically ‘tapering’ off from
the extrusion end to the other.

The second phase (phase 2) of the extrusion cycle, where the billet is
being transported from the induction heater to the extrusion press.

Implicit Runge-Kutta scheme; an implicit numerical integration scheme.

Initial Value Problem; the problem of finding the trajectory of a dy-
namic system, that contains a given value (the ‘initial value’).

Ordinary Differential Equation

Partial Differential Equation

(Nonlinear) Model Predictive Control; a model-based controller that
predicts the state and input trajectories a given distance into the future,
called the “horizon".

A point representing a given value of the progressor of a dynamical
system between two of its discretization points, at which a collocation
polynomial is designed to match the system dynamics.

Avariable in the set of variables that an optimization algorithm searches
through to find the optimal value of the respective objective function

A simultaneous dynamic optimization technique that uses collocation
polynomials in the constraints of an NLP to integrate the system dy-
namics.

The interval of the progressor of a dynamical system between two dis-
cretization points. The discretization interval is considered to corres-
pond to the one of the discretization points that define the interval that
appears ‘earlier’ in the progression of the system.

A point representing a given value of the progressor of a dynamical
system, at which the system state is described as part of discretization
of the system trajectory along that progressor.

Nonlinear Program; the name given to the formulation of an optimiza-
tion problem with either a nonlinear objective function or constraints.

xii



1 Introduction

The use of aluminium is vast and important, and in particular, the automotive industry relies on
aluminium to construct light weight vehicles. The automotive industry continuously seeks to in-
crease vehicle efficiency, thus demanding lighter and lighter components for their vehicles. This
puts pressure on the aluminium extrusion industry, since extruded aluminium profiles are fre-
quently used for various components, such as heat exchangers, in vehicles. The aluminium profiles
need to be thinner and lighter while maintaining their strength and quality, to decrease weight
without sacrificing functionality nor safety margins. The extrusion industry is already achieving
incredibly small thicknesses, and further reduction requires sophisticated and precise temperature
control to ensure high quality extrudate. With the introduction of a precise control system for
temperature control and advanced optimization techniques, the industry is also setting out to push
the limits of productivity.

The work in this thesis is part of the High Precision Extrusion Temperature Control through Digital
Technology (ExtruTeC) research project, whose aim is to develop precise temperature control for
the extrusion process, to obtain isothermal extrusion, and to improve production rate by means
of optimization techniques. The project is a collaboration between Hydro Extruded Solutions -
Precision Tubing, Cybernetica AS, SINTEF Industry and Norwegian University of Science and Tech-
nology (NTNU). A part of the project is the development of accurate models of the extrusion
process, upon which a hierarchical Model Predictive Control (MPC) control scheme will be based.
Computationally heavy and comprehensive simulations are run to gain understanding of the intric-
acies of the process, and dynamic estimation techniques are pinpointing model parameters. In the
center of the project is the case study of an extrusion press in Tender owned by Hydro Extruded
Solutions.

Specifically, the extrusion profiles that are focused on in the ExtruTeC project are that of Multi Port
Extrusions (MPE) for heat exchangers, as illustrated in Fig. 1. A normal view of the MPE profile
is shown in Fig. 1b, where one can see a stadium shape with internal walls referred to as “webs”.
These webs are the main subjects of thickness reduction while developing the precise temperature

control technology.
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(a) A ‘cut-view’ illustration of a heat exchanger for vehicles. Circled in red is the MPE profile used as a case
study in the ExtruTec project.

D

(b) The MPE profile, appearing in heat exchangers for vehicles, as seen in Fig. 1a, which is the main extrusion
profile of ExtruTeC’s case study. The internal walls are referred to as “webs” and are the subjects of thickness
reduction in the ExtruTeC project.

Figure 1: Tllustrations of a heat exchanger and the extrusion profile used as a case study in the Ex-
truTeC project. These illustrations are sketches, and are not true depictions of the heat exchangers
and extrusion profile in question.




1.1 Motivation

During operation, an MPE tube is pressurized, thus the strength of the inner walls are paramount.
If, for some reason, the web strength of a tube is not according to the requirements, there is a risk
of “web tearing”. Web tearing is when the pressure inside the tube is high enough to rupture the
webs. Figure 2 shows an illustration of an MPE profile that has experienced web tearing, causing
the profile to bulge. This type of failure is critical and unacceptable during operation, and must
therefore be avoided. There are two main mechanisms that cause weakening of the webs that
result in web tearing, and are both related to the extrusion phase;

i) Local melting of the webs during extrusion of the MPE profiles, due to local temperature
peaks rising above the melting point of aluminium,

ii) and flow imbalance of the inner webs and outer walls, as the extrudate exits the die.

G, D

Figure 2: An illustration showing how the webs of an MPE tube may rupture under pressure. This
type of failure is referred to as “web tearing”.

To combat the mechanisms that weaken the webs during extrusion, precise temperature control
is required. Both melting and flow rate are directly related to the temperature of the aluminium,
and it is clear that gaining understanding of the complex temperature picture of the aluminium
undergoing complex geometrical changes when extruded can help develop methods of combating
these weakening mechanisms. Of course, upon gaining deep understanding of the extrusion pro-
cess and developing sophisticated models to describe their behavior, the door opens to the world
of optimization. Because of the growing use of aluminium, and in particular, extruded aluminium
profiles, the optimization of production is desired to facilitate the current and potential future in-
crease in demand. Resultingly, the main angle of this thesis, is on the optimization of production,
by minimizing the extrusion cycle period.

In the bigger picture, an overarching motivation behind the thesis, in cooperation with Cybernetica
AS, is to gain more knowledge about- and understanding of how one can use nonlinear optimiza-
tion approaches to optimize complex industrial processes. Industrial processes are typically highly
complicated and hard to model, often resulting in greatly simplified or highly nonlinear and even
non-smooth or discontinuous models. Optimization of such systems is therefore nontrivial, and
the various typical approaches has advantages and disadvantages. Nonlinear programs (NLPs) are
strong contenders when choosing an optimization approach, since they lend themselves nicely to
being solved numerically by computers. NLPs are especially useful due to the immense increase
in computing power we have seen the last few decades, allowing computers to efficiently handle
increasingly large NLPs. Sequential methods is a category of simple ways to implement an optimal
control problem (OCP) as an NLP, though these methods, as most methods, have drawbacks in
addition to their strengths. It is therefore useful to have experience with another category of NLPs,
such as simultaneous methods, that can yield advantages outside what one can expect from se-
quential methods. Therefore, the motivation behind the work presented in this thesis is partially
to gain understanding of how, and in what circumstances, simultaneous methods are applicable to
complex industrial processes, and how to implement them in practice. In particular, the focus is
on Direct Collocation, a powerful type of simultaneous method.




1.2 Thesis Objective

The thesis objective is to conceptualize a practical solution to the extrusion cycle optimization
problem, and perform a partial implementation as proof of concept. The thesis covers the use of
optimization techniques, in particular; Direct Collocation to optimize the overall extrusion cycle
with respect to minimum cycle period, thus increasing production rate. The proposed control
hierarchy is shown in Fig. 3, where the efforts made in this thesis are to develop the optimization
layer for the extrusion cycle. In short terms, the extrusion process can be divided into a heating
phase, a transit phase and an extrusion phase. Other parties within the ExtruTeC research project
are developing an MPC layer for the extrusion phase, to ensure precise and accurate temperatures,
and fast extrusion. Gabrielsen (2022) investigated the use of optimization techniques to control
the heating phase through simulations with promising results. The extrusion cycle optimization
layer (ECOL) computes an open-loop solution of the extrusion phase, optimizing over the initial
temperature distribution (initial taper) of the billet as it enters the extrusion phase. The ECOL also
provides a reference taper and open loop trajectories for the heating phase, and accounts for the
temperature diffusion happening during the transit phase.

[ Extrusion Cycle Optimization Layer (ECOL) ]
[

[

[
Heating H Transit J\::( Extrusion Extrudate j

Extrusion Cycle

( Billet

Figure 3: The intended control hierarchy for the extrusion process, consisting of an MPC solution
to control the extrusion phase (right blue), a controller for the heating phase (left blue), and an
overall extrusion cycle optimization layer (yellow).

The extrusion cycle optimization layer consists of a dynamic optimization problem in the form of
a nonlinear program (NLP) that optimizes the open-loop trajectories of the extrusion phase with
respect to extrusion time, where the control variables are the initial taper, a set point for the ram
speed, and a set point for a coolant flow valve. It must also simulate the taper backwards through
the transit phase, as an initial value problem (IVP), to provide a reference taper for the heating
phase. By accounting for the heater control problem and transit dynamics, constraints can be
imposed on the initial taper to ensure feasibility with respect to the heating phase. The open loop
trajectory solutions of the extrusion phase found by the ECOL are then made available for reference
to the extrusion phase MPC layer, opening up possibilities for the MPC control structure, such as
reference tracking. Whenever a new billet will start its cycle, the extrusion cycle optimization layer
is provided with information about the billet, such as its alloy composition and properties thereof,
its geometry, its temperature, the ambient temperature, etc., and computes a unique solution for
the individual billet. In this thesis, we do not consider varying billet properties between cycles,
such that consecutive cycles are assumed identical and one can draw conclusions on the overall
productivity.

1.3 Literature Review

Several works have studied modeling, control and subsequently optimization of the extrusion pro-
cess, mainly in order to achieve better product quality through isothermal extrusion, and higher
productivity through optimizing the ram velocity profile. This section provides a review of various
publications that present different approaches to modelling, control and optimization the extrusion
process.

Tibbetts and Wen (1995) expands on a new modelling technique described by Han et al. (1986),
and decomposes the extrusion process into a hierarchical architecture to improve the tractability of




the control problem. They formulate two extrusion process control problems to optimize the ram
position profile; one for obtaining isothermal extrusion, and one for minimizing extrusion time.
The respective objectives they present are

(Y 2
an(lfr)l/O (T(L(t),t) — Tq)" dt 1)
ty 1
min/ ——dL 2)
L(t) Jo L(t)

with any relevant process constraints, where

L : ram position as function of time
ty : final time of extrusion phase

T : exit/peak/extrusion temperature
T, : desired exit temperature.

They continue to show that optimizing the extrusion process can yield significantly shorter extru-
sion times.

Cuéllar Matamoros (1999) presents a “semi-analytical” approach to the modelling of isothermal
extrusion processes, where by assuming that the aluminium behaves like a highly viscous fluid.
They write;

“By treating the metal as a highly viscous fluid and making appropriate assumptions re-
garding its flow, the velocities, pressure, strain, and strain rates distributions needed for
the modeling of the process are solved analytically leaving therefore only the temper-
ature distributions to be solved numerically. This semi-analytical approach allows for a
considerable reduction in computation times as compared to the usual Finite Elements
Method for the modeling of extrusion processes.”

The approach taken to model the extrusion process presented in this thesis is based on work by
Halds (unpublished) from an internal memo, and is reminiscent of the idea presented by Cuéllar
Matamoros (1999). Matamoros proceeds to formulate and solve open-loop optimization prob-
lems that optimize the ram speed both as a constant speed and as a varying speed over time, to
minimize to extrusion time. It is however not clear form the their PhD thesis exactly how they
implemented the optimization problem, nor what approach was used. Furthermore, they expand
the optimization framework to include an NMPC control scheme for online feedback control. They
also recognize the importance of the initial billet temperature profile, the ‘initial taper’, although
did not implement such an optimization scheme.

Chanda et al. (2001) also studies the effect of ram speed on isothermal extrusion, but does so
using 3D finite element method (FEM) simulations. Their focus is on constant ram speed and
step-wise varying ram speed, and their effect on the exit/peak temperature of the aluminium, and
on the extrusion pressure. The simulations are done only for early stages of the extrusion phase,
due to large computation times. They find that by using an initially high ram speed, and step
wise decreasing it over time, they are able to extrude at the same isothermal temperature as for
constant ram speeds, but with a higher average speed, thus increasing production. In addition,
they see reduced tensile stresses and effective strain rates in critical regions, which makes the
extrudate less prone to tearing, and reduced pressure requirements for the press. However, the
instantaneous ram speed changes are also found to cause sudden changes in pressure.

Zhou et al. (2004) expanded on the study by Chanda et al. (2001) in the presence of increased
computing power. They simulate an extrusion process over the entire extrusion stroke with a
gradually varying ram speed. By using a continuously decaying ram speed, they are able to main-
tain the temperature within a range of 10°C over the entire extrusion stroke. The results were
verified by experimental results.

Farjad Bastani et al. (2010) studies the effects of container cooling, ram speed, front temperature
of billet, and initial billet temperature on isothermal extrusion. The extrusion phase is divided into




three sub-phases; start, middle and end of the ram stroke. By using 3D finite element software,
they simulate over 20 press cycles, and show that container cooling allows for an increase in ram
speed. In addition, they find that a flatter temperature taper of allows them to maintain isothermal
extrusion more consistently through the three phases of the press stroke.

Holker et al. (2013a) uses an additive manufacturing technique called ‘selective laser melting’
(SLM) to produce dies with cooling channels, and performs trial runs to investigate the effects
of cooling strategies with compressed air. They show that cooling the die during extrusion can
lower the extrudate temperature without significant rise in extrusion pressure, thus allowing faster
extrusion with higher surface quality of the extrudate.

Finally, Holven (2020) develops and implements an NMPC control scheme for the extrusion phase
using Cyberneticas’ tools for NMPC control. The NMPC control objective is to maintain isothermal
extrusion while minimizing extrusion time, by using the ram speed and a coolant valve opening
for die cooling, as control variables. Similarly, Kulas (2022) uses Cybernetica’s tools to implement
open loop dynamic optimization and parameter estimation for a combined model; connecting the
heating, transit and extrusion phase models. This includes the temperature set points for the
heating phase and the corresponding initial taper.

As seen from the aforementioned publications, there are several works related to the study of ram
speed curves, and methods to decrease the extrusion time. Usually, they hint at the fact that the
initial billet temperature taper is a key factor in dictating the minimal extrusion time, although,
little to no research is done on its optimization except for Kulas (2022), who implements a version
of initial taper optimization. In their Master’s thesis, however, they state that the “the optimiz-
ations of both ram speed and heating coil set points struggled with instability and were difficult to
tune”. On top of this, the optimization algorithm took “around 5 minutes” to converge, which is
rather slow if one plans on implementing such an algorithm in an on-line adaptive extrusion cycle
optimization scheme, since this is in the same range as the duration of the extrusion phase for
some products. Kulds (2022) attributes these issues to the use of single shooting as the dynamic
optimization approach, and they point out that single shooting is not suited for highly nonlinear
dynamical systems over long prediction horizons, which in many cases is true. Especially when
using an explicit integration scheme, as was done by Kulas (2022), there are in general no guaran-
tees that the integration is successful in providing meaningful state trajectories, which may result
in failure to converge to an optimal solution. As a solution, they recommend either of two other ap-
proaches; multiple shooting or orthogonal collocation (direct collocation). Another recommendation
is to introduce the coolant flow as a control variable, to obtain even shorter extrusion times.

1.4 Contribution

This thesis presents an extrusion cycle optimization control scheme, in which the problem is sep-
arated into smaller optimization problems that represent different phases of the extrusion cycle;
the heating phase, the transit phase, and the extrusion phase. Under certain assumptions, some of
which are verifiable upon attaining a solution, optimality is preserved in spite of the simplification
by separation. The focus of the thesis is on dynamic open loop optimization of the extrusion phase,
and how to connect it to the heating phase. To attack the problem of optimizing the initial taper
is in itself a recent and interesting development, and this thesis presents the novel use of direct
collocation for this purpose, as suggested by Kulds (2022). In addition to optimizing the initial
billet taper, the ram speed and coolant flow are optimized over the entire horizon of the extrusion
phase. This is achieved reliably due to a novel approach of process discretization within the field of
extrusion optimization, where the system state and control trajectories are discretized in extrusion
length rather than time. The new approach allows efficient implementation of direct collocation,
which in turn allows optimization over long time-horizons while maintaining accurate predictions.
As a bonus, the new method of discretization greatly reduces the problem size, in terms of the
number of variables in the resulting NLP.

To summarize, this thesis presents

1. a proposed control structure for an open loop extrusion cycle optimal control scheme, in




which the problem formulation is separated into smaller problems, while maintaining optim-

ality,

2. the use of direct collocation to provide reliable optimal trajectory solutions, even over long
time horizons, within a feasible time frame,

3. a novel approach to the discretization of the extrusion process state and control trajector-
ies, that allow simple and efficient implementations of direct collocation and contributes to
decreasing the problem size significantly,

4. and the use of initial taper, ram speed and coolant flow optimization combined.

1.5 Thesis Outline

The thesis starts by providing an overview of previous work that has been done on the optimiz-
ation of extrusion processes in Section 1.3, and summarizes the contributions this thesis makes
to the field of extrusion and extrusion cycle optimization. Continuing, a brief summary of the
most fundamental concepts that underlie the techniques used and presented in this thesis is given
in Section 2. The extrusion process is described in Section 3, which covers the overall process
and its decomposition into three main phases; the heating phase, the transit phase, and the ex-
trusion phase. An overview of the underlying continuous model that form the basis of the model
implementation presented in this thesis, is given in Section 4.1, followed by the description of its
discretization into implementable form, presented in Section 4.2.

The main contributions of the thesis are presented in Section 5. The Section starts by formulating
an optimal control problem (OCP), that represents the objective of minimizing the extrusion cycle
time, and upholds process constrains such as the extrusion press and heater limitations, and re-
quires isothermal extrusion at the desired peak temperature. Section 5.1.1 separates the optimal
control problem into smaller OCPs that represent the heating (OCP A) and extrusion phase (OCP
B), where optimality with the respect to the original OCP is preserved under some assumptions.
The conversion of OCP B into a nonlinear program (NLP) is covered in Section 5.2, where Sec-
tion 5.2.1 presents the progressor transformation of the extrusion model, from time to extrusion
length. Before formulating the final NLP, various considerations regarding the formulation are
covered in Section 5.2.2, and the final NLP formulation is presented in Section 5.2.3. The im-
plementation of the extrusion phase NLP into MATLAB, and properties thereof, are presented in
Section 5.4.

Section 6 presents the results of- and comments on the extrusion phase NLP testing, where solu-
tions are found for versions of the NLP that simulates the process without optimized control,
optimizes only the ram speed, optimizes the ram speed and coolant valve opening, and optimizes
the complete extrusion phase NLP. The discussion, in Section 7, covers

* model discrepancies between the model as implemented for the work in this thesis and the
model upon which it is based (Hal&s unpublished),

* the applicability of the proposed extrusion cycle optimization structure and the implementa-
tion presented in this thesis, with respect to a real industrial setting,

* various advantages of the proposed method,

* a more detailed discussion on the topic of understanding the feasible region of the initial
taper and on the initial guess,

¢ and recommendations for further work on the method.

Lastly, the conclusion is presented in Section 8.




1.6 Notation
This thesis makes use of the following notation:

* Zq - Short-hand notation for the set {z € Z|a < z < b}.

* F - Used to denote a feasible set.

* Bold Variables denote array valued variables.

* f:R" x [] — R™ - Used to denote a mathematical model on the form: ¢ = f(q;-).
* T - Used for temperature related variables.

* ¢ - Used to denote various time related variables.

* [ - Used to denote lengths. When a subscript is used, it denotes the length of the object
denoted by the subscript, otherwise it denotes the extrusion length as a progressor for the
extrusion press model.

* 1 - Used to denote dynamic viscosity when relevant to the viscous dissipation terms of the
extrusion press model. When the subscript “red” is used, it denoted a reduction factor.




2 Theory

2.1 Metal Extrusion
2.1.1 Extrusion Basics

Metal extrusion is the process of forcing metal through an opening, producing a prismatic extrudate
on the other side. Saha (2000) defines extrusion as

“Extrusion is a plastic deformation process in which a block of metal (billet) is forced
to flow by compression through the die opening of a smaller cross-sectional area than
that of the original billet”,

and Terry Sheppard (2013) writes

“The [extrusion]process converts a cast billet of solid metal into a continuous length of
generally uniform cross-section by forcing it to flow through a die which is shaped to
produce the required form of product.”

Compared to methods such as rolling and forging, extrusion is a modern method of shaping metals.
The first credited use of extrusion as a method of forming metals was when Joseph Bramah de-
scribed his method of extruding molten lead, in his patent which was granted in 1797 (Terry
Sheppard 2013). The manufacturing of lead pipes then became viable in 1820, when Thomas Burr
invented the hydraulic extrusion press. However, it was in 1886, following the new-found method
of extracting aluminium from bauxite using electrolysis, that the extrusion method took off. The
200 year old method is to this day unrivaled in its ability to produce complex and thin-walled
aluminium profiles and at the rate at which it does so (Terry Sheppard 2013).

The basic principle of extrusion is that a metal cylinder, called a ‘billet’, is placed into a container
and pressed through an opening in a component called the ‘die’, which is illustrated in Fig. 4. The
four quintessential parts of aluminium extrusion can be summarized as;

* the Billet; an aluminium cylinder that is the source material for the aluminium profiles,
* the Container; a hollow, steel cylinder that encases the billet during extrusion,

* the Die; a steel component at the end of the container, through which the billet is forced,
shaping the aluminium into its desired shape,

* and the Ram; a hydraulic piston that pushes on the back end of the billet, forcing it through
the die.

The billet, shown as the light grey section of
Fig. 4, is the source metal for the extrudate. It
can be of varying alloy composition, have vary-
ing geometry, though is usually a solid right

cylinder, and is usually heated to specific tem- _-m
peratures. All these factors have to be con-
sidered for each individual extrusion process
to obtain various desired process and product
properties. Even the grain and compositional Figure 4: A sketch of the four main components
structure of the billet can affect the structure Of an extrusion press; the billet, container, die,
and properties of the outgoing product, mak- and ram, in a 'direct’ extrusion configuration.
ing homogenization of the billets a field of

study, see Yucel Birol (2014), Yiicel Birol (2004) and Murai et al. (2003). During extrusion, the
billet behaves like a fluid, and has intricate flow patterns that are hard to analyse and account for.

Ram




Several studies have been carried out with the aim of gaining understanding of the material flow
during extrusion, such as Valberg (1992) and Mahmoodkhani et al. (2014), which often focus on
the flow through the die. The material flow can be complicated to understand even all the way
back in the billet, before the metal reaches the complex die geometry. For instance, Kim and Tkeda
(2000) have explored the flow of material in the billet during extrusion, where they find a clear
connection between the friction between the billet and container, and the billet surface layer flow.

The container is a rigid component that encapsulates the billet during extrusion. The container is
responsible for preventing the billet from expanding outwards, thus having to withstand the high
extrusion pressures, which can range from tens to several hundred megapascals. The container
is therefore typically made of a steel alloy, for example “5%Cr hot-work steels”, as described in
Terry Sheppard (2013). The container affects the extrusion process in two main ways; through
heat conduction and friction between the billet and the container. The container can be heated to
closely match the temperature of the billet, to reduce the heat flow between them.

The die is the component through which the billet is forced, giving shape to the outgoing alu-
minium profile. When applying force to the billet, it deforms as it passes through the die, and
takes its intended shape. This part of the extrusion process is very complex, due to the complex die
geometry. The dies are designed individually for each new profile, with varying complexity. Nev-
ertheless, even the simplest dies create intricate aluminium flow patterns. Two important fields of
study are;

* the optimal die geometry with respect to the required extrusion pressure, product quality
and die life,

* and the understanding and modelling of the temperature generation due to the deformation
and friction work in the die.

Examples of such studies, in addition to the aforementioned articles, are Qamar (2010), Li et
al. (2003), and Holker et al. (2013b), where in the latter, they investigate the effect of cooling
channels in the die. The heat generation in the die is heavily influenced by the extrusion speed,
extrusion pressure, die geometry and die cooling. It is within the die that the temperature reaches
its highest value, making the understanding, design and modelling of the die paramount within
the topic of temperature control for aluminium extrusion.

The ram is the hydraulically actuated piston that applies force to the back of the billet, forcing
it through the die. The ram force is typically controlled by a PID controller, such that the ram
speed tracks a reference speed, which is usually constant or a predetermined velocity profile. The
ram is responsible for providing the extrusion pressure, and the maximum pressure capacity of the
hydraulic system limits the possible extrusion pressure in the extrusion press. This is an important
consideration when designing an extrusion process, as the required extrusion pressure is highly
dependant on the billet alloy, the billet-container friction, deformation work and cooling effect in
the die, and the extrusion ratio, which is the ratio between the speed of the ram and the speed of
the outgoing product.

In Fig. 5 you can see a summarizing sketch of the extrusion press, and its main components, simil-
arly to Fig. 4. The figure also illustrates the typical axial symmetry that is common in the extrusion
industry, and coarsely depicts some of the important and complex die design parameters. That
is, parameters such as feeder and port dimensions, and bearing length, which are shown as the
various incremental reductions in cross-section towards the extrusion exit. The peak temperature,
as the rest of the temperature in the die, is hard to estimate in terms of both location and tem-
perature, but is generally assumed to be located at the smallest cross-section, which is right at
the extrusion exit. The figure also shows how several ‘cavities’, or holes, are included in a die to
produce several profiles at once.
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Figure 5: A rudimentary sketch of an extrusion press, illustrating its main components and the
peak temperature of the aluminium.

2.1.2 Types of Extrusion

Direct and Indirect Extrusion

Extrusion can be divided into two categories; Direct and Indirect extrusion. In direct extrusion, the
container and die are fixed in space, and a billet is placed into the container-die and compressed
by a hydraulic ram that extends into the container. This is the most common form of aluminium
extrusion. Indirect extrusion aims at reducing the billet-container friction, to drastically reduce
the extrusion pressure, by fixing the container and ram, and have the die be extended into the
container instead. However, according to Terry Sheppard (2013), it is generally more convenient
when using indirect extrusion to fix the die in space, and move the container-ram instead. These
to concepts are illustrated in Fig. 6, where the fixed entities are shown in red, and the moving
entities are shown in green.

(a) Direct Extrusion. (b) Indirect Extrusion.

Figure 6: Illustration of Direct and Indirect extrusion. Fig. 6a illustrates direct extrusion, and Fig.
6b illustrates indirect extrusion. Parts that are fixed in space are shown in red, and moving parts
are shown in green, where the green arrows indicate the direction of movement. The aluminium
is shown in blue.

The most prominent difference between the two methods is the container-billet friction. Since
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the ram must exert additional force to overcome the friction, the extrusion pressure increases
significantly. Fig. 7 shows the typical pressure curves for direct and indirect extrusion, over the
extrusion length, that is, the ram/die progress/extension into the container. The pressure curves
are divided into three distinct zones Saha (2000);

I) a zone of rapid rise in pressure at the start of the extrusion process,
II) a steady state zone, where the pressure steadily descends or is maintained,

III) and a zone where the pressure sharply increases as the “discard” is compressed.

As is clear from the figure, the pressure steadily declines during zone II in direct extrusion, this
reflects the decrease in friction force as there is less and less aluminium remaining in the container.
For the indirect method, the pressure is constant during zone II, which reflects the lack of friction
force overall. Note that these curves are typically seen for constant ram speeds, and without die
cooling, as the pressure is heavily influenced by the extrusion speed and aluminium temperature.
Also note that Terry Sheppard (2013) illustrates the pressure curves with less pronounced features
in their [Fig. 1.5].

Direct Extrusion

Indirect Extrusion

Extrusion Pressure

v

Extrusion Length

Figure 7: The typical shape of the pressure curves for direct and indirect extrusion, shown along
the extrusion length. The curves are typically divided into three zones; I) Rapid Rising, II) Steady
State and III) Sharp Rise. The figure is a recreation of [Fig. 2] by Saha (2000).

The lack of friction in indirect extrusion comes with several advantages, as listed by Terry Sheppard
(2013);

* lower extrusion pressure,

* more even extrusion pressure over time, as the billet-container surface decreases,

¢ more uniform material flow due to the lack of relative motion,

* no heat generation at billet-container interface.
Nevertheless, direct extrusion is more common due to the simplicity of the extrusion press design,
and that direct extrusion allows for a larger circumscribing circle of the extruded profile.
Hot and Cold Extrusion

Extrusion can be divided into hot and cold extrusion (Saha 2000), where hot extrusion is the most
common and the type considered in this thesis. In hot extrusion, the billet is typically preheated in
a designated induction heater before being placed into the extrusion press. This step ensures that
the billet is malleable, and can be extruded with much less pressure than with cold extrusion. The
exact temperature of the aluminium in a hot extrusion set-up has great impact on the quality of the
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product. However, it is also possible to extrude cold aluminium. An advantage of extruding cold is
that the product has different structural properties, due to the lack of effective heat treatment.

This initial heating process of hot extrusion is responsible for producing the desired temperature
distribution in the billet prior to the extrusion. Particularly, the temperature distribution along the
length of the billet is of importance. The distribution of temperature in the the billet is referred to
as the taper, as it typically ‘tapers off’ towards the back end, and the initial distribution before the
press stroke begins is referred to as the initial taper.

2.2 Differential equations and Difference Schemes

This section is mainly based on theory by Evans (2022), Wazwaz (2002) and Strikwerda (2004).

2.2.1 Partial Differential Equations

Partial differential equations (PDEs) is an immensely broad area of mathematics, that reaches far
beyond the scope of what is needed in this thesis. Nevertheless, this section attempts to provide a
brief introduction, such that the reader may form a basic understanding of what they are, before
proceeding to delve into the main body of the thesis.

A partial differential equation is defined as an expression on the form (Evans 2022)

OFu(x) O tu(zx) ou(x) B
F< 92k 9T T Om 7a:>0,

(3)

where k > 1,F:R"k % R*! X -+ xR*"xRxD+— Rand z € D C R" for some n € N. The
unknown variable is then u(x) : D — R, which is called the dependent variable. In contrast, x is
called the independent variable. We call this a k‘"-order PDE. A subset of PDEs is that of ordinary
differential equations (ODEs), which have the same form as (3), but is only differential in one
dimension. That is;

k k—1
F(a u(y,x) 0" 'u(y,x) au(yw)’y’x) _0, 4)

ayk T ayk-T Ty
with y € R.

PDEs turn out to be incredibly useful and versatile, and have a wide variety of applications. They
turn up in countless of real world scenarios, and are predominant in describing many real world
phenomena. Wazwaz (2002) writes

“It is well known that most of the phenomena that arise in mathematical physics and
engineering fields can be described by partial differential equations (PDE). In physics
for example, the heat flow and the wave propagation phenomena are well described by
partial differential equations.”

In fact, in this thesis we encounter both heat flow and wave propagation when describing the
temperature evolution and movement of the billet during the extrusion process.

Equation (3) is said to be linear if it takes the form

il iU/ xr
Zm(w)%éﬂ = f(), )

and is referred to as homogeneous if f(x) = 0. Two quintessential PDEs are

ou_ (P o o "
ot "\ 0z}  Ox3 03

ou ou

%= o 7
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where u : R3 xR 3 (,t) — R, and « = [z, 75, 23] ". Both (6) and (7) are on the form of (5) with
f(x) = 0, and are therefore linear homogeneous PDEs. Equation (6) is a standard heat equation
in Euclidean 3-space, and (7) is a 1-dimensional one-way wave equation (an advection equation).
Both of these equations are relevant to the extrusion process, although, it will become apparent
that it is useful to us to rewrite (6) in terms of reduced cylindrical coordinates and combine them
into one equation;
ou Pu  10u  0%u Ju
— =l s+ -5+ 5| —v—, €©)
ot (3952 ror  Or? > Oz
where u : RZ x R > (£,¢t) — R, and € = [r,x]". This is referred to as a convection-diffusion
equation, since it captures both heat diffusion and advection.

Typically when dealing with PDEs on a domain, such as ¢ € W C R2, where W for example
represents a billet, one also imposes ‘boundary conditions’;
O'u
o¢’

=b"(u(¢)), 9
3

for some i € N : i < k, where £; is on the boundary of W, and b(-) € R? is some boundary value.
For the boundaries of an object that do not dissipate energy to their surroundings at that boundary,

one assigns the boundary condition

ou| 7
7% 0'. (10)

3

Initial Value Problem

The reader should also be familiar with the notion of an initial value problem (IVP). In this thesis,
we use IVP to mean a system of ODEs accompanied by the complete description of the dependent
variable, u(-), for a single value of the independent variable, ¢, for which to solve for « over the
entire domain ¢ € D. That is;

d'u(t)

TR f(u(t)vt)v dt

=b; Vie ZO,k’v 1D

to

with v : R D D — R"«, where tq € D.

2.2.2 Finite Difference Schemes

Finite difference schemes are a family of schemes that attempt to solve PDEs numerically by ap-
proximating their derivatives using finite differences. The most basic examples of such are

ou u(zo + Ax) — u(xo)

Forward scheme: % . = A 12)
Backward scheme: Ou = wzo) — ulzo — Az) (13)
ox 2 Ax
Central scheme: Ju = uzo + Az) — ulo = Ax), a4
Ox 0 2Azx
(15)

which intuitively approximate the derivative due to their similarity to the definition of a derivative

du(zg) ~ lim u(zg + Azx) — u(xo). (16)
dx Az—0 Ax
Similarly, the second order derivative can be approximated by
@ _u(xo + Az) — 2u(wo) + u(zo — AT) a7
x| N Ax? '
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By combining different finite differences, one can discretize a PDE into a set of ODEs. Take for
instance the convection-diffusion equation (8). We start by defining a grid of evenly spaced points;
{ri,ra,...,ra} x {1, 22,..., 2} with spacing Ar and Az, at which we evaluate the dependent
variable, which we denote; u; ;(t) £ u(r;, z;;t). Then, (8) can be approximated by

duij(t) a<ui,j+1(t) — 2ui () + vi i1 (1)

dt Az? (18

Uit1,5(t) — 2u4 5 (t) + ui—1,5(t)
Ar2
uit1,5(t) — uz‘—l,j(t))

+

+ rAr

Ui (t) = uig(t)
Az ’

which forms a system of ODEs. By providing an initial condition, u; ;(ty) = u?yj Vi, j, the PDE
has been reduced to an IVP. A caveat to remark, is that (18) breaks down at the boundaries of
the grid, as there are no points beyond the grid to evaluate the dependent variable at. In place
of (18), one may simply use another set of schemes at these boundary points. Note that (18)
may be discretized further; in time ¢, however, in this thesis, we do not use finite differences to
approximate time evolution. Instead, collocation is used for this purpose, which is further discussed
in Section 2.3.2.

Differential Algebraic Equations
Lastly, we briefly mention the concept of a differential algebraic equation (DAE), which is a system
of equations containing both differential equations and algebraic equations;

du(z,y)

F(ax,u,x,y> =0, (19)

where y is an independent variable. When working with DAEs, we call the variables that appear
in the differentials; differential variables, and the ones that only appear algebraically; algebraic
variables. A system of ODEs can become a system of DEAs when for example assuming a steady
state condition on one or more points in the grid of points, as is the case in this thesis. By assuming

that B“TZ(U = 0 for some 1, j, one obtains the following algebraic equation

Az? (20)

Wit1,5(t) — 2u; () + ui—1,5(t)
Ar2
Wiyt () — i1, (f)>

0— a(uiﬂ'-i-l(t) — 2ui,5 () + wi 1 (1)

+

+ rAr

Y1 () —ui(t)
Az ’

where u; ;(t) has become an algebraic variable.

2.3 Nonlinear Programming

This section is based on theory by Betts (2010), Biegler (2010), Biegler (2007), Rawlings et al.
(2017) and Diehl and Gros (2011).

Nonlinear programming (NLP) is a type of optimization, where the output of an objective function,
or cost function, L : R” — R is minimized by an algorithm that searches its domain. An NLP is
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typically formulated as

min  L(w) (21a)
we R

s.t.
ce(w) =0, (21b)
cr(w) >0 (210

where the elements of w are considered the decision variables, and cg(w) = 0 and cz(w) > 0
are equations and inequalities that the solution, often denoted w*, must satisfy. There are several
algorithms that can solve such NLPs, many of which have certain advantages over others, and
some are better suited for certain classes of problems than others. In this report, the Interior Point
Optimizer (Ipopt) algorithm (Wachter and Biegler 2006) is used, which is intended for solving
large, sparse problems. The effects of utilizing other algorithms are not discussed, although this a
natural continuation of this work. Another important factor to note is that the ‘best’ algorithm for
a particular NLP can be very dependent on the specific NLP-formulation, which is not necessarily
unique for a given problem. This is, among other reasons, due to sparsity patterns in the Jacobian
of the constraint vectors (Betts 2010), which can be exploited by the algorithm. Therefore, the
effectiveness of the algorithm can vary between NLP-formulations. Another aspect to note is that
most nonlinear optimization algorithms, that are useful for the type of problems presented in this
thesis, are local optimizers, which means that there may exist better, global solutions than those
found by these algorithms. Nevertheless, in this thesis, the solutions found by such an optimization
algorithm is considered optimal.

2.3.1 Transcription Method

When formulating a dynamic optimization problem as an NLP, it is necessary to describe the solu-
tion in terms of a finite set of variables, and this usually includes describing the system state as a
finite array of variables as well. Processes such as heat diffusion in metals are inherently continu-
ous, and the temperature state of the system is typically described by ¢(p,t) € R, where p € R?
describes the point in space, and ¢ denotes time. Transcription is the conversion of a continuous
variable into a set of evaluations of that variable at different points in its domain; as

q(py,1) a1 (t)
q(past) q2(t

q(t) = : = | .| eR™, (22)
4Py, 1) n, (t)

This inherently implies a transformation of the system dynamics from a partial differential equation
(PDE)

. dq(p,t
q(p,t) = fla(p,t),ap(p,t),u(t), 1), ap(p,t) = qg; ) (23)
to a set of ordinary differential equations (ODEs), as described in Section 2.2;
q(t) = f(q(t), u(t),?). (24)

The state vector is still continuous in time, and can be further transcribed in time as well. To this
end, one must select a final time, ¢ ¢, which will eventually be the horizon of a dynamic optimization
problem. Then a set of points must be selected between ¢ty = 0 and ¢ = ty;

0<ty <tg<--- <ty. (25)

Typically, these time points will be uniformly distributed, with a constant time step At¢, though
this is not necessary in general. Varying the time step allows one to increase the resolution of the
discretization only at time intervals one suspects that the state will exert complex behavior, so as
to increase the accuracy of the approximation. With a constant time step, the time points can be
described by

tr =to + kAt Vk € ZOA,Na (26)
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where N is the number of time points after the start time, #y. The trajectories of the state vector,
q(t) € R™, and the control vector, u(t) € R™, are then naturally discretized as

q(t) — {q(tO)a Q(t1)7 LR q(tN)} = {q07 qp; - qN} (27)
u(t) — {u(tO)vu(tl)a s 7u(tN—1)} - {u’Oaula s 7“N—1}~ (28)

Before one can formulate an NLP, on must also discretize the system model (24), in terms of the
transcribed state and control trajectories;

fmodel(qk7 qk+17 Uk, k) =0. (29)

That is, the discretized trajectory (27) must approximate the true solution of (24), (g*(t), u*(t));

qr, ~ q*(tx)
Vk € Zo N. 30
q (tx) = q(to) + / f(q “(t),t)dt = fon 50

A dynamic optimization problem can then be written as;

min  L(w) (31a)

w

s.t.

Fnodet(@rs Qi1 ks k) =0 Vk € Zo N-1, (31b)
ce(w) =0, (31c)
cz(w) >0, (31d)

where if w contains both the control variables and the state variables, we call this a simultaneous
method. If the state variables are implicitly given, and w only contains the control variables, we
call it a sequential method.

2.3.2 Direct Collocation

Direct collocation is a type of simultaneous method for dynamic optimization problems of type
(31), where the state trajectories are approximated by a collocation based integration scheme (Bie-
gler 2010) (Betts 2010) (Rawlings et al. 2017). The integration scheme is derived from collocation
techniques, although, they are equivalent to implicit Runge-Kutta schemes(IRK). A major advant-
age of IRKs, over explicit integration schemes, is that they are stable numerical integrators, mean-
ing that the integration error is bounded. One may therefore use these integrators to obtain a
highly accurate numerical integration with relatively few time steps. The stable nature of the
implicit integration schemes make them suited for stiff systems, as explicit integration schemes
require very fine discretization to handle all modes of the stiff system.

The typical way of building collocation polynomial starts by defining d ‘collocation points’ on each
time interval of the discretization of the state and control trajectories;

tri € [th,ths1) Vi € Zya, Yk € Lo N-1, (32)

and define
tro = tg Vk € Zo,N—1- (33)

One then defines the Lagrange polynomials

d
t— 1k
i) = [[ ——=L VieZoa, Yk € Zon-i, (34)
etk — ey
J=0,j7#i
which have the property
1,i=j
lk,i(tk,j) = {0 it . (35)
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By introducing the parameters v, ; € R™ Vi € Zg 4, one can obtain

Vkir 1 =J _ one
Vg, lk,i(tk,j) = 0,i%] c R"a, (36)

To obtain the ‘collocation polynomial’ for time interval &, one takes the sum of (36) for all times
tr,i Vi€ Zg,q to get a Lagrange polynomial;

d
Pr(t, Vi) =D vkilk(t), (37)
i=0
where Vi, = {vg 0, V5,1, ..., Vg ,q}. The polynomial then inherits the desired property
vki,t:tki ViGZOd
t, Vi) = ' . L 38
Pi(t, Vi) {p € R"¢ , otherwise (38)

One can then set the initial value of the polynomial, p;(tx.0, Vi) to the state value at the start of
that interval, g,,, by simply setting vy o = q;,. By choosing V}, such that

Pr(tri, Vi) = F(0r(tr,is Vi), ur) Vi € Zy 4, (39)

the collocation polynomial approximates the state trajectory on the interval [t;,t;11]. Notice that
the collocation polynomial is easily differentiable. Therefore the state trajectory can be approxim-
ated by finding the V' = {V4, V5,..., Vx_1} that solves the system

g — Vi,o0
Pr(te,1, Vi) = F(Pr(tra, Vi), ur)
Pro(te,2, Vi) = F(Pr(te2, Vi)sur) | = 0 Vi € Zo 1, (40)

Pr(tr.as Vi) — F(0r(tr,as Vi), ur)

which is referred to as the ‘collocation equation’, and evaluating the polynomial at (¢;41, Vi) for
all time intervals;

Qi1 = P(tes1, Vi) Yk € Zon—1. 41

One can rewrite the polynomials to be functions of a scaled variable 7, by mapping 7 to ¢ for each
interval, using
t= (TAt+tk) VkEZO,N_l. (42)

All polynomials p,, (¢, V) Vk € Zo n—1 can then be written as a single polynomial p(7, V), which
simplifies the implementation. Their derivatives are transformed by

dp(1,Vy,) _ dpy, (t, Vi) ) ﬂ

dr it dr (432)

dt d
= %(T-At—i-tk) = At (43b)
= p/(T7 Vk) = pk(t, Vk) - At. 44

Equation (40) can then be rewritten as
q; — Vko
p/(7—17 Vk) — At - .f(p(Tla Vk),'l,bk)

p/(TQ,Vk) *At'f(p(TQ,Vk),Uk) =0 Vk e ZO,N—I- (45)

p'(1a, Vi) — At "f(p(Td’Vk)yuk)
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Diehl and Gros (2011) states that collocation can result in very high orders of integration by
choosing the collocation points carefully, which they explain by quadrature rules. This leads to
many choices of collocation points that yield different properties.

The Direct Collocation NLP

The final NLP will optimize over all state variables at times ¢, Vk € Z y and control variables at
times ¢, Vk € Zo n—1, and in addition, all the intermediate state variables v ; Vi € Zy 4, Vk €
Zo.n—1- We define w = [ug,...,uy_;,q4,... ,q},v(—{o, ... ,'U(Iw ... ,v%ilﬁo, ... ,v;'\—,_Ld]T, and
the complete NLP formulation becomes

min  L(w) (46a)
w
s.t.
dx — Vk,0
p/(Tla Vk) — At - f(p(Tla Vk)a uk)
P'(72, Vi) = At~ f(p(72, Vi) u) | =0 Wk € Zon_1, (46b)

p' (14, Vi) — At '.f(p(Td7Vk),uk)

941 — p(].7 Vk) =0 Vke Z()’Nfl, (46¢)
ce(w) =0, (46d)
cz(w) >0, (46e)

Note that adding vy, o to the set of decision variables is redundant, since the state variable g;, can be
used directly in Vi, = [q},, Vi1, - - -, Uk,4), thereby also removing the need for the first line in (46b).
Also, to reflect an initial value problem, the state should be known at some point i; g, = q;v,
thus negating the need to include this variable as a decision variable. Nevertheless, it is common
for MPC purposes to include the initial value as a decision variable and instead add the inequality
constraint g;, < q; < q;y, or the equality constraint g, = q;y -
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3 Extrusion Process

This section breaks down the extrusion process, as seen from the complete extrusion cycle per-
spective. The extrusion process/cycle can be divided into three main phases;

1. the heating phase,

2. the transit phase,

3. and the extrusion phase.
The extrusion cycle is illustrated in Fig. 8, where a billet starts it cycle by being inserted in to a

heater, then, after the heating phase is over, being transported during the transit phase, before
finally arriving at the extrusion press, ready to begin its extrusion phase.

( Billet ]—E{ Heating ]—.[ Transit ]—{ Extrusion H_-[ Extrudate J

Extrusion Cycle

Figure 8: Illustration of the extrusion cycle of a billet. This is the cycle subject to optimization by
the ECOL.

The heating phase requires an available heater. The extrusion plant of the case study has two
heaters working in parallel, such that a billet may begin its cycle while another billet is still being
heated. A heater model is described by Gabrielsen (2022), and it was shown that the use of optimal
control techniques to regulate the heater to a reference taper is simple and effective. In this thesis,
we make the assumption that the feasible reference tapers under this regulator scheme are or can
easily be understood. The transit phase is assumed to be trivially modelled as an extension of the
extrusion phase model from this thesis, or the already implemented heater model.

We define time frame of an extrusion cycle in the following way:

Phase: Heating Transit Reload Extrusion
Time Interval: [—th,O] —ty —trr [—tt,O] —trr [—tRL,O] [O,tf]
Duration: tp, >0 t; >0 trr, >0 ty >0

where t;, is referred to as the ‘heating time’, ¢; is the ‘transit time’, ¢z, is a small ‘reload time’, and
ty is the ‘final time’ or the ‘extrusion time’. The total cycle time is then

te =t +te + trr + ty, (47)

In practice the extrusion cycles will overlap, as illustrated in Fig. 9. Therefore the extrusion period,
Text, is not necessarily, and in fact usually not, the same as the total cycle time; 7..; # t., and
is closer to the extrusion time plus reload time; 7c,; =~ ty + trr, unless an extrusion cycle is
delayed due to the unavailability of heaters. The production rate is therefore, only dependent on
the extrusion time, since the reload time is constant. This idea is explored further in Section 5.

#Cycle

[ L & )
[ | )
) | ) Time ,

Figure 9: Phases: -Heater, -Transit, -Extrusion, M-Reload Time
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Mostly, in this thesis, we ignore the small reload phase, as there is only a trivial distinction between
the reload phase and the transit phase, and the two may be seen as one larger phase. Both phases
consist solely of ‘waiting’, from the perspective of the ECOL.

The following table summarizes the time related parameters describing the extrusion cycle:

Parameter Unit Description

th s Duration of the heater phase

t s Duration of the transit phase (constant)

tr s Duration of the extrusion phase and end time of extrusion cycle
te s Duration of the one extrusion cycle

tRL s Duration of the the reload phase (constant)

to = —tp — tt — tRL s Start time of the extrusion cycle

Text s Extrusion period®

@ The time between the start of two consecutive extrusion cycles.

Table 1: Time related parameters that describe the extrusion cycle.

The following subsections describe the different phases.

3.1 Heating phase

In the heating phase, a billet is placed into an induction heater as the first step in its extrusion
cycle. The main components of the heater are a chamber that closely encapsulates the billet, and
a set of inductors that uses electromagnetic induction to heat the billet at uniformly distributed
‘zones’ across its length. The zones are the intervals along the length of the billet that are directly
affected by the induction coils, and nearly cover the entire surface of the billet. Fig. 10 shows a
sketch of a typical induction coil arrangement. The number of coils in an induction heater may
vary, but is typically greater than four, and the affected zones are usually close together, to avoid
intermediate cold regions. Each coil has its own controlled voltage, allowing control of the power
output from each individual coil, resulting in a number of controlled variables equal to the number
of coils. It is this property that allows one to preheat the billet to a temperature distribution, called
temperature taper or just taper, where the number of coils determine the potential complexity of
the taper. Note that the radial temperature variations are also part of the temperature taper. In
fact, the induction coils mainly affect the outer part of the billet, naturally inducing a radial taper
in the billet. These radial variations can be some what accounted for by regarding the time radial
heat diffusion get to occur. Typically, towards the end of the heating phase, the induction coils are
idle for some time, to allow the radial gradients to even out before the billet is sent to the extrusion
press. This time is referred to as the ‘saturation time’. A short re-heating phase usually takes place
at the very end of the heating process, to re-heat the billet, and counter the heat loss that occurs
during transit.

~ ~
1 17

Figure 10: Illustration of the induction heater, showing an aluminium billet and four surrounding
induction coils, each with their own controlled AC voltage. By controlling the power of each coil
individually, one may produce a temperature taper in the billet.
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3.2 Transit Phase

The transit phase only consists of the transportation of the billet from the induction heater to
the extrusion press. This process is usually automated, and does not have many controllable
variables. The most interesting part of the transit phase is how the temperature taper of the billet
changes during the phase, due to internal heat conduction and dissipation of thermal energy to
the surroundings. This is primarily affected by the duration of the transit phase, which is not
considered a control variable in this thesis. The ambient temperature does also affect how the
temperature taper changes during the transit phase and must be accounted for by the optimization
layer. Lastly, the transit phase is assumed to be parallelizable. That is, several billet may be in their
respective transit phases simultaneously, so as to not stall production.

3.3 Extrusion Phase

After the transit phase, the billet arrives at the extrusion press and is placed into the container,
ready to begin extrusion. In practice, there is a short ‘reload time’, where the butt of the previous
billet is sheered off, and the new billet is inserted into the container. The extrusion phase is by far
the most complex phase, and is where the actual extrusion happens. The particular extrusion press
considered in this thesis is a cylindrical press owned by Hydro Extruded Solution, and is located in
Tgnder, Denmark. The press uses the direct extrusion principle with hot extrusion, and, as is usual,
consists of the four main parts; ram, container, billet and die. In addition, the die is an assembled
component, consisting of several sub-components. In this thesis, three sub-components of the die
assembly is considered, which are;

* the die ring,

* the die (as part of the ‘die assembly’, which has previously been referred to as just ‘die’),
* and the die holder.
A cut view of a rudimentary recreation of the die assembly is presented in Fig. 11a. The figure

shows a six fold symmetry, with six ‘cavities’, or ‘dies’, whereas the real die assembly uses ten
cavities. The die is depicted in Fig. 11b, alluding to the complex nature of the geometry.

(a) The die assembly. (b) The die.

Figure 11: A cut view of the rudimentary recreation of the die assembly considered in this thesis
at the end of a container (yellow), consisting of 6 dies (blue), a die holder (green), and a die ring
(orange). Fig. (b) provides a closer look at the crudely reconstructed die.

The die also has cooling channels, with the possibility of using liquid nitrogen to cool the die during
extrusion, to compensate the heat generation in the aluminium. Each die is connected to the same

21



cooling system, which means that there is only one valve to vary the coolant flow for all the dies.
Thus the dies cannot be individually cooled during extrusion.

The hydraulic ram is controlled by a PID controller. The PID controlled hydraulic ram system is
constrained in terms of both speed and acceleration. I addition, the ram speed cannot be negative,
that is, the hydraulic ram cannot retract during the extrusion phase. This has to do with safety and
product quality concerns. In this thesis, we introduce a safety margin, such that the velocity must
be at least a specified value, v above zero, except at the start of the extrusion phase, where the
ram speed is zero.

Tam?

The control signal to the cooling system is in the form of a valve opening set point as a decimal
fraction, z,4ive € [0, 1]. The maximum allowed opening is 20%, or z,que = 0.2.

The control constraints are given in Table 2.

Control constraints

Vram (0) = 0mm/s

Vram (t) > 0mm/s V>0

Vram (t) > Vpam > 0mm/s NVt >t >0
Vpram (1) < b5mm/s Vvt >0

[Oram (t)] < 0.4mm/s? vt >0

Zvatve (t) €10,0.2] vt >0

|2valve (t)| < Zrate Vi >0

Table 2: Constraints of the PID controlled hydraulic ram speed, and the coolant flow valve opening.

The complete control vector during the extrusion phase is

utrue(t) _ |:’Uram,setpoint (t)] c R2, te [07 tf]; (48)

Zvalve,setpoint )

where vpqm setpoint(t) 1S the set point for the ram speed, zyqive,setpoint(t) is the set point for the
valve opening, and ¢y is the final time of the extrusion phase. The dynamics between the set points
and actual values are not modelled, and for the remainder of the thesis, we assume that the true
values are identically equal to the set points; vrqm = Vram,setpoint(t) aNd Zyalve = Zvaive,setpoint, and
subsequently, that we can control the true values directly. Note that the initial billet temperature
is also considered a control variable for the extrusion phase, though not during extrusion. For the
purposes of this thesis, the state of the extrusion process during the extrusion phase is considered
to be the temperature distribution of the billet, container, the downstream aluminium flow, and
the die assembly.

The container has an embedded heating system, and for modelling purposes, we assume that
the outer layer of the container has a fixed temperature of 390°C, thus there is no loss from the
container to the ambient air. Similarly, the die assembly is held in place by a component that,
based on experimental data, is assumed to have a constant temperature of 250°C. The heat flow
from the die is then assumed to be proportional to

250 — Thie

)
Tdie|dieholder

(49)

where Ty, is the relevant die temperature, and 7g;c|gichoter i an experimentally found transfer
speed parameter.

3.3.1 Temperatures

Data from within the research project is used to find some initial temperatures for a typical ex-
trusion phase. Table 3 lists the initial temperatures at the start the extrusion phase for various
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“sections” (defined in Section 4) within the extrusion press, as assumed in this thesis. The tem-
peratures are assumed to be uniformly distributed within each section at the start of the extrusion
phase.

Section Initial Temperature

Container 447°C
Feeder 455°C
Port 480°C

Peak 440°C
Plate 480°C

Die 487°C

Table 3: The assumed initial temperatures of the extrusion phase in various “sections” of the
extrusion press. The sections are defined in Section 4.

During the extrusion phase, all temperatures must be strictly below the melting point of alu-
minium; Ty,e. < Tmer- This temperature varies with different alloys, though for simplicity, we
assume that this is above T,,.;; > 660°C, and impose the constraint 7' < T}, = 660°C for any
system temperature 7. Of course, no temperature can be below 0K/ — 273.15°C neither. In addi-
tion, the temperature at the very end of the aluminium flow stream, as it exits the die (referred to
as “peak temperature”), is critical to the product quality. In this thesis, we require that the peak
temperature is in the interval Tpeqr, € Fpear = [600°C, 610°C]. If this requirement is satisfied, the
extrusion is considered isothermal at the desired temperature. Note that, since the initial temper-
ature is outside this region, Tpeqr(t = 0) ¢ [600°C, 610°C], this requirement is not feasible, thus
some deviation is acceptable in the beginning of the extrusion phase. The temperature constraints
are summarized in Table 4

Temperature Constraints

T(t) € (-273.15°C,660°C] Vi € [to, tf]
Tpear(t) € [600°C, 610°C)] vt € [t,tf]
Tpear(t) € [~273.15°C,610°C] ¥t € [0, t/]

Table 4: Constraints on temperatures during extrusion, where 7' is used to denote any temperature,
Tpear denotes the temperature at the exit of the die, and 6t € (0,¢;) denotes some time into the
extrusion phase.
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4 Extrusion Model

The model used in this thesis is based on modelling work by Halas (unpublished). Various modi-
fications to their work are made to adapt the model for use with direct collocation, and to suit
the purposes of the thesis. The model is based on partial differential equations (PDEs) describing
temperature evolution in metals, accompanied by boundary conditions. A more detailed look at
how such equations are derived, and how they are adapted for a direct extrusion process is given
in Ozisik (1993), Aukrust and LaZghab (2000) and Cuéllar Matamoros (1999). Parts of the model
are confidential, thus some details are left undocumented, and the model is described on a general
level.

This section describes the extrusion phase model, as this is the model that will be the basis of
the optimization problem presented later in the thesis. The heating phase model is described by
Gabrielsen (2022), and is reminiscent of the extrusion model, without some of the challenging
complexities of the extrusion phase. The transit phase remains unmodelled, but is an important
step for future work, to use in verification of feasibility of the optimal solutions found in this thesis.
This idea is explored further in Section 5 and 7.

The parameters used in the model are summarized in Table 5.
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Parameter Unit Description

hai|steet W/(m?K) Heat transfer coefficient between aluminium and steel

Paija W/(m2?K) Heat transfer coefficient between aluminium and environment
Qi m?/s Thermal diffusivity of aluminium

Qsteel m?/s Thermal diffusivity of steel

Kal W/(mK) Thermal conductivity of aluminium

Ksteel W/(mK) Thermal conductivity of steel

Cp,al J/(kgK)  Heat capacity of aluminium

Cp,steel J/(kgK) Heat capacity of steel

Pal kg/m3  Mass density of aluminium

Psteel kg/ m‘? Mass density of steel

PLN2 kg/m? Mass density of liquid nitrogen
QLN w Cooling capacity of liquid nitrogen
NLN2 - Efficiency of L Ny-cooling

mLN2 kg/s Mass flow of liquid nitrogen

Ahyap. LN, J/kg Vaporization heat of liquid nitrogen

Emag m3/s Maximum volumetric flow of liquid nitrogen in cooling channels
T, K Ambient temperature

TRef, container K Reference temperature for container heating element
Ay m? Interfacing are between i and j

Ryitet m Billet radius and inner radius of container
Lyitiet m Billet length®

Reontainer m Outer radius of container

Leontainer m Length of container

Ryceder m Radius of feeder section

Lyeeder m Length of feeder section

Rport m Radius of port section

Lport m Length of port section

hpeak m Height of peak section

Wpeak m Width of peak section

Lpeak m Length of peak section

Rpate m Outer radius of plate section

Lyiate m Length of plate section

Ryie m Outer radius of die section

Lyie m Length of die section

Revtrusion m Extrusion Radius

FEratio — Extrusion Ratio

Negvities — Number of cavities

Ry J/(molK) The gas constant?

Qf >0 kJ/mol  Activation energy”

A >0 st A temperature independent parameter?
ny >0 — A temperature independent parameter?
ay >0 MPa~' A temperature independent parameter”

@ This parameter is time dependent, and refers to the initial length when written without time as
an argument.

b Related to flow of aluminium and resulting shear stress and strain (Sellars and Tegart (1972)
and Sheppard and Wright (1979)), as cited by Aukrust and LaZghab (2000)

Table 5: Model parameters.
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4.1 Continuous Model

The model divides the system into ‘sections’ with their own governing PDEs and coordinate systems,
and that interact via boundary conditions. A summary of these sections is given in Table 6, and Fig.
12 shows their arrangement in space. All sections are considered to be cylindrical about one of two
center axes, depicted in red and yellow in Fig.12, with the exception of the peak- and exit-sections,
which are assumed to be rectangular cuboids (their cross-sectional areas still assumed to be that
of the MPE-profiles shown in Fig 1b).

Section name  Material = Variable Description

“billet” Aluminium — Thiet(+) The billet.

“container” Steel Teontainer(-)  The container.

“feeder” Aluminium  Tfeeder(+) The part of the downstream aluminium flow
that is inside the die ring.

“port” Aluminium = Tpore(-) The part of the downstream aluminium flow
within the die itself.

“peak” Aluminium  Tpeqr(-) The aluminium at the exit of the die,
where the product profiles are imposed.

“plate” Steel Tpiate(-) The part of the die that is closest to the

peak-section. This section also contains
cooling channels.

“die” Steel Taie(+) The remaining part of the die, surrounding
the plate- and port-sections.
“Exit” Aluminium The aluminium extrudate. This section is

NOT modelled in this thesis.

Table 6: Model section descriptions.

Figure 12: Depiction of the various model sections, as defined by the model. Steel sections are
shown in brown, and aluminium sections are shown in gray. The red arrow indicates the direction
of flow, or ‘extrusion direction’. The vertical dashed gray line separates the sections that are com-
mon for the whole system, and the sections that represent a specific cavity. The yellow and red
dashed lines represent the main and secondary center axes respectively.

The PDEs used to model the different sections are reduced cylindrical dynamic heat equations on
the form

MED g 2LED | o(LD (;00E0) PTG

praai G = 7 or oF o2

) L BET;0) + V(ET;0), (50)

where T(€t) € R and v(€;t) € R are the temperature and velocity of the material at point
€ =[r,7]" € R? and time ¢ € R, respectively, and « is the thermal diffusivity of the material. For
more on how (50) is derived, we refer the reader to Cuéllar Matamoros (1999) and Ozisik (1993).
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The terms; ® and U, represent the heat generation from the viscous dissipation and reduction
work respectively, which are dependent on the average velocity in the section, v, and are such that

5=0= &, —0. (51)

The radial component of the velocity of the aluminium is assumed to be zero, such that flow only
occurs in the axial direction, thus the velocity v(€;t) is modelled as a scalar value, representing
the axial speed in the extrusion direction. Notice that the extrusion direction is in the negative
direction of the axial dimension, thus the sign of the translation/advection term is reversed. In
addition, all steel components are assumed to be rigid, such that ¥ (t) = 0, which combined

with (51) reduces the steel section models to

OT(&:) _ (10 ( OTED)  FPTED
o =1 () + T ) 2

The dynamic heat equation, (50), uses reduced cylindrical coordinates, £ = [F,z]", where 7 is
the radial dimension and Z the axial dimension, as shown in Fig. 13, with » = 0 being at their
respective center axes, shown in Fig. 12. The zero of the axial dimension is defined separately
for each section, and is located at the leftmost point of the section, such that the section spans
the interval [0, Lscction] in its axial dimension. This is a natural way of choosing the coordinate
frames, since all modelled sections except for the peak-section are cylindrical. The interactions
between the different sections are modelled as boundary conditions on the PDEs. These conditions
are presented in Table 7, Table 8, Table 9, Table 10, Table 11, Table 12 and Table 13. For simplicity
of notation, the coordinates and time of all temperatures Ty..tion (£; ) are omitted in the boundary
condition tables, except for specific coordinate values. For example, we write Ty e, (7—0) t0 mean
Thiiet (0, Z;t) VZ,t € [0, Lypinet) x [0,t¢]. Any omitted value and corresponding values in other
sections are deducible from Fig 12. One shortcoming of the non-symmetric peak section is that
some of its boundary conditions remain semi-defined in the continuous space model, although, this
does not carry over to the discrete space model that we derive in Section 4.2. We do not model all
intersections rigorously in continuous space, and 4z is used in place of coordinates of boundary
conditions where the coordinates are not defined in reduced cylindrical form.

Figure 13: The cylindrical coordinate frame used to describe points within the billet and various
other components of the extrusion press.
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Billet

Thitie _ haigsteel
balfl’ . T Ral (Tcontai'rLer,(F:O) - Tbillet)
(F=Rbpittet)

Thitiet _
ox =0
(Z=Lpitret(t)),(F=0AT>Ryceder)

Thitiet _
or 0

(7=0)

Thittet _ Teeder
o

- o
(2=0AT<Rjceder) (Z=Lyceder)

Table 7: Billet section boundary conditions.

Container

Teontainer _ haigsteel

# = Reteol (Tbillet,(F:Rbmet) - Tcontainer)
7=0

Teontainer —

oz =0

(Z=Lcontainer),(T=0)

TcontainET7(F:Rcontainer) = TRef,container

Table 8: Container section boundary conditions.

Feeder
Treeder _
or =0
(F:Rfeeder)v(F:())
Tfeeder _ Tport
0z - oz
(EZO/\FGIfeedeT\poTt) (f:L;DOTt)

Table 9: Feeder section boundary conditions.
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Tport =
Tport =0
(7=0)
Tpoﬂ"t _ hal\steel
ot = =0 (Tuie,(r=0) = Tyort)
(F=Rport)
Tport _ M(T _ — Tport)
ozT - Kal plate,(Z=Lpiate) port
(Z=0ATE€EIport|plate)
Tport _ Tpeak
oz - o
(:E:O/\felport\peak) (E:Lpeak/\felpeaklport)

Table 10: Port section boundary conditions.

Peak

Tpeak
5 =0
(7=0)

Tpeak

(@=0)

Tpeak _ haijsteet
oF T Ral (Tplate:(f:Iplate\port) - Tpeak)
(F=Ipeak|plate)

Table 11: Peak section boundary conditions.

Plate
Tpiate _
oT =0
(2=0)
Tplate _ Tdic
or - oz
(F=Ipiate|dic) (F€[Ldie —Lport—Lplate Laie —Lport])

Table 12: Plate section boundary conditions.

Die
Taic —
oT =0
(=0),(Z=Lase)
Tiie _
or =0
(F:Rdie)

Table 13: Die section boundary conditions.
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4.1.1 Viscous Dissipation

The term representing the heat generation caused by viscous dissipation, ®(7'(€); @), is based on
work by Aukrust and LaZghab (2000). The term consists of multiple nested expressions, starting
with the pressure gradient along the axial dimension;

8P<€7v>_< o(ng +1) )(_ 2 )()
oz VBA;ROHD (1 — - 2) V3a, e ; (53)

which is then used for the calculation of the velocity profile;
ng Fﬂf"i’l
) <1 e ) (54)

- —2r (/3 " \BA;RMHL OP(€,
- () () (2
Its derivative with respect to the radial dimension is then used to find the dynamic viscosity as

(nf-i-l) oz

. V3 ( 1 |ov(E,v) )f
) = ? RfT(s) , 55
1(€,0) 3oy | €D \ V34, | O (55)
and ultimately the viscous dissipation, ®[W/m?];
_ _ (Ov(€, D)\
(E.0) = —u@,m(”ﬂfﬁ) : (56)

The contribution to temperature change is then found via the heat capacity and density of the
material, as -
®(£, )

Ci)(éﬂj) = 0Cp

Equation (57) applies to all aluminium sections, except for the peak section, as the viscous dissip-
ation contribution to the rate of change in temperature, as described in (50). Note that the section
name subscripts are omitted from the variables in the equations in Section 4.1.1, as they apply to
multiple sections and to simplify notation.

(57)

Since the objective of the work in this thesis is to implement the model equations as constraints to
a simultaneous dynamic optimization problem, it is greatly beneficial to reformulate the equations
such that all expressions are continuously differentiable with respect to the optimization variables,
which include the temperature state of the model, T'(§) > 0, and the ram speed, v,4,, > 0. In this
thesis, we therefore modify the equations such that they do not include the absolute value operator,
and reduce them to simplify implementation. First off, notice that (53) is always negative because
Uram > 0 = o > 0 and all flow related variables (subscripted “f”) are positive real numbers,
thus we have

P& 0)| _ 9P(§0)
‘ or | or (58)
Using (58), one can insert (53) into (54) as
- 9 _/./3 "t /3A ;R
N e (V3 Sl
&0 = (Far) ()
() () () )’
. (&
V3A; R+ (1 — ﬁ) Vi3ay
,,777,f+1
(-5)
which after cancellations yields
_— __(nf+3) 7’17"f+1
v(€,0) = v(nf Y 1 it ) (59)
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The gradient of the velocity profile along the radial dimension is therefore

ov(&v) _(ny+3) 0 <1 T"f“) _ gy (i +3)

=v 0= - Ranrl R’I’Lf+1 ?

or (ny+1)0F (60)

which , since ¥ > 0 and 7 > 0, is always negative or zero, thus

(€ 0)|  Ov(g, D)
‘ or | or 61

Using (61) in (55) yields

f_ V3 (i (- 2t )
M(€7'U) 3af(_ BUC%EF,TJ)) \/gAf af e

N o s
_ 1 ( 1 )"fewlfffﬂg)(_av(f,v)> mf
V3ay \V3A; or ’

which can be used together with (56) and (60) to get

(62)

X ) o,
SN SN T R N A
q’“’”)“ﬁaf(mf) ( = ) ( o )

1+nf

N g8
a3 on npRpT(€) nf - f
() (450

(63)

4.1.2 Viscous Dissipation for Peak Section

When modelling viscous dissipation for the peak section, we assume high strain rates. This as-
sumption results in slightly modified equations for ®,..x. First we introduce the ‘characteristic
length’, A, which is found by solving the implicit equation

Q

f
2 ) ne+ls RiTpear (@)
< 2\ > <€hp2exak <W _ 1) " 1) B A Upeak€ I Peak _ 0, (64)
hpeak 2\ \/gAfhpeak

which assumes vpeqr(€) = 0 for 7 = %hpeak, meaning that there is no slipping between the flowing
aluminium and the steel wall. Note that the peak section is not cylindrical, 7 is therefore used
to mean the height inside the peak section, as opposed to the width. The maximum radial co-
ordinate is then 7 = %hpwk, at which point the aluminium flow speed is assumed to be zero. The
characteristic length is then used to find the velocity gradient in 7 and the dynamic viscosity as

P [ Q
Ovpeak (&; Upeak) _ \/gAfe(A(éﬂjpeak)7Rpre{1k(é))
or 2ns

< 1 2" 1 ov k(é@ k)
ca ; ca — _ 1 ‘ pea )y Ypea
e (&3t V/3ap | LpeetEtpeat) o6 (ﬁAf or

(65)

Qr
eRpreak(£)>_ (66)

Equations (56) and (57) are then used to find ®,.,; and i)pwk, as for the other aluminium sec-
tions. We call attention to the fact that, similarly to the simplifications for the other sections, the
equations for viscous dissipation in the peak section can also be reduced significantly, and result in

. = Ay T ( _r %y )
(0] ea s Upea = — _ A&Tpeak) RfTpeak(8) . 6
e &tyear) = =it (e )e -

4.1.3 Reduction Work

Similarly to viscous dissipation, a reduction work is also modelled, which contributes to heat gen-
eration in the flowing material. The equations governing the reduction work are based on an
internal report by Hydro.
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To compute the reduction work that is generated when aluminium is flowing from section A to sec-
tion B, one first needs to compute a ‘reduction ratio’, R 4|, and a ‘reduction speed’, v,cq,4|5(04),
as
2
L
2 2
Ry + Ry

R% + R?
Rapp =\ A2, (69)

Further, one computes a reduction force, Fy..4 4|5, using

Vred, A|B(VA) = 204 (68)

Qs

—_— 1
z 2 ((ng + 3)Vreda|B(Va)e 7O ) n
o ,U4) = —— . (70)
A& 0a) = 54 ( VBAfR A
- 2 - RS
FreqaB(&,04) = TRy | K1 4B + K2 A1B0AB(€,74) log, =) (71)
B
to finally get the reduction work (or ‘power’), ¥ 4 5(€,v4)[W], as
U 5(€,04) = Freanp(&04)Vrea a1 5(0a). (72)
The contributions to the rate of change of temperature is then found via
- e \Ij 5‘7 v
By (€, 0a) = AETA) (73)
Cp,alpalVB

where Vg is the volume of the section downstream of the aluminium flow.

4.1.4 Reduction Work for Peak Section

The reduction work equations are also affected by the assumption of high strain rates. To calculate
the reduction speed from the port section to the peak section, we use the following equations;

2
TR,
billet
Aport\peak: = E e (74)
ratio

TR2, .
port ’ (75)
ort + Aport\peak'

Ured,port|peak (’Dport) = 2"7;007“t )
TR,

where A4 |peak is the reduction area from port to peak, which is equal to the product profile area.
The reduction work is then found by

= _ hpeak
o ) ) = — 76
port|peak (é- peak port) 2)\(57 @peak)afnf ( )
Fred,port\peak (Ea @peak; @port) = T‘-Rf)ort <K17port|peak (77)

+ K2,port|peakUred,port\peak (E; 1_)[)6(116; 17p0rt>

TR2
()
Aport\peak

and using (72) and (73) to get W, ¢peqr and \i/pompeak. For the remainder of the thesis, for
tidiness, we denote the peak reduction work contributions ¥ sccder|ports ¥ feeder|ports ¥port|peak and
\I/porﬂpeak as \ijorb \I’port; \Ilpeak and \ijeak’ respeCtiveIY'

4.1.5 Average Section Speeds

The average speed in each aluminium section is simply based on the ram speed and the cross
sectional area of the section, and are derived from conservation of mass and the assumption of
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incompressibility;

Qbillet = Qfeeder = onrt = Qpeak
@billetAbilletpal = GfeederAfeederpal = '[_}portAportpal = @peakApeakpal

(78)

@I)illetAbillet = 'DfeederAfeeder = @portAport = ﬁpeakApeak
_ 2 _ 2 — 2 =
vbilletﬂ-Rbillet = /UfeederTer@eder = vportﬂ-Rport = vpeakApeak:a
where Q, v and A represent the mass flow, average speed in the axial direction and the cross
sectional area in each section. As described in Section 4.1.4, the cross sectional area of the peak
section/product profile is calculated via the extrusion ratio, and is equal to the reduction area

between the port and peak section found in (74). We have Ajcqr = Aport|pear- The average speed
in the billet section is assumed to be equal to the ram speed;

Ubillet = Uram.- (79)

The remaining average speeds are then calculated as

Rz i
Ufeeder = vram# (80)
feeder
R2.
= billet
Uport = vram% (81)
Rporthavities
@peak = VramPratio- (82)

4.2 Model Discretization

The implementation of the model into a simultaneous dynamic optimization problem requires that
the model is discretized, or transcribed, in both space and time. That is, the dynamic system
should be described by a finite dimensional state array evaluated at a set of time points within
the horizon of the DOP. The process of discretizing in space turns the partial differential equations
into a system of ordinary differential equations, which is explained further in Section 4.2.1. This
Section describes the discretization of the system state into state arrays, and the discretization of
the system state in time is described in Section 5.

To represent the the system state, T'(&; t), as an array T'(-), we choose a set of coordinates at which
we evaluate the system state, and organize the temperatures at those coordinates in an array. The
coordinates at which the temperatures are evaluated lie on a rectangular lattice within each sec-
tion, and the temperatures are assumed to be the average temperatures within subdomains/control
volumes of the section, called ‘cells’. The division of sections into cells is depicted in Fig. 14, which
shows a cut view of a billet divided into several rings. In the reduced cylindrical coordinates, these
rings appear rectangular, as depicted in Fig. 15.
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Figure 14: An illustration of the way the billet is divided into control volumes, referred to as ‘cells’.
The image shows a cut view of a subset of the billet cells, whereas the true discretizations fill the
full volume of the different sections.

For the sake of simplicity and tidiness, we introduce the discrete coordinates; & = (r,z) € Z1 ,, X
Z1 n, for each section, which reference the cell numbering shown in Fig. 15. The values of n,
and n, are determined by the relevant section, and the section-subscript is therefore omitted. The
section state arrays can then be written as

Tsection(L,1)(t) =+ Tsection(1,m4)(t)
Tsection(t) = : : € R Xne, (83)
Tsection (e, 1)(t) -+ Tsection (1r, m2) (1)
The complete system state is then the collection of the section state arrays;
Thitzet(t)

Tcom‘,aine'r (t)
Tfeeder(‘ (;)
_ Tport t
T(t) = T (l) , (84)
Tplate (t)
Tdie (t)
\ Tezit (t)

Figure 15: Depiction of discretization of sections into ‘cells’. The coordinates represent the num-
bering of the cells, where n,. and n, represent the number of cells in the radial and axial dimensions
respectively in the relevant section section.
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In this thesis, we choose to impose certain limitations on some of the discretization paramet-
ers, seen in Table 14, whereas the non-limited parameters are adjusted to optimize the trade-off
between model accuracy and the solve-time of the resulting NLP, which is explored in Section 6.

Section n, Ng
Billet ND ND
Container ND ND

Feeder < n;pier 1
Port 1 1
Peak 1 1
Plate 1 1
Die ND 1

Table 14: Resolution of section discretizations. ND reads “Not Determined”, and means that the
parameter is tuned/chosen for each dynamic optimization problem (DOP).

Additionally, we introduce the parameters Argection and AZseerion, Which are the thicknesses of
all cells of the section indicated by the subscript in the radial and axial dimensions respectively,
meaning that all cells have the same width in both directions. The thicknesses are found as

Ryiter

Arpitter = (85)
L,
Azpitter = :ua (86)
Rcon atner — R ille
A7‘container = L billet (87)
Ny
Lcon ainer
Amcontainer — Zcontatner (88)
Ny
Arfeeder = AT’billetﬁ (89)
Axfeeder = Lfeeder (90)
A’rport = Rport oD
Amport = Lport (92)
Axplate = Lplate = Lpeak (93)
R e R or
Argse = =Tt 94)
Ny
Azgie = Lyje. (95)

Note that the radius of the feeder section in the discrete model may not be equal to its radius in
the continuous model due to the definition of the radial width of the feeder cells, which is defined
in this way to simplify the discrete model dynamics. The centers, surface areas and volumes of the
different cells, except peak and plate, are then found as

7r=(r— %)Ar (96)

Ty = (z— %)A:r 97)

A (r) =2nrArAx (98)
Ay (z) = 2n AP (r — %) (99)
V(r) = As(r)Ax, (100)

where (7, Z,) is the center, and A, (r), A,(r) and V(r) are the surface areas of the outer radial
surface and axial surface and volume of cell (r, z) respectively. The areas and volume for peak and
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plate are

Ar peak = 2hpeak + 2Wpeak (101)
Az peak = Aport|peak (102)
Vpeak = Az peak AT peak (103)
Ar,plate = QWRplateAIplate (104)
Ay plate = TRpjq0e = Az peak (105)
Vilate = Az plate Aplate- (106)

4.2.1 Discretized Dynamic Equations

Upon discretizing the system state in space, the PDEs governing the system dynamics are also
discretized in space, to obtain a system of ODEs that are only continuous in time. In order to remain
close the the model implementation by Halas (unpublished), finite difference schemes(Strikwerda
2004) are used for this purpose;

oT Tr+1,z2)—T(r—1,x)
—_— ~ 1
or (r,2) 2Ar (107)
orT T(r,z+1)—T(r,z)
- ~ 108
oz (r2) Ax (108)
0*T T(r+1,2)—-2T(r,z)+T(r— 1,2
T . ( ) — 2T 3 ) +T( ) (109)
or (r,2) Ar
82T Tlr,z +1) — 2T(r,z) + T(r,z — 1
o ~ (r,x+1) (rzx) (r,x )’ (110)
el P Az

where (107) is a central difference, (108) is a forward difference, and (109) and (110) are second-
order central differences. The terms of the continuous model (50) and the boundary conditions
presented in Tables 7-13 are rewritten terms of finite differences. The advection/translation term
becomes oT(E:1) Tz + 1) — T(r,2:1)
3l . T,z yU) — LT, X5
’U(€7t) 8[2 ~ ’U(fat) AQZ‘
The second order axial derivative from (50) is rewritten using (110) directly, and the second radial
derivative becomes

: (11D

10 ([ 0Tt 1/ 7 0T (&t 0T (&5t
TG RS R (12
_ LTt | PTG
Fooor or?
~ T(r+1,z;¢) —T(r—1,x;t) n T(r+1,2)—2T(r,z) + T(r—1,2)
2F Ar Ar? '

On the boundary of a section, B =B, UB,, B, ={(r,z)lr=1Vr=n,}, B, ={(r,z)lxt=1Va =
n,}, the second-order central difference is not available as there is no adjacent cell beyond the
boundary of that section. A potential solution to this is to use second-order forward and backward
differences. Another solution is, if there is a cell beyond the boundary, but from another section,
one may use this cell in the equation instead. The latter approach does not work in all cases, as
one cannot generally say that the interfacing surface area, cell volumes, and even material are the
same or equivalent. The latter approach is modified to yield

0?T(&;1) T(r, Taqj;t) — 2T (r, 23 t) + Tphq;(t)
. ~ (113)
0z2 ¢eB, Ax?
‘ N T(r, xqqj;t) — T(r,z;t) n Toai(t) — T(r,z;t)
- Ax? Ax?
~ é T(’I", Tadjs ﬁ) - T(Ta x; t) + A(r,z)\adj Tadj (t) - T(Ta Z; t)
7 Az v, Az
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for the x-dimension, and similarly for the r-dimension. The subscript “adj” refers to the appropriate
adjacent cell, where (r, z,4;) is the adjacent cell within the same section as (r,z), and Ty, is the
temperature of the adjacent cell in the neighboring section. Equation (113) functions as the dis-
cretization of the boundary conditions between sections of similar material as well. If the boundary
is between two section of different materials, A and B, the second term in (113) is replaced by

haBA(r,2)|adj

Toai(t) =T ; 11
aaVipacp a (Tas (1) ;1) (114)

where A is the material of the the relevant section, and B is the material of the neighboring section.
The one exception to this is the heat transfer between the billet and the container, which replaces

the term with
Toqi(t) —T(r,z;t)

(115)
OzAVrpAcvaQ
where () is the thermal resistance between the billet and container, and is found by
2Rpittet 2Rpittet +ATcontainer
0= log, <2Rbizzet+AT'bmet> log, ( 2Rpitet ) 1 (116)
271—Axbillet'%tﬂ 2’/TAmcontainer/{steel 27TAl'ln'llet}zbillethal\steel

The last exception is when there is no neighboring cell, such that no heat transfer is modelled, in
which case the term is simply neglected.

4.2.2 Discretization Under ‘Diminishing Billet’ Conditions

A detail that has not been explored yet is that of the diminishing billet during extrusion. In fact,
during extrusion, the billet undergoes translation, which is accounted for by (111) in the discret-
ized dynamics. Although, this implies that the billet gradually disappears from the back end, which
is not accounted for yet. The most important consideration regarding this phenomenon, is how
one chooses to model the billet once it has been shifted by AL. Fig. 16 shows the three main con-
tenders of how to discretize the billet after a shift of AL to the left. The top instance depicts the
initial, non-shifted billet discretization, which has been considered up until this point. The three
bottom instances depict three ways to discretize the billet after a shift, where the first uses a fixed
discretization grid in overall system reference frame, where the back most cells, (r,n,), shrink by
AL. The second instance depicts a moving discretization grid which is fixed on the moving billet,
and the front cells, (r,1), are shrunk by AL. The third and last instance depicts a grid where all
cells shrink by the same amount, 2£, to maintain a homogeneous discretization grid.

Ny

t =tg: All cells: Az <
t=ty: Az, = Ar — AL -
t=ty: Az = Az — AL =
t=ty: Allcells: Az, = Az — & S

Figure 16: Illustration of three ways to adjust the spatial discretization of the billet upon it dimin-
ishing during extrusion. The figure shows four instances of the billet and its discretization, the
top being the initial/non-shifted version, and the three bottom ones being the three options after
a shift of AL.
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The chosen method to handle the diminishing billet is the first option from Fig. 16, where the
backmost cells, (r,n,), are shrunk. To that end, we denote the length of the backmost cells Az, q4,
and simply rewrite the equations from Sections 4.1.4, 4.1.1 and 4.2 that regard the diminished
cells using Ax.,q instead of Axp;.¢ Where appropriate. Note that once AL > Axpier, the back-
most cells disappear entirely, and the cells to their left become the new backmost cells, and the
discretization parameter n, is updated as

Ng < Ng — 1. (117)

This is illustrated in Fig. 17, where the the billet and its discretization is shown for three different
time instances, and the backmost cells disappear, or ‘die’. The width of the backmost cells is then
AZeng = Axpigier — (AL — AZpigiet Ngead), Where Ngeqq is the number of cells that have already
died, and AL is the total amount of shift from the initial state of the system.

Figure 17: llustration of the backmost cells disappearing, or ‘dying’, during the extrusion process.

Another consideration is how to modify the container interaction with the dead cells. In the real
system, the container is interacting with air where the a cell has died, though the model assumes
that no heat exchange happens at this interface after the cell dies.

4.2.3 Coolant Model

Lastly, the effect of coolant flow is modelled. The coolant used for the die cooling channels is liquid
nitrogen (LN,), and the control variable associated with its flow is the valve opening, z,q1ve €
[0, 1], as a decimal fraction, where
Zvaive = 0 — valve fully closed
Zvalve = 1 — valve fully open
0 < Zyaive < 1 — valve partially open.

The cooling channels appear in the model through their effect on the plate section, as a negative

power contribution that is linear in coolant mass flow. The mass flow rate is computed from
. PLN2
mLNQ(Zvalve) = k?’naxzial'[)eNi? 5> 0, (118)

cavities

where k.. is the maximum volumetric flow, and pyy2 is the coolant mass density. The exponent
s [—] is a unit-less number that captures the nonlinear relationship between the valve opening and
mass flow rate. The cooling capacity is then found via

QLNQ (Zvalve) - _mLNZAhvap,LN% (119)
and ultimately the contribution to the rate of change of temperature, =, is found via

nQLn2
PsteelCp,steel A‘/plate

(120)

E(Zvalve) =
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5 Optimization

As the motivation behind this thesis is to gain understanding and experience with the use of direct
collocation as a tool for optimization of complex and nonlinear industrial processes, this Section
explores the formulation and implementation of an NLP that optimizes the extrusion process. The
goal is to develop a reliable optimization formulation that finds the initial billet taper that allows a
control scheme to extrude a given billet as fast as possible while satisfying any requirements on the
temperature of the system. This algorithm will compliment a preexisting NMPC control scheme
that optimizes the ram speed and coolant flow throughout the extrusion period, to minimize the
extrusion time while maintaining the peak temperature within a set of specified requirements, seen
in Fig. 3. The result should be an open loop optimization algorithm that facilitates the best possible
initial taper for the extrusion phase, so as to allow the smallest possible extrusion time.

The Section starts with an overview of the general control problem, that is, what the goal of the
extrusion cycle optimization layer is, in terms of an optimal control problem (OCP). Then, in
Section 5.1.1, the problem is simplified by separating the overall OCP into two OCPs representing
the heating- and extrusion phase, connected via the transit phase as an initial value problem (IVP).
Under some assumptions, the separated problems are equivalent to the original problem, allowing
one to solve a much simpler control problem, while still obtaining the optimal solution with respect
to the overall control problem. Following is a Section that covers the conversion of the OCP
into an NLP. Various considerations about the formulation of the equivalent NLP are presented in
Section 5.2.2. The section ends with an overview of the implementation of the NLP in MATLAB,
and some considerations thereof.

5.1 Optimal Control Problem
The objective of the proposed control scheme is to satisfy the following objectives;

i) maintain the desired peak temperature according to a set of specified requirements through-
out the extrusion phase,

ii) and minimize the total extrusion period Tc.:.

The available control inputs are the ram speed and coolant-valve opening; v,qm (t) € [U,qm, dMm/ ]
and zyqe(t) € [0,0.2]. In addition, the initial taper is available as a control variable since this op-
timization takes places in the ECOL (see Fig. 3), which means that it occurs before the billet enters
its extrusion cycle. The reference temperature for the heating phase is therefore free to be op-
timized. The overall control problem encompasses the heating phase, transit phase and extrusion
phase, and can be written as;

min - Tegt (121a)

s.t.
Tpeak(t) € Fpeak(t) vt € [0,ts], (121b)
T(t) € (0, Tinax) vt € [0,t5], (121¢)
Vram () € [Vpgm,dmm/s] Vt € [0,tf], (121d)
|Oram (t)| < 0.4mm,/s? vt € [0,ts], (121e)
Zvalve(t) € [0,0.2] vt € [0,t5], (121f)
|Zualue( ) < Zrate vt € [0,tg], (121g)
Vi(t) € Yt € [to,to + tr)- (121h)

where w = {V,(t), Tinits Vram(t), Zvaive(t)}, Vr(t) being the control variables in the heating
phase, V is the domain of the heater control inputs, and T';,,;s = Thiniet(0) being the initial taper.
Note that (121c) is element wise, and applies to all relevant sections. Lastly, F,cqr(t) represents
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the feasible region for the peak control volume/cell at time ¢, and 7},, is the maximum allowed
temperature, which is typically a little lower than the melting point of the current aluminium alloy,
as previously discussed.

5.1.1 Separation of Problem Formulation

Control of the complete extrusion cycle can be considered a multistage problem, as described by
Diehl and Gros (2011), due to the ‘multistage’ nature of the heating-, transit-, and extrusion phase.
Such systems are also reminiscent of hybrid systems, as described by Biegler (2010) and Borrelli
(2003). Typically, multistage/hybrid systems require implementation of logic to model the various
stages, such as in the Mixed Logic Dynamical (MLD) Systems described by Borrelli (2003). In the
context of direct collocation, Biegler (2010) uses switching profiles and guard/switching functions
to implement transitions between stages. In this thesis, however, we attempt to avoid dealing with
hybrid systems entirely by separating the control problem, (31), into smaller control problems
representing the different phases, while maintaining overall optimality. By separating the overall
optimal control problem into smaller OCPs, no logic is required to distinguish between the three
phases, and they can be implemented as standard dynamic NLPs.

To this end, we make use of the observation that, in practice, we have; 7y =~ try, + ¢y, which can
be seen in Fig. 9, where tr; is the reload time and ¢; is the extrusion time, as defined in Table 1.
This is the case, as long as the extrusion phase is the ‘bottle neck’ of the extrusion cycle. That is,
since the extrusion phase plus reload phase of different cycles cannot overlap, the next cycle must
be delayed by at least ¢ty +t . Furthermore, since there are 2 heaters in our case study, neither can
the heating phases of three cycles overlap. Therefore, the extrusion period must also be delayed
by at least 1¢,. The extrusion period is therefore assumed to be expressed as

1
Tor max{2th, —_— tf}. (122)

Based on internal data from Hydro and the work by Gabrielsen (2022), the heating phase can
be completed in ¢, =~ 300s for a non-optimized cycle, whereas the extrusion time is typically
ty ~ 330s. The reload time is estimated to be ¢tr;, ~ 23s. Accounting for the parallel heater
phases, the extrusion period is therefore 7.,; ~ maxz{150s,353s} = 353s. To finish, we make an
assumption that the heating time, ¢;, is generally not heavily affected by the reference taper for
the heater, such that the initial taper that minimizes ¢, does not result in a significant increase in
heating time. We then have a reduction margin of 353s — 150s = 203s before the heating phase
becomes the ‘bottle neck’, and the production rate cannot be increased further by decreasing the
extrusion time. Fig. 18 illustrates this concept, where the extrusion time is shortened from what is
depicted in Fig. 9, resulting in a shorter extrusion period and higher production rate. In the figure,
the heating phases of two cycles overlap, which is permitted in this case study, whereas three
simultaneous heating phases would not be possible and cause ‘bottle necking’. It is also important
to note that by optimizing the heating time, the reduction margin may be even greater. The current
estimate of ¢, = 300s is based on the generic heater optimization by Gabrielsen (2022), and in
practice, the non-optimized heating phase is currently in the range of 500s to 600s.
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Figure 18: Phases: -Heater, -Transit, -Extrusion, ®-Reload Time.

lustration of the extrusion cycles with small extrusion times. The figure showcases how the
heating time must be very large in comparison to the extrusion time before it affects the extrusion
period.

Under these assumptions, the optimal control problem can be separated into two parts; the heating
phase (OCP A), [to, to +t], and the extrusion phase (OCP A), [0,¢s]. The transit phase, which here
consumes the reload phase, is completely unactuated, and occurs as an intermediary IVP between
the two parts. This approach yields two separate optimization problems, where the extrusion phase
is optimized first with respect to extrusion time, and the heating phase is optimized second, with
the primary goal of achieving the appropriate billet taper within the ¢, < 2(tgz, +1ty), to guarantee
optimality. The separation is illustrated in Fig. 19. To ensure that the solution of OCP B is feasible
with respect to OCP A, the feasible end-states of the heater must be transformed via the transit I[VP
to find the respective feasible initial tapers for OCP B, as illustrated in Fig. 19a.

ECOL

OCP B

(a) The feasible end-states of the heater, F,.s, are fed into the transit IVP to
compute the feasible set of initial tapers, Finit.

ECOL

(b) The solution of OCP B is fed to the transit phase IVP to compute the reference
taper for the heating phase.

Figure 19: Illustrating the separation of the OCP into two parts, connected via the transit phase.
The second part (B) encompasses the extrusion phase and is solved first, and the first part (A)
encompasses the heating phase and is solved second, based on the solution of OCP B and the
dynamics of the transit phase (the IVP).

An important observation is that after OCP B has been solved to find an initial taper, one can
compute the respective heating time, and verify that that the heating phase has not become the
bottle neck; 3t, # trr + ty, thus preserving optimality. As both single shooting and collocation
techniques have been extensively tested for the heater, by Gabrielsen (2022), and the transit IVP
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is a trivial extension of that implementation, the remaining part of interest is that of the extrusion
phase. To reduce the workload, this thesis will not cover the implementation of the OCP A, nor the
transit IVP, and rather focus on the core part of the ECOL, which is OCP B, the extrusion phase.
The OCP B problem is

min iy (123a)

Tinit, Vram(t), Zvatve (t)

s.t.

Tinit(t) € Finit(t) vt € [0,ty], (123b)
Tpeak(t) € Fpeak(t) vt € [0,ty], (123¢)
T(t) € (0, Thnas] vt € (0,4, (123d)
Vram(t) € [Vygm, dmm/s] YVt € [0,ts], (123e)
[Oram (t)] < 0.4mm/s> vt € [0,t¢], (123f)
Zvatve(t) € [0,0.2] vt € (0,4, (123g)
|Zvatve ()] < Zrate Vt € [0,t5]. (123h)

where T represents the temperature array of any section, 0 < v < 5mm/s, and

[—273.15°C, 610°C], t € [0, 5t)

124
[600°C, 610°C], t € [6t,tf] (124)

]:peak'(t) = {

for some ¢t € (0,t;). Time ¢t amounts to zone I) from Fig. 7, and should be as small as possible
to maximize the amount of high quality product yielded form the billet. It remains a design choice
whether or not to implement measures to ensure that §¢ is small, and depending on these measures,
one may introduce an implicit or explicit trade-off between making ¢¢ small and making ¢; small.
The choice has been made to not include a constraint nor cost associated with §¢ in OCP B, to leave
this design choice open.

5.2 Nonlinear Programming

As stated in Section 1.1, part of the motivation behind the thesis is to gain understanding of the
use of simultaneous approaches to formulating nonlinear programs (NLPs) to optimize complex
dynamical industrial processes, with focus on direct collocation. In order to reformulate (123) as
an NLP, or to transcribe the problem, one must first discretize the model in time;

(T(0), T(t)), ..., T(tn)} = {To.Ty,,..., Tey} (125)
{Uram(0)7 VUram (tl)y c ooy Uram (thl)} — {v'ram,Oa Uram,tla .. 7’Uram,tN,1} (126)
{Zvalve (0)7 Zvalve (tl)v ooy Zyalve (thl)} — {Zualve,Oa Zvalve,tiy -« + -y Rvalve,tn_1 }7 (127)

for all section temperature arrays 7'(¢). The system trajectories can then be approximated by using
using orthogonal collocation (Diehl and Gros 2011), as seen in Section 2.3, by implementing the

constraints
p' (11, Vi) = Aty - i1 (p(71, Vi) ug) =0
p' (12, Vi) = Aty - fro(p(72, Vi), ur) =0
: Vk € Zo n_1. (128)

P’ (14, Vie) = Aty - fr a(p(7a, Vi), ux) =0
Ti1 —p(1, Vi) =0

The variable T';, 1 represents the relevant temperature variable at discretization point k + 1. Note
that T, — v o = 0 has been omitted, as addressed in Section 2.3.2, and that the discretization
interval size Aty is not necessarily uniform across the horizon. As described in Section 4.2.1 and
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Section 4.2.2, the model equations describing the temperature dynamics are dependent on the cell
length Az, which for the backmost billet cells, changes as the billet is being extruded, thus making
the dynamics time varying. Therefore, fi ; is used to denote the discretized model dynamics at
time ¢ ; = t + 7;At;. Furthermore, the dynamics of the boundary cells of a section are different
from the the internal cells, implying a discontinuous change in the model as the backmost cells
die, and the next set of cells become the new backmost cells. Implementing (128) is therefore not
trivial, as the extrusion length at time ¢, ; is unknown prior to solving the optimization problem.

One approach to overcoming this obstacle may be to simply add a variable for the ‘extrusion
length’, L, and impose

t
L(t):/ Vpam (T) dT, (129)
0

which allows one to define the dynamics as functions of the extrusion length. Upon discretizing
the extrusion length variable;

{L(0),L(t1),...,L(ts)} = {Lo, L1,..., Ly}, (130)

and imposing a constraint for each new variable, one increases the number of variables and con-
straints by the number of discretization points, which is undesirable. Compared to the size of
the rest of the NLP, however, this increase in variables and constraints is minuscule. The greater
issue with the approach is that the discontinuities in the dynamic functions cannot be smoothly
described by the introduction of the extrusion length as a variable, thus logical statements or some
type of approximations are required to implement the dynamic constraints. In the former case,
the NLP is converted into a mixed integer nonlinear program (MINLP), which are generally much
harder to solve. Instead, another solution, that circumvents these obstacles, is chosen for the work
in this thesis, which is presented in Section 5.2.1.

5.2.1 Progressor Transformation of the Extrusion Model
To address the practical problem of implementing discontinuous, ‘extrusion-length-varying’ dy-
namic constraints, we first introduce the term ‘progressor’:

Definition. Let the state, x4(v) € R", of the dynamical system A be defined on the continuous set
v € [70,7f] € R by the Initial Value Problem

dxa(y)
dy

=fa@a(y),u(v)), =xalv)=wmi, (131)

where v; € [y0,7¢), and u(y) € R™ is a control trajectory. Then, any variable A(xs(7),u(7y)) €
[X0, Af] € R is a progressor of A under control trajectory u(v) iff there exists a continuously differen-
tiable, bijective function g : [yo, vf] — [Ao, Af], such that

A= g(y). (132)

It is natural to think of time as a ‘progressor’ of a dynamical system, and the extrusion model
described in this thesis is, in fact, defined in terms of time. Time, ¢ € [0, ¢f], is therefore a progressor
of the extrusion model. We then make the important observation that, by requirement, we have
Vram(t) > 0 ¥Vt € (0,tf], making the extrusion length monotonically increasing in time on the
domain of the extrusion model. This implies a bijective mapping between the extrusion length and
time, which in turn means that the extrusion length is also a progressor of the extrusion model.
Figure 20 illustrates this concept by depicting a ram position curve that maps the extrusion length
at the model discontinuities to points in time as a continuously differentiable, bijective mapping.
Note that upon discretizing the system, we utilize a piecewise constant ram speed, implying a
continuous, but not differentiable position curve at the discretization points. This is, however, not
a problem. The figure illuminates the fact that the points in time at which the model discontinuities
occur are dependent on the ram position curve, which is uniquely defined by the ram velocity curve,
by (129). Since part of the objective of the NLP implementation is to solve for ram velocity over
the duration of the extrusion phase, one does not know the time points of the discontinuities prior
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to solving the NLP itself. Therefore, one cannot simply implement the model constraints on a grid
of discretization points in time.

Extrusion Length <

v
Time

Figure 20: A conceptual sketch of the relationship between progress in time and progress in ex-
trusion length, as given by the ram position curve (shown in orange). The figure illustrates how
the times at which the discontinuities of the model occur are dependent on the ram velocity curve,
and therefore unknown prior to solving for the optimal ram speed.

By transforming the extrusion model to be progressed by extrusion length rather than time, one
can discretize the system in extrusion length instead, allowing one to align the discretization points
with the discontinuities of the model. This concept is illustrated in Fig. 21, where a set of arrows
indicate a uniform discretization grid of a billet that aligns with the axial cell intersections, which
is where the model exhibits discontinuous changes. Such a transformation circumvents several
issues, since;

* the model equations are known at the discretization points prior to knowing the ram speed
curve, and are therefore implementable as constraints in an NLP,

* the discretization points may be aligned with the discontinuous model changes, effectively
‘hiding’ the discontinuities and avoiding logical statements in the NLP,

* and lastly, by knowing exactly what cells are active at each discretization point, one does not
have to allocate variables for all cells at every discretization point, which reduces the size of
the NLP significantly.

The latter point is discussed further in Section 7.1.2.
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Figure 21: An illustration of a discretization grid in extrusion length, that aligns with all model
discontinuities of the model. These discontinuities occur at the axial billet cell intersections, where
the green arrows point. The blue arrows indicate additional discretization points. The red arrow
indicates the direction of extrusion.

The mapping from time, ¢, to extrusion length, L, is described by (129). By applying the chain
rule,

de dLdz
we get the extrusion-length-progressed model
dx 1
_— = — L 1
AL~ () 5 ) (s
which is known, and therefore implementable. The model constraints are then imposed as
Uram,k ° P/(Th Vk?) —AL- fk,l(p(Tlv Vk)vuk) =0
Vram.k * P (T2, Vi) = AL - 1 o(P(72, Vi), ug) =0
: Vk € Zo,n-1, (135)

Uram,k ° p/(Td7 Vk) —AL- .fk,d(p(Td7 Vk),’ltk) =0
qk+1 _p(lavk) =0

where AL is the size of the discretization interval [Ly, Li1], and the discretization of extrusion
length is defined by

Lo=0 (136)
LN = Lyttt (1s7)
Liy1 =Ly +AL Yk € Zon—1. (138)

Notice that, in this thesis, the spacial discretization of the billet is uniform, thus the interval size,
AL, is constant.

5.2.2 Various NLP Considerations

This section covers various considerations regarding the constraints and objective in regard to
reformulating (123) as an NLP.

Ram Acceleration and Valve Rate

The acceleration of the ram position and the rate of change of the valve opening must be approx-
imated in order to constrain them in an NLP. The ‘best’ way to do this is not clear, and various
approaches may have varying properties that are either desirable or undesirable. One possible ap-
proach is that of finite differences. Although, when the discretization grid is not uniform in time, it
is not trivial to conclude on what finite difference should be used. A natural difference to consider
is a ‘time-center-to-center’ difference, as illustrated by the violet graph in Fig. 22.
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Figure 22: The figure depicts a piecewise constant ram speed curve over both extrusion length.
L, and time, t. The piecewise constant speeds are of uniform length in extrusion length, both not
in time, making a time-center-to-center time derivative approximation (violet) nonlinear in ram
speed.

The ram acceleration can be approximated by the slope of the time-center-to-center curve as

Uram,k+1 — Uram,k (139)

~

~ 5 (At + Atyr)

bram (thrl)

By rewriting

AL
At; = , (140)
Vram,i
one gets
. VUram,k+1 — Uram,k 2vram,kvram,k+1 Uram,k+1 — Uram,k
Vram(tet1) = T7x7 AT = . (141)
2 (G o) AL Uram.k+1 + Uram.k

As seen from (141), a property of the time-center-to-center acceleration approximation is its non-
linear dependence on the velocity itself, which is typically not desired. A much simpler, though
somewhat naive, approach, is to use a space-center-to-center difference, resulting in

Uram,k+1 — Uram,k

ijram(tk-&-l) ~ AL (142)

This approach is linear and thus more desirable in an NLP. However, the interpretation of (142)
is less consistent with an average acceleration over several discretization points, and it deviates
quickly from the time-center-to-center approach with large values of v,qm k+1 — Vrgm k. Similar
methods can be considered for approximating the rate of change of the valve opening.
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Of course, both of these approxima- Vram
tions fall somewhat short, since the A
model assumes a piecewise constant
ram speed and valve opening, and
their derivatives are subsequently in-
finite at the discretization points, and

zero elsewhere. The real extrusion T

press is of course unable to track such A

references, and will in practice have I I >
to operate at the practical maximum Aty Aty Aty q t

rate of change near the discretiza-
tion points to accommodate the step
changes, as is illustrated in Fig. 23.
The regions in which the press ac-
celerates, denoted t,.._rand tqc. j+1in
the aforementioned figure, are re-
gions where the model deviates fur-
ther from the real system then in
the regions of constant speeds. It is
therefore desirable to minimize these
regions, in order to maximize the model accuracy. As seen from Fig. 23, the sizes of these regions
are proportional to the step size of the reference, thus constraining the sizes of these regions
is more consistent with (142), although the bounds should then be reconsidered to represent a
bound on the minimum acceptable region of acceleration. In addition, as mentioned in Section 3,
in this thesis we assume that the real system is able to track the set points adequately, such that we
may assume to be able to directly set the ram speed itself. It is also worth noting that at high ram
speeds, the discretization interval size in time, Aty, is itself small, and the regions of acceleration
should be smaller than the discretization interval, so as to not overlap;

Figure 23: An illustration of how the piecewise constant
ram speed reference will be tracked in practice by the hy-
draulic ram system. The blue graph represents the piece-
wise constant ram speed reference, and the purple graph
represents the hydraulic ram system tracking the reference
by availing maximum acceleration near the steps in the ref-
erence, denoted ¢, zand toc. 1.

(tack + tackt1) < Aty Yk € Zy n_a. (143)

N | =

If this is not satisfied, the system may fail to track the reference entirely, because it cannot reach
the current set point before the next step. Of course, when using fine discretization, the piecewise
constant reference may be filtered to produce a smooth reference representing an average. In this
case, (143) does not apply, and other considerations must be made to ensure feasibility. How-
ever, the implementation in this thesis is expected to use a coarse discretization grid and minimal
smoothing.

We denote the approximation of ram acceleration and valve opening rate of change by d,...,(-) and
dyaive(+) respectively. The limitations of the rate of change of the valve opening is unknown for
the case study considered in this thesis, and subsequently we assume that the valve can change
infinitely fast and no constraint is imposed on it. Nevertheless, the bound dyaive(*) € [—Zrates Zrate)
is included in the problem formulation, to indicate that such a constraint is possible and indeed
natural to consider. For the ram acceleration, a version of the simple linear approach (142) is used
due to its simplicity. By assuming that the ram speed is consistently near some value ¢, such that
Uram,k = Urqm,k+1 ~ U, ONe can approximate (141) by

2~~ ~
% (’Uram,k:+1 — vmm,k) = & (Umm,k+1 — vmm,k) (144)

to obtain a scaled version of (142), and impose the constraint
AL
|Uram,k+1 - Uram,k| S - O-4mm/32- (145)
v

It is clear from (145) that larger values of v are more conservative. A value equal to the maximum
ram speed is therefore chosen; v = 5mm/s.
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Constraints on the Initial Taper

The initial temperature taper of the billet at the start of the extrusion phase (“initial taper”) is
limited by the capabilities of the heater and the transit time, and these limitations should be reflec-
ted by constraints in the final NLP formulation. The exact limitations themselves are not exactly
known, as they rely on the region of feasible end-tapers of the heating phase, which has not been
investigated. Nonetheless, under some assumptions, a set of simple constraints are implemented.
First off, we assume that radial variations in the initial taper have limited effect on the optimal
extrusion time, and subsequently all radial differences can be set to zero;

Tinit(r,x) = Tinae(r + 1,2) V(r,z) € Z1n,—1 X Z1 (146)

where T';,it = Thinet,0- This has the effect of regularizing the initial taper, which helps avoid a
region of ‘nearly equally good’ solutions and may speed up the optimization algorithms somewhat.
The initial taper is then reduced to axial variations in temperature. By requirement, the initial
taper must possess an axial temperature taper greater than some minimum taper 67, ., > 0, such
that
OTpit1et(t = 0)
o S 0L
(7,7)
This is approximated in terms of the established billet cells as

V(7,Z) € [0, Ryitet] X [0, Lpitget)- (147)

Tinit(r,x) > Tinit(r,x + 1) + AT, ., V(r,x) € Ly, X Zip,—1, (148)

where AT, ., = 6T ,,Axyie;. If another, more strict minimum taper is imposed, such as to
accommodate the feasible heater end taper region, AT}, ., takes a new value, corresponding to the
new minimum taper. The upper limit to the initial taper will be imposed by the heating phase, and
we assume that such a constraint is sufficiently represented by

Tinit(r,x) < Ting(r,x + 1) + AT, V(r,2) € Zin, X Zip,—1, (149)

init

where AT;H.. > AT} .. is some maximum taper dictated by the heating phase combined with the
transit phase. Note that the constraints imposed by the heating/transit phase, (149), amounts
to the part of 7, that is re-assessed with every extrusion cycle in the proposed extrusion cycle
control scheme in Section 5.1.1.

Control Variables
The control variables ux = [Vram,k, Zyalve.k) Must be bounded according to the specifications in
Section 3. For the ram speed, we impose

Vram.k € [Vrgm, dmm/s| Vk € Zo N1, (150)

where v,.,,, > 0 is close to, but sufficiently above, zero. This is both by press requirement, and

to ensure the existence of the Jacobian of the dynamic constraints, which is further discussed in
Section 5.3. In this thesis, we choose

Upam = 0.125mm/s. (151)

For the valve opening, zyqive,k, We perform a variable transformation;

(1>

z Zialve’ (152)
and rewrite (118) as
N (2) = ka2 (153)
Ncavities
to obtain a linear relationship between the valve opening variable, 2, and the cooling term, =, in
(120). Notice that on the domain zy4c € [0, 0.2], given by Table 2, the the transformation (152)

is bijective. The constraints are then also transformed as

2k € [O,OQG] Vk € ZO,Nfl- (154)

48



To recover the valve opening after solving the NLP, simply apply

Zvalve,k = \/S 2]@ Vk € ZOJV—la (155)

which is possible because of the bijective nature of the variable transformation on its domain.

Temperature Bounds

According to Table 4, all temperatures must stay below the melting temperature of aluminium
Tmeir = 660°C. Of course, no temperature can be below 0K/ — 273.15°C, and the system should
not be able to be driven below this limit, since it would not be consistent with the law of physics,
and the same assumptions are made for the system model. Nevertheless, it may be useful to
constraint the temperature variables from below, to avoid needless iterations in the regions of
low temperatures. In fact, we assume that all temperatures will be above room temperature, and
impose the element wise constraint

T > 20°C Vk € Zoy VCES, (156)

where S = {billet, container, feeder, port, peak, plate, die}.

In addition to the hard constraints on all temperatures, the peak temperature should lie within
a certain region to maintain isothermal extrusion. Table 4 requires that the peak temperature is

maintained within the interval [Ipeak, T pear], Where Tpear, = 600°C and Tpeak. = 610°C. The
exception is that there must at least be a time period [0, ¢] where the peak temperature rises from
its initial value and into the isothermal region. In this thesis, soft constraints are chosen, in order
to accommodate initial deviations, yet motivate isothermal extrusion when possible. Using soft
constraints rather than choosing some time §¢, after which we impose hard constraints, has the
benefit of not having to make assumptions about the rise time of the peak temperature. This is a
major advantage, since one does not have to re-assess d¢ for every extrusion cycle, after receiving
information about the incoming billet. Of course, choosing ¢ too small would render the NLP in-
feasible, and choosing 4t too large would allow non-isothermal extrusion for longer than necessary.

The soft constraints are imposed as

Tpeakk € [Lpear — €ks Tpeak + €x],ex > 0 Yk € Z1 N, (157)

where €, Vk € Z; n are decision variables that are optimized simultaneously to the rest of the
NLP. Under (157), we have isothermal extrusion whenever ¢ remains equal to zero, and € increases
linearly with deviations from the isothermal region. We therefore add

N

Je=7e) e (158)

to the objective in order to motivate isothermal extrusion, where . >> 0 is some large coefficient.
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Port and Peak in Steady State

The equations governing the dynamic behavior of the port and peak sections of the model are

dT;;Jtrt,k _ T_Jport,k Tfeeder,k(remtrusion) — Tpor‘t,k (159)

Lport

Tdie,k(l) - Tport,k
palcp,alAV;)ort

Tfeeder,k (Textrusion) - Tport,k'

=+ hal |steel Aport |die

+ aalAfeedeﬂport

Avao’r‘tf-[/port
A Tpeak,k - Tport,k:
+ Qal port|peakﬁ
‘/port port
+ (I)port,k + \Ilport,k
AT peak k Toort . — T
peak,k _ port,k peak,k
- ;= ’Upeak,k— (160)
dt Lpeak

Tplate,k - Tpeak:,k:
palcp,alA‘/peak

Tport,k - Tpeak,k
AV}JeakLpeak

+ i>p~eotlf,k + lilpeak:,k

+ hal|steelApeak\plate

+ aalAport|peak

for all k € Z n, where reziryusion 1S the cell number that aligns with the port section, that is;

Rea: TUSION
t] , (161)

Textrusion =
Ny, feeder

and vport,k and vpeqr k are the average aluminium flow speeds in the port and peak sections re-
spectively. Due to the small volumes and high flow rates, the terms ‘ipm,k, ‘i/pm,k, i)peak,k and
U pear.r become very large, resulting in very large derivatives. The model therefore acts as a stiff
system, which implicit integration schemes such as collocation are typically suited for. However,
the large derivatives may result in poorly conditioned constraint Jacobians. By setting the left
hand side of (159) and (160) to zero, we assume that the port and peak sections are always at
steady state, and convert the model into a differential algebraic equation (DAE). The temperature
variables T},,+ and T, are then regarded as algebraic variables. We define the right hand sides
of (159) and (160) as gport ki (-) and gpeak k,i(-) respectively for the algebraic relationship between
the variables at collocation point 7 in discretization interval k. The algebraic equation

R gport,k:,i(') _
gk’i( ) N [gpeak,k,i('):| =0 (162)

is then imposed as a constraint on the NLP for all discretization points and collocation points except
the initial discretization point (k,7) = (0, 0).

Characteristic Length: \

The characteristic length, ), is required to find the both the viscous dissipation energy and re-
duction work, &)peak and \ilpeak, of the peak section, and is defined by (64), which is an implicit
equation. Solving lambda must therefore be done numerically via an iterative method. By de-
fining a set of variables representing the characteristic length at the various discretization points,
{Xo,A1,..., AN}, one can impose (64) as a constraint for every discretization point, and thereby
solve numerically for lambda simultaneously to solving the optimization problem. One may define
separate variables for the characteristic length at every collocation point (k, ), although in this
thesis, the characteristic length is assumed constant over the discretization interval.
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Before implementing such a scheme, two key modifications are made, in terms of how the charac-
teristic length appears in the model equations. Firstly, solving (64) for T, yields

2 —1
o @ 1 2\ hgﬂ hpeak N
Tpear = Ry log. Cx(Vpeak) ) \ Pheak ©r 2X b+t ’ (163)

where

( ) onf +1

C/\ Upeak) = —=— Upeak- (164)
b \/ghpeakAf ?

Then, inserting (163) into the equation for the viscous dissipation energy, (67), then simplifies the
expression to

UpeakPheakT [ "peak [ Rpeak -1z
@Pa,:fpi(e 5 (”—fl)ﬂ) ef. 165
P o rapy/3A3 ) (165)

which renders the viscous dissipation energy in the peak section completely independent of the
peak temperature itself. Of course, the dependency is still implicitly present through the definition
of the characteristic length. Furthermore, via (82) we see that the viscous dissipation energy
is linear in the ram speed, v,,,. Note that the viscous dissipation energy is distributed across
the height of the peak section, 7, though an average energy over several values of 7 is used.
Accompanied by the fact that the peak reduction work is on the form

1
\ijeak = Ww Xf}peak’a (166)

where W, > 0 is a constant, we see that (160) comes out to be linear in Tjcqr and vyam.

The second key modification is a variable transformation of the characteristic length. By applying
the transformation

2 1

A2 16

3 (167)
one may rewrite (165) and (166) as
v eakhheakFA M j\h cak -1

Do) = — LA AR A3 (03 P —1)+1 e 168
peak anaf\/g ( ( 2 ) ) ( )
\I/peak = Wz/);\@peak- (169)

After the transformation, the viscous dissipation energy, (168), is somewhat simplified due to the
lack of reciprocal appearances of \. The reduction work, (169), has become linear in ), which
further simplifies the equations. The value of A can then be found by substituting A\ = 1 in the
definition of the characteristic length, (64);

Qf
2, ] _ S A
2 Ahpea ca an—H ca RfTpheqk (&)
(A ) (e? - (Ah”’“ - 1) + 1) - Cpeak® =0. (170)
)\hpeak: 2 \/gAfhpeak

Objective

The objective of OCP B is to minimize the extrusion time, ¢;, and the objective of the NLP should
reflect this. Because the ram speed is assumed piecewise constant, the extrusion time, ¢y, is

tf:ZAtk:Zviik:AL 1
k=0 k=0 ’

(171)

In addition to minimizing extrusion time, though not specified, it is natural to want to minimize
the use of coolant. Since there is a ‘band’ of equally good temperatures for the peak section,
(157), there is some ‘wiggle room’ for the coolant flow and initial taper, of equally well performing

51



solutions. For the purpose of regularizing the NLP, some weight is added to the valve opening
variable, 2, in the cost;

N-1
Je=7: ) A 172)
k=0
By minimizing the coolant used, the initial taper is likely to be of lower temperature as well, thus
potentially saving cost on both coolant and preheating.

When combining (171), (172), and (158), we get the complete objective

N-1 N N-1
1
J €7Z = € 2= € 2 2 ; 1
W PaZ)=tr+ et Jo= ) ot qe ) et ) b (173)
k=0 ’ k=1 k=0
Where V - {Uram,OaUram,la ce 7UTam,N—1}: PE - {613 627 ct CN}, Z = {207 éla ce ‘%N—l}: and the

constant AL has been omitted by rewriting . : < %.
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5.2.3 Final NLP Formulation

The optimal control problem representing the extrusion phase, (123), has been reformulated as a
nonlinear program via several assumptions, considerations, and simplifications presented earlier
in this section. The final resulting NLP is summarized here:

N-1 N N-1
mln . € 3 2 174a
kzovmm +v;k+vk§k (1742)

s.t.
Vram kP (T, Ve i) = ALS ¢ i (P(7i, Ve ), ur) Vi € Zoa, Yk € Zon—1, V¢ €S, (174b)
a1 =p(1, Vi) Vk € Zon-1, (174¢)
9gi; =0 V(k,i) € Zon X Zoq \ (0,0), (1744d)
Tinit(r,z) = Tinie(r +1,z) Y(r,z) € Zy p,—1 X L1 n,, (174e)
Tinit(r,z) > Tinit(r,z+ 1)+ AT, ., Y(r,z) € Zin, X Lin,—1, (1741
Tinit(r,2) < Tina(r,x + 1)+ AT V(r,z) € Zipn, X Zin,—1, (174¢g)
Tpeak € [Tpeats — k> Tpeak + 6] Vk € Za n, (174h)
ern >0 Vk € Zy y, (1740)
T, € [20°C, Tieir) Vk € Zon V¢ ES, (1747
Vram,k € [Upgm, DM/ ] Vk € ZoN-1, (174k)
2, €10, 0.2°] Vk € ZoN—1, (174D
dyam (V) € [0.4, 0.4][mm/s?], (174m)
dyaive(Z) € [~Zrates Zratels (174n)
where
W=VUZUDUP (175a)
V = {Vram,0, Vram,1s - - - s Vram,N—1} (175b)
Z=A{%,%1,.--,iN-1} (175c)
D= J Ve (175d)
seceS

Vsee = {Vsec,05 Vsee 1y - - s Vsee,N } (175e)
Vseek = {Tsec.ks Vsec ks -« - > Useckdy VE € ZoN—1 (175%)
S=s8tus” (1758)
S = {billet, container, feeder, plate, die} (175h)
8% = {port, peak} (1751)
P=PrUP (175))
Pr=1{Xo, A\, AN} (175k)
P.={e1,€2,...,€en} (175D

where v i ; is state collocation variable ¢ in discretization interval & of the section denoted by
the subscript in place of “sec”. Additionally, all constraints are element wise.
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5.3 Analysis on Differentiability

The existence of the Jacobian and Hessian of the constraint expressions and the objective function,
used by the optimization algorithm, requires that the constraints and objective function are twice
differentiable on the point of evaluation. Here we inspect the differentiability of the constraints
and objective function with respect to the decision variables W.

First off, we notice that all temperature difference terms are on the form
C(T,—Ts), (176)

where C is a positive constant, which is infinitely differentiable. Secondly, we recognize that the
collocation polynomial (37) is also infinitely differentiable everywhere. The notable terms of the
dynamic equations are the viscous dissipation energy terms, ®, as computed in (56) and (67), and
the reduction work terms, ¥, as computed in (72). Note that these terms are proportional to the
dynamic temperature contributions, ® and U, via (57) and (73) respectively. We write the terms,
as deduced in Section 4.1.1, 4.1.3 and 5.2.2, on their general form,;

O = —(vyam) ™ T C, (177)
U= —(Upam) ™ T Cy (178)
Bpoar = —(Vram) T Cp A3 (ej‘h (&h - 1) + 1) T (179)
Upear = CyMNoram, (180)

where Cy, Cy, C‘¢, C'd,, n, o, and 7 are positive constants. Note that 7" represents a different cell
temperature depending on the specific instance of the energy terms. By differentiation with respect
to the present decision variables, one obtains

g% = (vmm)%%e”“aﬁ (182)
381;;1; = —(nTJ;l)(vmm)%_leanl% (183)
G e

for the derivatives of (177), and the derivatives of (178) have the same structure. It is clear that
none of the equations above are defined for T' = 0, because of the reciprocal appearance of T in all
. o . 1 . .
equations. Additionally, we have n = ny > 1, thus (Vyqm)™ = {/Vram is not defined for v,.q,, < 0.
1

Furthermore, (v,.am)%‘l = % is not defined for v,,,, < 0, and we subsequently require
T#0 (186)
Vram > 0 (187)

for the existence of the Jacobian and Hessian of the constraint equations. Differentiation of (179)
and (180) with respect to both wv,.,,, and T is rather involved because of the complex dependence
on the characteristic length, and is not shown here. Also worth noting, is the effect of the coolant
valve opening variable, z,4,e, Which after the transformation (152), is linearly dependent on 2
and all derivatives exist everywhere.

Both requirements (186) and (187) are satisfied on the feasible region of (174). Although, the op-
timization algorithm used, IPOPT, may try to evaluate the constraints outside the feasible region,
despite being an “interior point”-method. In fact, when availing a simultaneous method, such as
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direct collocation, the solution is usually not feasible before the algorithm has converged. There-
fore, we cannot guarantee the existence of the Jacobian on the iteration points, and subsequently
cannot guarantee convergence of the algorithm. However, by supplying reasonable initial guesses
to the algorithm, convergence is not a major issue, and in the event of convergence-failure, minor
adjustments to the initial guess may be made until convergence is successful.

Note that the existence of the Hessian may not be necessary, if one uses a Hessian approximation
technique, such as BFGS.

5.4 Implementation

This section covers aspects of the implementation of (174) in code. The implementation is done in
MATLAB (The MathWorks Inc. 2023), with CasADi (Andersson et al. 2019) for algorithmic differen-
tiation, interfacing to IPOPT (Wéchter and Biegler 2006). The main outline of the implementation
is presented, along with the main part of the code that composes the NLP. By reading this section,
the reader will be able to understand and recreate the core aspects of the implementation, to such
an extent that they should be able to reproduce similar results to what is presented in Section 6.
Note that some aspects of the extrusion -process and -model, particularly parameter values, are
confidential, thus the exact results presented in this thesis are not reproducible. Nevertheless, the
reader should be able avail the ideas, methods, and implementation techniques used in this thesis
to approach and solve similar problems.

The code is structured such that a class “ExtrusionPro-
cess()” contains all information about the extrusion pro- ( ]
cess to be optimized. Such information includes geomet-
ric properties, material properties, initial temperatures,
process constraints, and miscellaneous other properties. ( ]
Furthermore, the class contains all information about the
corresponding NLP that should be built in order to optim-
ize the process. This information includes the discretiz- ( Build NLP ]

Define Cycle Parameters

Instantiate ExtrusionProcess

ation of both time/extrusion length and the various sec-
tions, the number of collocation points per discretization
interval, what optimization algorithm and linear solvers
to use, initial guesses, cost function weights, and more.
The idea is that, based on the information received about  Figure 24: Flow chart depicting the
the incoming billet and the current state of the process, process of defining cycle specific prop-
the class constructor defines these properties appropri- erties, and making and solving the cor-
ately, along with the desired NLP properties. Then, one responding NLP.

of its methods, “BuildNLP()”, is called to build the cor-

responding NLP, followed by “SolveNLP()”, which solves

the NLP. This is illustrated in Fig. 24, which depicts a flow chart of the defining, calling, and
use of the ExtrusionProcess class. Listing 5, in Appendix A, shows an example code that defines
various properties of the extrusion process and NLP specifications, then proceeds to instantiate an
ExtrusionProcess, and build and solve the NLP.

Solve NLP

CasADi provides two main symbolic variable types, SX and MX variables. SX variables form scalar
expressions that are computationally efficient, while MX variables form matrix expressions that are
memory efficient. In this implementation, SX variables are used for defining the functions/map-
pings relating the states to their derivatives, and other mappings, MX variables are used for the
optimization variables.
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5.4.1 MATLAB Implementation

Here we display code that highlights the parts
of the BuildNLP() method of the ExtrusionPro- [ - N
cess-class that define important variables, con- BuildNLP()
straints, and objective terms. The outline of the Def. SX variables [6]
BuildNLP() method is summarized in Fig. 25,
where the subroutines are presented in order,
along with their respective Listings. The List-
ings that are not presented in this section can
be found in Appendix A. Three of the Listings .
are run once, before a for-loop iterates over the
discretization points and define the respective
state, control and parameter variables and con-
straints for that discretization point and the re-
spective collocation points. Lastly, the cost/ob-
jective is computed as an expression of the rel-
evant decision/optimization variables.

Def. initial MX variables [7]

Impose initial conditions [1]

J

Iterate over discretization points

Def. collocation variables [8]

Def. billet dynamics [2]

Def. alg. & param. equations [9]

Solve for parameters [10]

In the presented code, the variable NLP
represents the ExtrusionProcess-class instance,
where CLC (“collocation”) is a property “struct”
thereof, containing various elements of the
direct collocation NLP being built. The
sub-struct CLC.S contains the symbolic vari-
ables and expressions defined in the BuildNLP
routine, which is divided into, among others;

S.x: state variables

S.u:  control variables

S.p: parameter variables

S.coll:  collocation variables

S.w: decision variables L

S.g: constraint expression

S.J:  cost expression.
Before being collected into NLP.CLC.S.g, con-
straint expressions are stored into either g{} or Figure 25: Structure of the BuildNLP routine of
h{}, for storing constraints on the form g(-) = 0 the ExtrusionProcess-class. The related Listings
and lbg < h() < ubg, respectively. Geometrical are given in square brackets.
properties are stored in the property struct G
(“geometry”). Lastly, “parameters” refer to the characteristic length, )\, and the soft constraint
parameter, e.

Define next state MX variables [11]

Impose soft constraints [12]

Solve alg. states at coll. points [13]

Impose coll. & cont. constraints [3]

Def. next MX variables [14]

Impose constraints on 0,4, [15]

Solve alg. states at disc.points [16]

Y Y Y Y Y Y Y Y Y Y y— Y Y )
— A A A A A A A A A A NN N

S

Compute cost [4]
G J

Y
—

Listing 6 defines the scalar-expression type variables that are used to form CasADi-Functions/maps
that describe the various relationships such as system dynamics, implicit parameter equations, and
cost/objective values. Similarly, Listing 7 defines the initial matrix-expression type variables that
represent the system state, control and parameter values at discretization point 0. As the initial
state of the extrusion phase is given, initial values are imposed via constraints on all sections except
for the billet, whose initial temperatures is considered a control variable. Instead, the initial billet
temperatures are constrained to be homogeneous in the radial dimension, and constrained to a
minimum and maximum taper in the axial dimension. The initial value constraints are imposed
as shown in Listing 1. This part of the code is central in the implementation, because this is
where one implements the feasible region for the initial taper, which is an important consideration.
The feasible region of the initial taper is dependent on the available heater time, and the transit
dynamics which may vary from cycle to cycle due to, for example, temperature changes in the air,
and the properties of the incoming billet. Therefore the constraints on the initial taper may need
to be adjusted between cycles, which is done in this part of the code.
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Listing 1: Imposing initial conditions, where AT, ., < hpijger < AT;r

nit

for name = (loop over sections)

if name ~= billet
nr = NLP.G.nr. (name); % Retrieve nr for section
nx = NLP.G.nx. (name); % Retrieve nx for section
g{end+1} = T.(name) — ones(nrxnx,1)*NLP.initial_value. (name);
else
nr = NLP.G.nr.billet; % Retrieve nr for billet
nx = NLP.G.nx.billet; % Retrieve nx for billet

if (using free initial taper)
% Enforce homogenous radial temperature distribution
for r = 1:nr—1
for x = 1:nx
g{end+1} = T.(name) ((x—1)*nr+r) — T.(name) ((x—1)*nr+r+l);
end
end
% Describe initial taper (top row of cells):
for x = 1:nx—1
h_billet{end+1} = T.(name) ((x—1)*nr+1) T. (name) (x*nr+1)
end
else (using fixed linear initial taper)
range = (difference from back-end to front-end of billet)
bottom = (temperature of back-end of billet)
g{end+1} = T.(name) — reshape(ones(nr,1)*(nx:—1:1)*range/nx + bottom,[],1);
end
end
end

Next, all variables and constraints are defined iteratively for the discretization points and colloca-
tion points throughout the optimization horizon, where the current discretization point is denoted
k, and “next” is used about discretization point k+1. The loop starts by defining the collocation
variables for the current discretization interval as MX variables, as shown in Listing 8. It is worth
mentioning that if we have n, piec(k + 1) = ng pier (k) — 1, the next billet section variable has
N piller fewer elements than the current variable, thus the continuation constraint (174c) cannot
be implemented for all elements of the current billet section variable. Nevertheless, the collocation
equation, (174b), is implemented for all elements of the current billet variable, to account for all
cells over the integration step. Therefore, the collocation variables corresponding to all cells of the
current billet variable are defined, as can be seen in Listing 8.

Since the dynamics are dependent on the current billet length, and subsequently the current dis-
cretization point, the billet dynamics, and the dynamics of all other sections that depend on the
billet state, are recalculated for every discretization point. This is shown in Listing 2. This part of
the code is central because it is the core of the progressor transformation idea, and why it works.
By transforming the extrusion model to be progressed by extrusion length rather than time, we
were able to ‘hide’ the model discontinuities at the discretization points, and, importantly, pre-
define the dynamics on a discretization interval, since they are known in extrusion length. In this
part of the code, we define the dynamics specific to each discretization interval, which allows the
implementation of direct collocation.

Listing 2: Defining billet dynamics.

nr NLP.G.nr.billet;
nx = (retrieve remaining numer of axial cells in billet);
if nx ~= 0
T_SX.billet = SX.sym(['T_SX_billet_',k_str],nr*nx);
(construct Input_Cell{})
for name = (loop over sections dependent on the billet section)
dT_SX. (name) = NLP.dT. (name) (NLP,T_SX,C_SX,P_SX,k);
dT. (name) = Function(['dT_"',char(name),' ',k_str],Input_Cell, {dT_SX.(name)});
end
end

The next parts of the code deal with; defining the non-billet-dependent-section, algebraic, and
parameter equations in terms of CasADi functions (Listing 9), creating the symbolic parameter
expressions and adding them to the set of equality constraints g{} (Listing 10), defining the MX
variables for all sections at the next discretization point, to be used in the collocation equation
(Listing 11), Imposing soft constraints on the next peak temperature (Listing 12), and creating the
algebraic expressions for the collocation points as functions of the state, control and parameter
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variables at the respective collocation points (Listing 13).

The, perhaps, most central part of the implementation is the implementation of the collocation
equation and continuation constraints, (174b) and (174c), which is shown in Listing 3. The code
makes use of a set of predefined coefficients, NLP.p.Li{} and NLP.p.dLi{}, which correspond to Lag-
range polynomials, to construct the collocation polynomials for the different cells of each section
iteratively. The differential of the particular cell is found by mapping the current system state to
the differential via the CasADi-function made in Listing 2 and Listing 9. In addition, the differ-
ential of the collocation polynomial, dp, is evaluated at each collocation point, by multiplying by
an array corresponding to the exponents of the collocation points; NLPp.tau_i = [r?~*, ... 77].
The collocation equation is then imposed by setting their difference to zero, while scaling the state
differential, dT_temp by the length of the discretization interval NLP.nlp.dL = AL, and scaling the
collocation polynomial differential by the ram speed C.ram = v, . Lastly, the continuation con-
straint is imposed by evaluating the collocation polynomial at 7 = 1, as sum(p.(name)), and setting
it equal to the next state variable via an equality constraint.

Listing 3: Impose collocation and continuation constraints.

for name = (loop over differential sections)
nr = NLP.G.nr. (name);
nx = (nx of section at current disc. point)
nx_next = (nx of section at next disc. point)
% Loop over all cells of section:
for rx = l:nr*nx
% Define collocation polynomial p, and its derivative dp:
p.(name) = NLP.p.Li{ 1}.*T.(name)(rx);
dp.(name) = NLP.p.dLi{1}.*T.(name)(rx);
for d = 1:NLP.nlp.d
p.(name) = p.(name) + NLP.p.Li{ d+1}.#T_coll{d}. (name)(rx);
dp.(name) = dp.(name) + NLP.p.dLi{d+1}.*T_coll{d}. (name)(rx);
end
% Define collocation equation:
for d = 1:NLP.nlp.d
(construct Input_Cell{})
dT_temp = dT.(name) (Input_Cell{:});
g{end+1} = (NLP.nlp.dL) .x dT_temp(rx) — dp.(name)*NLP.p.tau_{d}.*C.ram; % collocation equation
end
% Define continuation constraint:
if rx <= nr*nx_next % Only if next variable has corresponding cell
g{end+1} = sum(p.(name)) — T_next. (name) (rx);
end
end
end

The remaining part of the iterative loop, that loops over the discretization points, are concerned
with; updating the state section variables; T.(name) < T _next.(name), and defining the next con-
trol and parameter variables (Listing 14), imposing constraints on the step sizes in the ram speed
(Listing 15), and creating and imposing constraints on the algebraic expressions for the current
discretization point (Listing 16).

The last part of the implementation that is presented, is the construction of the cost/objective,
which is shown in Listing 4. The code adds all the reciprocals of the ram speeds, the soft constraint
parameters, €, scaled with a large and somewhat arbitrary value of 100000, and the valve opening
variables 2, with a small weight of 10.
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Listing 4: Computing cost.

J_ram_SX = NLP.cost.ram.x*(1./C_SX.ram);
J_ram = Function('J_ram',{C_SX.ram},{J_ram_SX});

NLP.CLC.S.J = MX.zeros;

%%% Extrusion Time:
for ram = [ NLP.CLC.S.u.ram{:}]

NLP.CLC.S.J = NLP.CLC.S.J + J_ram(Cost_ram);
end

% Cost of violating peak soft constraint
for epsilon = NLP.CLC.S.p.epsilon

NLP.CLC.S.J = NLP.CLC.S.J + epsilon{1}*100000;
end

% Regularizing cost on valve opening
for z_hat = NLP.CLC.S.u.valve

NLP.CLC.S.J = NLP.CLC.S.J + z_hat{1}*10;
end

5.4.2 NLP Horizon

In practice, as mentioned in Section 3, there is a reload phase where a small remaining piece of
the billet, called the “butt”, is sheered of before the next billet is inserted into the container. This
implies that the billet is not fully extruded, thus the horizon of the NLP does not need to be equal
to the full length of the billet, and should in fact be slightly shorter. The length of the butt may be
varying for different products, and the horizon should therefore be adjusted accordingly. In Section
5.2.3, we presented the final NLP formulation, (174), which assumed the horizon N. Although we
until now have considered N = Ly;jiet /(Mg bittetdise. ), Where ng;s.. is the number of discretization
points per axial billet cell, in practice we choose to not optimize over all N discretization points.

The implementation covered in this thesis optimizes over {0,1,..., N — 1}.

5.4.3 Notable IPOPT options

When calling ipopt for solving an NLP, many options are available (Wéchter, Vigerske et al. n.d.),
to customize the algorithm. Through these options, one may tailor the solver to the specific NLP
one is solving, to, for example, reduce the solve time/number of iterations needed or increase the
accuracy of solution. Some of the most notable options that are used in the implementation in this

thesis are listed in Table 15. Variables not listed take their default values.

Option

Value

nlp_scaling method: “gradient-based” ¢

nlp_scaling_max_gradient:
nlp_scaling min_value:
print_level:

acceptable_tol:
linear_solver:
linear_system_scaling:

100 @
1078a
3 b
1076a
“mumps”
“none”

hessian_approximation: “limited memory”

limited_memory_update_type:

“bfgsw a

@ default value

b The print level is relevant to the solve-

time of the al-

gorithm, but not the number of iterations used.

Table 15: IPOPT options.
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5.4.4 Scaling of variables

By default, as seen from Table 15, ipopt scales the (augmented) system variables, such that the
gradient is maximum 100. Normally, one should scale the variables in you system to be in the range
[0.01, 100], to avoid ill-conditioned linear algebra. The order of magnitude of the various variables
in the system are shown in Table 16. They span from 10~* to 10%, which is somewhat of a wide
spread, however, the solver will scale the system variables if necessary. Therefore, external scaling
is only considered if convergence issues are experienced.

Variables Order of Magnitude

Tee 102
Uram 1073
3 10~1
€ 102
A 10~4

@ This value is typically zero on the
solution, if isothermal extrusion is
achieved, though may be larger
during iterations.

Table 16: Variable Magnitudes.

5.4.5 Sparsity Patterns

Another important aspect to consider is the sparsity and sparsity patterns of the NLP. Some optim-
ization algorithms exploit the sparsity of the constraints and objective Jacobians to speed up the
computations, and uses linear solvers for which the sparsity is of varying importance. Therefore,
the sparsity is important for the solve time of the NLP, and here, we inspect the sparsity of the direct
collocation formulation, (174), built by the implementation covered in Section 5.4.1. We consider
a typical instance of the NLP, defined as in Table 17. The sparsity pattern of the corresponding
constraint Jacobian is shown in Fig. 26.

Property Value

d 2

nr 2
(nr7 nm)billet (336)
(nra nz)container (2:2)

Ny die 6
coolant yes
ram speed free
initial taper free

Table 17: Particular configuration for the NLP of which the constraint and objective Jacobians are
inspected in Fig. 26 and Fig. 27.
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Figure 26: Sparsity pattern of the constraints Jacobian of the implementation of (174) with para-

meters as specified in Table 17. Blue dots indicate all elements with potentially non-zero values
upon evaluation. Density: 0.0058023.

The number of constraints is for the particular NLP is 968, and the number of decision variables is
960, making the total number of elements equal to 968 - 960 = 929280. The number of non-zero

elements is 5392, thus the density of the constraint Jacobian shown in Fig. 26 is 5392/929280 =
0.0058023.

The Jacobian is not notably diagonal, which is typically desired, since linear solves are able to
exploit the diagonal structure of matrices to solve linear systems efficiently. It is not clear whether
or not rearranging the variables to yield a diagonal structure will yield significant reductions in
the solve time, due to the preprocessing that occurs in the linear solvers. Conflicting opinions
have been provided by professors that have been queried on this topic, therefore, to reduce the

work load, rearranging the variables to obtain a diagonal structure of the constraint Jacobian is
not prioritized.

For completeness, the Jacobian of the objective function with respect to the decision variables is
also shown, seen in Fig. 27
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Figure 27: The sparsity of the respective objective Jacobian to the NLP defined in Table 17. The
Jacobian consists only of a single row.

The objective Jacobian, however, is insignificant compared to the constraint jacobian for the type
of NLPs solved in this thesis. We also emphasize that the sparsity of the constraint Hessian is also
relevant. Although, we know that it has, at most, the density of the Jacobian.
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6 Results

This Section presents the solutions to various versions of the optimal control problem (121),
where an increasing degree of control freedom is optimized. Section 6.1 addresses the validity
of the model, in terms of its specific applicability to the case study process of this thesis. Sec-
tion 6.2 presents simulations, using typical control trajectories. The optimization is presented in
Sections 6.3, 6.4, and 6.5, which cover the optimization of only the ram speed, the ram speed
and coolant flow, and solutions to the complete optimal control problem (121) as implemented as
(174) respectively.

All bounds on the initial taper are constant for the results presented in this Section, and take the
values; At; ., = 10 and At; ., = 20. This means that the practical bounds on the initial taper
change with the axial billet discretization. Of course, one may also scale the initial taper bounds,
At; .. and At} .., to accommodate the discretization, and achieve bounds that better reflect the

same continuous tapers.

6.1 Model Tuning and Validation

The extrusion phase model that is implemented, as described in this thesis, is mainly based on mod-
elling work by Halds (unpublished), and is meant to represent the case study extrusion process.
Preferably, the model should be compared and validated against the case study extrusion press,
however, such a validation is not done. Another viable option is to compare the model against the
implementation by Halas (unpublished), which is tuned to coincide well with the case study pro-
cess. No rigorous comparison is made between the two implementations, nevertheless, the model
used in this thesis is tuned to match that of Halas by means of crude comparison between results.
The tuning process resulted in the following scaling of the reduction work of the port section, and
the reduction work and viscous dissipation terms of the peak section:

Yport <= 0.135 - Wport (188)
Dpear < 0.135 - Bpeqr (189)
\ijeak +~— 0.135- \ijeak:~ (190)

This is a notable reduction of the terms, which should be understood. The exact cause of the
deviations between the two models is unknown, although there are several known discrepancies
between the models, that may contribute to the deviations. These discrepancies include the in-
tegration scheme that is used to integrate the models, the several types of discretization of the
models (spatial discretization of each section, and progressor discretization), the omission of the
exit temperature, and different means of computing the reduction and viscous dissipation energy
terms for the port and peak section. These sources of model discrepancies are further discussed in
Section 7.3. In consultation with Halés, M.Sc., based on their experience with the reference model
and the case study extrusion process, the model used in this thesis is considered to be reason-
able and to sufficiently represent the case study process, in order to claim relevance of the results
presented in this thesis to the case study, and to the aluminium extrusion process in general.

6.2 Simulation Results

First, we fix all control inputs, to simulate a non-optimized extrusion process. These solutions form
a basis on which to compare the model to existing data from extrusion processes. Furthermore,
they highlight the significance of the optimization scheme, by providing contrasting non-optimized
trajectories and respective extrusion times.

As is common in industry, the ram speed is kept constant for the simulations, and four different
speeds are tested. Cooling is not included in the dynamics, and the initial taper is fixed and shown
in Fig. 28. The results of the tests are presented in Fig. 29 and Table 18

63



Initial Taper

6 4650 460 0 4550
5 4650 460 0 4550
4 4650 460 0 4550
3 4650 460 0 4550
2 4650 460 0 4550
1 4650 460 0 4550
1 2 3 4 5 6 7 8

Figure 28: The fixed initial taper used for all instances where a fixed taper is used in this thesis.
The temperature of a cell is displayed inside that cell in [°C]. The cell-color is a visual aid, where
the color represents the relative temperature compared to the rest of the billet, and highlight the
temperature distribution inside the billet. The discrete radial and axial coordinates are displayed
along the sides of the billet. The figure corresponds to the structure presented in Fig. 12, such that
the extrusion happens from right to left.

Simulation: 1 2 3 4
Billet (6,12)  (6,12) (6,12) (6,12
Container (3,3) (3,3) (3,3) (3,3)

Die 6 6 6 6

d 2 2 2 2

nr 3 3 3 3

Ny, 16 16 16 16
Nw 2172 2172 2172 2172
Ng 2185 2185 2185 2185
Neg 2127 2127 2127 2127

Nin 58 58 58 58
Vram 0.0015 0.0025 0.0035 0.0045
ts 562.5 337.5 241.1 187.5
tool 0.7 1.6 3.1 2.7

Niter 11 24 49 41

Table 18: Simulation results, where Billet, Container, and Die are the number of cells in the re-
spective sections, d is the number of collocation points, ny, is the number of discretization points
per axial billet cell, thus N = ny pier - nr is the number of discretization points along the pro-
gressor, n,, is the total number of decision variables, n,, is the total number of constraints, n., is
the number of equality constraints, n;, is the number of inequality constraints, v,,, is given in
m/s, t; is the extrusion time in seconds, ts,; is the solve time in seconds, and Ny, is the number
of iterations before convergence. Entries in black are defining properties, entries in green (M) are
recessive properties, and entries in red (M) are the results.

The solve times and number of iterations used are highly affected by the initial guess given to
the algorithm, which is further discussed in Section 7.5. The extrusion time of simulation 2 is
interesting in that it represents a realistic extrusion time, since we notice that simulation 2 achieves
isothermal extrusion at the desired peak temperature. The results, in terms of the temperature
evolution shown in Fig. 29, is used to inspect the dynamical behavior of the system for various
ram speeds, and aids in validating the model applicability. We see that, that the higher the ram
speed, the higher the peak temperature. The radial temperature gradient in the billet is also
greater for higher ram speeds, which corresponds with the intuition that more heat is generated
towards the radial walls due to higher radial velocity gradients. The feeder also experiences greater
radial temperature gradients, and also greater overall temperature, which corresponds with our
intuition about the reduction work. Notably, all simulations seem to achieve isothermal extrusion
at different temperatures, only with minor decrease in peak temperature throughout the extrusion
phase.
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Figure 29: The simulation results of the tests defined in Table 18. Temperatures: B-peak, B-port,
m-feeder, m-billet. Within a color-scheme, darker colors represent cells at higher radial coordinates.

The shortest billet graphs represent the rightmost cells, that die first, and the longest graphs rep-
resent the leftmost cells, that die last.
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6.3 Optimal Ram Speed

Here, we inspect solutions where the initial taper is fixed, and no coolant is used. These solutions
therefore only optimize the ram speed, with respect to minimum extrusion time. These solutions
provide a means of comparing the optimization scheme and its current implementation to other
ram speed optimization schemes and solutions. Additionally, they further emphasize the differ-
ence between pure ram speed optimization and multi-control optimization that includes coolant
and initial taper. The fixed initial taper shown in Fig. 28 is also used for the ram speed optim-
ization NLPs. The problem is solved for 5 different discretizations, seen in Table 19, which also
show the respective extrusion times, solve times, and iteration counts. The solutions are shown in
Fig. 30, which shows the optimal ram speeds, and Fig. 31, which shows the respective temperature
trajectories.

Ram-NLP: 1 2 3 4 5
Billet (3,8)  (4,8) (5,8 (4,10) (4,12)
Container  (2,2) (2,2) (2,2) (2,2) (2,2)

Die 6 6 6 6 6

d 2 2 2 2 2

ny 2 2 2 2 2

Ny, 16 16 16 20 24

Mo 1438 1698 1958 2374 3146
Ng 1451 1711 1971 2391 3167
Neq 1393 1653 1913 2317 3077

Nin 58 58 58 74 90

iy 285.4 296.2 309.2 307.1 3164
tsol 2.9 1.2 2.4 2.8 10.0
Niter 98 31 38 38 89

Table 19: Results of the Ram Speed Optimization NLPs. Symbols and colors have the same meaning
as in Table 18.

Optimized Ram Speeds

5 =
RamNLP 1
RamNLP 2
457 RamNLP 3
RamNLP 4
RamNLP 5

Ram Speed [mm/s]
o

w

. ﬁﬂ—%

0 50 100 150 200 250 300
Time [s]

Figure 30: The ram speed trajectory results of the tests defined in Table 19.
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Figure 31: The temperature trajectory results of the tests defined in Table 19.
Temperatures: B-peak, B-port, B-feeder, B-billet.

It is clear that the spatial discretization of the billet, and subsequently the progressor discretization,
affects the solution notably. Even though all NLPs yield quite similar temperature trajectories, and
achieves isothermal extrusion at T).qx =~ 610°C, we see that the billet temperatures are somewhat
different, and the ram speed trajectories are not the same. These differences in the ram speed tra-
jectories result in a spread in the total extrusion times; [4min 45s, 5min 165s], which is a difference
of 31s, or relative uncertainty of +5%. Nevertheless, the ram speed trajectories all exhibit the same
general shape, which will serve as a general reference/starting point for an MPC control scheme
during extrusion, thus the exact optimal speed curve is not crucial to obtain.

The solve times are all in the range [1.2s, 2.9s|, except the last NLP, “Ram-NLP 5”, which has
the finest discretization and most decision variables and constraints, and is solved in 10s. Thus,
indicating that the solve time is generally low, although, is apparently vulnerable to unfortunate
discretization. This phenomenon is also apparent by the drastic increase in number of required
iterations, from 31 to 98, when decreasing the number of radial billet cells from 4 to 3 in Ram-NLP
2 and Ram-NLP 1.

Generally, by optimizing the ram speed, we achieve extrusion times of around 5min, which is
equivalent of an 1— 53%%- ~ 11% improvement from the second simulation, which used 5min 37.5s
while also achieving isothermal extrusion at the desired peak temperature.
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6.4 Optimization with Coolant

In this Section, both ram speed and coolant flow trajectories are optimized with respect to min-
imum extrusion time, given the same fixed initial taper as in the simulations and the ram speed
NLPs. These solutions demonstrate the effect of also optimizing coolant flow, as opposed to only
optimizing the ram speed, as suggested by Kulas (2022). Various NLPs are solved, with varying
discretization, as seen in Table 20, where the extrusion times, solve times, and number of iterations
are shown as well. The optimal ram speeds and coolant valve openings are shown in Fig. 32, and
the temperature trajectories are shown in Fig. 33.

RC-NLP: 1 2 3 4
Billet 4,8) (4,6) (6,6) (3,8)
Container (2,2) (2,2) (2,2) (2,2)

Die 6 6 6 6

d 2 2 2 2

n 2 2 2 2

Ny, 16 12 12 16
Moy 1698 1118 1400 1438
ng 1711 1127 1409 1451
Neq 1653 1085 1367 1393

Nin 58 42 42 58
Ly 236.5 228.1 222.0 230.6
tsol 287.0 1.2 112.8 217.3
Niger 7735 49 3535 8228

Table 20: Results of the Ram Speed Optimization NLPs.

as in Table 18.

Optimized Ram Speeds

Symbols and colors have the same meaning

Optimized Valve Openings
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(a) Optimal Ram Speeds (b) Optimal Coolant Valve Openings

Figure 32: The optimal control trajectories of the NLPs defined by Table 20.
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Figure 33: The temperature trajectory results of the tests defined in Table 20. RC — Ram Speed
and Coolant NLP. Temperatures: B-peak, B-port, B-feeder, B-billet.

From Fig. 32a it is clear that the ram speed trajectories all resemble that of the solutions in Sec-
tion 6.3, which only optimized ram speed. In the solutions presented here, however, the ram
speeds are consistently higher, thus shortening the extrusion time, which is possible with the in-
troduction of the coolant. Furthermore, form Fig. 32b, we see that the coolant flow is maximized
over nearly the entire extrusion phase, with a reduction towards the end. This is consistent with
the intuition that raising the ram speed and raising the coolant flow have opposite effects on the
peak temperature, thus maximizing the coolant flow allows maximum ram speeds.

The extrusion times achieved when optimizing both coolant and ram speed are in the range
[3min 42s, 3min 56s], which is consistent, and improves upon the extrusion times obtained in Sec-
tion 6.3 by 1 — gggz ~ 23%, and improves the non-optimized process by 1 — % ~ 32%. The
solutions show a substantial improvement by the introduction of coolant to the extrusion process,
however, as seen from Table 20, the solve times drastically increased from the sole ram speed
optimization. The solve times after the introduction of coolant increased hundredfold, form the
about 1s — 3s to about 100s — 300s. This means that the solve times are in the same range as
the extrusion times, which is not desirable, since the solve time must be smaller than the extru-
sion cycle period, which is assumed to be approximately equal to the extrusion time plus a small
reload time. Although, we notice that for RC-NLP 2, the solve time remains in the same range
as without cooling, and similarly with the iteration count. Since the solution of RC-NLP 2 is not
notably different form the other solutions, the anomalous solve time is seemingly an artifact of
‘randomness’. As in Section 6.3, the solve times and iteration counts seem sensitive to the initial
guess and system discretization. This effect is also apparent by the difference in iteration count
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between RC-NLP 3 and RC-NLP 4, which are 3535 and 8228 respectively, even though they have
nearly the same number of decision variables and constraints.

6.5 Optimizing Initial Taper

This Section presents the main results, which are the solutions to the ‘full NLP’, (174), which
expands upon the NLPs in Section 6.4 by allowing the use of the initial taper as a control vari-
able. Various versions the full NLP are tested, where one batch (“Fine”/“FF”) uses discretiza-
tion similar to that of the discretization of the simulation NLPs in Section 6.2, and another batch
(“Coarse”/“CF”) explores the effects of using coarser discretization, with the goal of reducing the
solve times. The Fine NLPs are presented in Table 21, and their solutions are presented in Fig. 34,
Fig. 35, and Fig. 38, which show the coolant valve opening trajectories, the temperature traject-
ories, and the initial tapers respectively. All optimal ram speed trajectories of the full NLPs, both
fine and coarse, are constant and equal to the maximum speed; vyqm i = Smm/s Vk € Zon_2
(N is the number of state-discretization points before reducing NLP horizon due to a small unextruded
“butt”).

FF-NLP: 1 2 3 4 5 6 7
Billet  (6,12) (6,12) (6,10) (6,10) (6,12) (6,10) (6,8)
Container (2,2)  (3,3) (3,3) (2,2) (2,2) (2,2) (2,2
Die 6 6 6 6 4 4 6
d 2 2 2 2 2 2 2
ny 2 2 2 2 3 3 4
N. 32 30 36 36 20 24 24
N, 4148 4498 3378 3088 6036 4482 4396
N, 4168 4518 3394 3104 6068 4508 4424
Noeq 4067 4417 3311 3021 5919 4385 4295
N 101 101 83 83 149 123 129
ts 1725 1725 171.0 171.0 171.0 1740 1744
teol 33.1 4655 50.2 6.7 2998 1030 8019
Niter 143 18158 312 50 6658 4649 47027

@ Return Status: “Solved_To_ Acceptable Level”

Table 21: Results of the fine full NLPs, (174), for various parameters. FF — Fine Full NLP. Symbols
and colors have the same meaning as in Table 18.

The fine NLPs are considered the most ‘accurate’, since they utilize the finest discretization. From
Fig. 35 we see that all the fine NLPs achieved isothermal extrusion at the desired temperature, and
exhibit similar temperatures overall in the system progression. One difference between the fine
NLP solutions to take note of is in the initial tapers. All the initial tapers exhibit linear descent
towards the back-end of the billet, and agree on a temperature around 430°C' at the front-end,
though the axial gradients vary somewhat. In fact, the initial taper descends by about 10°C per
cell, which is the minimum taper imposed on the initial taper; At ,, = 10°C, which means that all
initial tapers are as ‘flat’ as possible, while maintaining a leftmost temperature of 430°C' to ensure
isothermal extrusion. The varying axial billet discretization therefore causes the rightmost cells
to be of varying temperature, since the constraint on the minimum taper is not scaled with the

discretization.
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Figure 34: The valve opening trajectory results of the tests defined in Table 21. FF — Fine Full

NLP.

Optimized Valve Openings for Fine Discretization NLPs
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Figure 35: The temperature trajectory results of the tests defined in Table 21. FF — Fine Full NLP.
Temperatures: B-peak, B-port, B-feeder, B-billet.
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Furthermore, we notice that solve times have increased substantially from that of the simulations
with similar discretization. The solve times of the ‘fine full NLPs’ range from 33s to over 2hours.
Of course, these solve time are too large, and must be reduced before implementing the ECOL. As
with the previous results, the solve times vary drastically between configurations, and this effect
should be understood to reliably solve the NLPs within the required time frame. The same effect is
also present for the iteration count, as also observed for the previous results.

Since the ram speeds are maximized, the extrusion time is minimized by all the full NLPs. The
equivalent extrusion time is approximately 2min 50s, with some variance because of the differ-
ent discretizations. Note that the billet is not fully extruded in the implementations, but is only
extruded until the next to last discretization point, and the length of the discretization interval
therefore affects how much of the billet is not extruded in the various NLPs, thus causing minor
variations in the extrusion times. By introducing the initial taper as a control variable, the extru-

sion time is reduced by 1 — 118 ~ 26% from the case with only ram speed and coolant, and reduced
by 1 — % ~ 50% from the non-optimized process.

From Fig.34 we see that the various configurations produce similar overall behavior of the valve
opening trajectories. All valve opening trajectories begin close to the maximum 20%, at the start
of the press, then proceed to decrease as the process progresses, down to the 6% — 2% range, with
a slight rise at the end. Nevertheless, the different trajectories experience fluctuations that are
reminiscent of process noise, which is unique to each solution. Arguably, these fluctuations are not
significant, as the exact nature of the trajectories do not have major impact on the initial taper,
as evident by Fig. 38. Another, interesting observation is that, even though the the ram speed is
maximized, the valve opening is not, as is the case in Section 6.4. The initial tapers found by the
full NLPs are generally of much lower temperature than the fixed initial taper in Section 6.4, and
likely compensates for the reduction in coolant flow, as was intended by (172).

The results of the ‘coarse full NLP’ batch are presented in Table 22, Fig. 36, Fig. 37, and Fig. 39,
which present the discretizations, extrusion times, solve times, and integration count, the coolant
valve opening trajectories, the temperature trajectories, and the inital tapers respectively.

Optimized Valve Openings for Coarse Discretization NLPs
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Figure 36: The valve opening trajectory results of the tests defined in Table 22. CF — Coarse Full
NLP.
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CF-NLP: 1 2 3 4 5 6
Billet  (3,12) (3,100 (3,6) (3,6) (3,6) (3,6)
Container  (2,2) (2,2) (2,2)  (2,2)  (2,2) (2,2)

Die 4 4 4 4 4 4

d 2 2 2 3 4 2

nr 2 2 2 2 2 3

Ny, 24 20 12 12 12 18
Ny, 2470 1872 892 1169 1446 1357
Ny 2490 1888 900 1177 1454 1371
Neg 2389 1805 853 1130 1407 1300

Nin 101 83 47 47 47 71
ty 172.5 171.0 165.0 165.0 165.0 170.0
tsol 65.5 653.2 2.2 4.8 10.7 67.8
Niger 944 15811 110 175 265 2808

Table 22: Results of the coarse full NLPs, (174), for various parameters. CF — Coarse Full NLP.
Symbols and colors have the same meaning as in Table 18.
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Figure 37: The temperature trajectory results of the tests defined in Table 22. CF — Coarse Full
NLP. Temperatures: B-peak, B-port, B-feeder, B-billet.

The coarse full NLPs also all achieve isothermal extrusion at the desired peak temperature, as seen
in Fig. 37. The point of using coarser discretization is to reduce the number of decision variables
and constraints, and subsequently reduce the solve time. From Table 22, we see that the solve
times are generally in the range of 1min or lower, with one exception at 10min 53s. These solve
times are feasible with respect to a practical implementation of an ECOL at an extrusion plant,
since the respective extrusion times are in still at about 2min 50s. However, we still see the unpre-
dictable nature of the solve time, which further emphasizes the need to gain more understanding
of the sensitive nature of the NLPs and how to construct NLPs with predictable solve times. Non-
etheless, the main portion of the coarse NLPs have feasible solve times, and as seen in Fig. 36,
Fig. 37, and Fig. 39, they all produce similar as solutions. We therefore obtain conceptually viable
implementations of (174) by allowing somewhat coarse discretization.

The initial tapers consist of the same front temperature and linear axial gradient as with the fine
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NLPs. The temperature differences between axial cells remain on the boundary of At;, ., = 10°C,

which means that the initial tapers remain as flat as possible, while maintaining 430°C' in the
leftmost cells.

As with the fine NLPs, the coolant valve opening trajectories exhibit a ‘noisy’ behavior, and a
somewhat general tendency to start high, and decrease as the process progresses. The fluctuating
nature of the trajectories, however, is more pronounced for the coarse NLPs.

Lastly, we observe that the number of collocation points (2,3 or 4) does not seem to have any
significant effect on the system trajectories, thus using d = 2 produces the same results with fewer
variables and constraints, and shorter solve times.

FF-NLP 1

- N WA OO

- N WA OO

6 378.1 367.7
5 378.1 367.7
4 378.1 367.7
3 378.1 367.7
2 378.1 367.7
1 378.1 367.7
6 7
6 378.1 367.6
5 378.1 367.6
4 378.1 367.6
3 378.1 367.6
2 378.1 367.6
1 378.1 367.6
6 7
FF-NLP 7
6 381.6 371.6 361.5
5 381.6 371.6 361.5
4 381.6 371.6 361.5
3 381.6 371.6 361.5
2 381.6 371.6 361.5
1 381.6 371.6 361.5
6 7 8
FF-NLP 8
6 372.0 362.0
5 372.0 362.0
4 372.0 362.0
3 372.0 362.0
2 372.0 362.0
1 372.0 362.0
7 8
6 378.6 368.6
5 378.6 368.6
4 378.6 368.6
3 378.6 368.6
2 378.6 368.6
1 378.6 368.6
6 7 8

Figure 38: The optimal initial tapers with respect to the NLPs defined in Table 21. FF — Fine Full
NLP. The color scheme is fixed with respect to the temperature values in all results of the set of
Full NLPs.
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Figure 39: The optimal initial tapers with respect to the NLPs defined in Table 22. CF — Coarse
Full NLP. The color scheme is fixed with respect to the temperature values in all results of the set
of Full NLPs.
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7 Discussion

7.1 Advantages of the Proposed Method
7.1.1 Advantages of the Extrusion Cycle OCP Separation

The proposed extrusion cycle optimization scheme has several benefits, which are discussed here.
First of all, the concept of having an optimization layer for the extrusion cycle is beneficial because
it allows for the planning and tuning of initial conditions and reference trajectories for the various
phases to minimize the overall extrusion cycle period, though this idea is not novel. This thesis
presents a separation of the overall control problem into several smaller problems, and argues
for the preserved optimality through the verifiable assumption that the required heating process
trajectory for a given solution can be performed in less than double the extrusion time and reload
time combined. The assumption is said to be verifiable through the implementation of the heating
phase optimization by Gabrielsen (2022), or similar implementations. Additionally, assumptions
were made on the billet taper constraints, which is further discussed in Section 7.4. The thesis
presented the concept of the reduction margin in (122), complementing the separation principle,
which is generalizable to any number of parallel available heater, as;

1
Tewt = max{ntfw trr + tf}a (191)
h

where nj, > 1 is the number of parallel available heaters. Conveniently, this method can also be
used to estimate the minimum necessary number of parallel heaters to optimize production, which
is an interesting observation.

By separating the control problem into several smaller problems, we expect to reduce the overall
solve time. For the sake of analysis, we assume that the solve time of an NLP is O(n?), where n
represents the number of decision variables (where we assume n « ny o n,,), which is considered
a conservative estimate of the solve time. This way, the solve time correspond nicely with the
number of elements of the constraint Jacobian. By then considering the number of variables in
an NLP corresponding to a non-separated NLP, n,, ;»:, and the number of variables of the NLPs
corresponding to the three separated phases; heating-, transit-, and extrusion phase, denoted n,, s,
Ny ¢, and n,, . respectively, such that;

N tot = Nw,h + Nt + N e, (192)

we get a solve time reduction factor of

2 2 2 2 2 2
nw,h + nw,t + nw,e nw,h + nw,t + nw,e
Hred = B} = 5 (193)
nw,tot (nw,h + Naw,t + nw,e)

Example wise, Fig. 40 illustrates the reduction factor for various reasonable values of n, , M t,
and n,, .. We see that the under the assumed reasonable NLP sizes, the reduction factor is typically
in the range p,..q € [0.33, 0.5], which means that by separating the extrusion cycle OCP, we expect
to have reduced the overall solve time by 50% — 67%. This, of course, is a crude estimate. Another
observation is that under the assumption that the heating time will not become the bottle neck,
and using constant constraints on the initial taper, one may omit the open loop optimization of the
heating phase and the simulation of the transit phase. In this case, the reduction factor is reduced
to

Hred = 2w,e . (194)

w,tot
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Figure 40: The graphs represent the reduction factor arising from the separation of the extrusion
cycle OCP, under the assumptions given in Section 7.1, for various values of n p, 7 ¢, and 7y, e.
For simplicity of notation, (b) uses n,, 5, = 100n,, and n,, ; = 100n;.
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7.1.2 Problem Reduction by Progressor Transformation

Aside from the advantages of transforming the extrusion model
to be progressed by extrusion length that are already discussed in
Section 5.2.1, there is an additional advantage gained from em-
ploying this technique. As stated in Section 5.2.1, when the model
is discretized in time, one does not know at what discretization
points the various cells die, thus one must account for all cells
at all discretization points. Technically, one can know something
about at what discretization points they die, because of the upper
and lower bound on the ram speed, yet one must still account for
the worst case. By discretizing in extrusion length, one knows ex-
actly at what discretization points all cells die, and one only needs
to allocate variables for the correct number of cells.

By only accounting for the correct number of billet cells, the num-
ber of variables representing the billet section in the NLP is reduced
by up to 50%, depending on the spatial discretization of the billet.
We see this by considering the number of variables needed to ac-
count for the full length of the billet at all discretization points,
including the collocation points, and the number of active cells
when discretizing in extrusion length, to get

(195)
(196)

1
WL billet = 5(1 +d)n.(ny + )N
We pittet = (1 4+ d)nyng N,

where w, piizer and wy piper are the number of billet cells/variables
in the extrusion length and time discretization cases respectively,
d is the number of collocation points, (n,.,n,) is the discretization
of the billet, and N is the number of discretization points. The
reduction is then measured by

1
. WL, bille s(1+dn.(n, +1)N 1 1
fired = Lbillet _ 5( ne( ) _1. a9
W billet (1+d)n.n,N 2 2n,

which for a typical discretization of n, = 12, amounts to fiyeq =
% + ﬁ = 0.5416, meaning a reduction of 45.83%. We also see that
with finer and finer axial discretization of the billet, the reduction
approaches 50%;

o 1
nlll)noo lffred(nx) - 5 (198)

This is concept is illustrated in Fig. 41.

If we consider FE-NLP 1 from Section 6.5, the number of billet vari-
ables is wy, piszer = 3744, which is a substantial portion of the total
N,, = 4148. The equivalent number of billet variables when ac-
counting for all cells, active and inactive, is wy pije+ = 6912, which
amounts to a total of N, = 7316 decision variables. We then see
that the overall reduction of problem size, in terms of decision

variables, is reduced by 1 — 228 ~ 43%.

v

r

xtrusion Length

Figure 41: The figure illus-
trates how the proper alloca-
tion of variables for the billet
cells throughout the NLP ho-
rizon contributes to reducing
the necessary number of NLP
variables. The dark cells in-
dicate ‘active’ cells, and light
cells indicate ‘dead’ cells. The
red line illustrates the how
the number of active cells are
nearly half the total number
of cells.
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7.2 Applicability in a Real Industrial Setting

To the extent that one can regard the implemented extrusion model as a satisfactory mathematical
twin of the real case study process, the method produced initial tapers and respective control
trajectories that reduce the extrusion time by 1 — $70¢ ~ 48% from the assumed ¢; = 330s of the
current process. The new extrusion period is therefore 7..; = max{%SOOs, 23s 4+ 170s} = 193s,
and the new reduction margin is 193s — 150s = 43s > 0, which means that the heating phase, if
maintaining similar heating time, has not become the bottle neck. Of course, the heating phase
problem may be solved as well, to confirm the that 1¢; # 193s. By assuming model validity,
the method is therefore applicable in the sense that it contributes to the increase in production,
by simply providing a tailored initial taper. By providing the respective control trajectories to
the extrusion phase MPC scheme, the tailored initial taper may be exploited by the local MPC
controller, in order to accomplish the optimal extrusion process predicted by the ECOL. It is also
worth mentioning that even if the heating phase becomes the bottle neck, the solution may still be
optimal with respect to the overall extrusion period, although this is not guaranteed.

If one considers the implementation to be representative of some generic extrusion process, and
not necessarily the specific case study process, the effectiveness of the method may instead be
measured by comparison to the simulations, which represent non-optimized extrusion phases of
the hypothetical extrusion process. We therefore compare simulation 2 in Section 6.2 to the op-
timized processes in Section 6.3, Section 6.4, and Section 6.5. The overall reduction from the
non-optimized simulation to the fully optimized process is, as stated in Section 6.5, about 50%,
which is consistent with the reduction with respect to the case study process. We also saw that
by the introduction of the initial taper as a control variable, versus only optimization of the ram
speed and coolant flow, the extrusion time is reduced by about 26%, which further demonstrates
the effect of an extrusion cycle optimization layer.

In terms of applicability, it is worth considering the necessity of an extrusion cycle optimization
layer versus the difficulty of implementing it in practice. This aspect is brought to the readers
attention because of the seemingly predictable nature of the optimal initial tapers. All the optimal
initial tapers found, for the various discretizations, seem to follow a simple pattern; the leftmost
radial column of cells should have the temperature that corresponds to the desired peak temperat-
ure at maximum speed, and the remaining cells should descend as little as possible, that is, along
the minimum linear taper. Because of this pattern, a certain predictability emerges, that, perhaps,
allows one to bypass the cumbersome implementation of an extrusion cycle optimization layer, and
compute high performing initial tapers by following simple rules. Of course, finding the correct
left-temperature is not straight forwards, though should be easier than implementing the entire
ECOL. Another caveat to this simple bypass, is the lack of respective control trajectories, which
may be necessary for the local MPC scheme to fully exploit the computed initial taper.
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7.3 Model Discrepancies

There are several deliberate and known discrepancies between the model as developed by Halés
(unpublished), hereby referred to as the ‘base model’, and the adapted version in this thesis, hereby
referred to as the ‘current model’. These differences will cause deviations in the solutions, which
are important to be aware of and understand upon comparing the models. Even though a rigorous
comparison between the two model implementations is made in this thesis, it is useful to discuss
some of the discrepancies between them to gain understanding of what differences to expect.
Such expectations may help detect inherent flaws regarding the method used, and disregard small
deviations caused by the different nature of the implementations, and importantly, explain the
needed scaling factors shown in Section 6.1.

The most notable model discrepancies are;

* the current model is integrated using orthogonal collocation, while the base model is integ-
rated using an explicit RK-scheme,

* the base model is discretized in regular time intervals, whereas the current model is discret-
ized in regular intervals of the extrusion length,

* the sizes of the discretization intervals are not only regular in different progressors, but may
also be of significantly different magnitude,

¢ the exit section is not modelled in the current model, while it is modelled in the base model,

* the spatial discretization of the various sections may vary between solutions and may there-
fore be a source of trajectory deviation,

* the base model uses 2 axial cells for the port section,

¢ and the base model uses the previous values for port and peak in the nonlinear terms of the
reduction and viscous dissipation energy.

Using different integrators may have a significant effect on the calculated system trajectories, es-
pecially when using coarse discretization over long horizons. Because of the different integrators,
in combination with the different and varying step sizes, the trajectories are expected to deviate
somewhat in regions of rapid changes such as the start of the extrusion phase until a steady state
is reached, corresponding to zone I in Fig. 7, and then only gradually deviate as the system pro-
gresses. Since the exit temperature is not modelled, the peak temperature is expected to decrease
more in the base model during low ram speeds, as the exit speed of the aluminium is slower. How-
ever, because of the generally high exit speeds during normal operations, which negate the heat
diffusion upstream towards the peak section from the exit section, this difference is not expected
to cause any significant deviation. The accuracy of the approximation of the advection equation
rapidly decreases with coarse discretization, which corresponds to the axial discretization of the
billet. Different axial discretization of the billet between the base and current models may there-
fore cause the temperature taper to evolve differently for the two models. The division of the port
section into 2 cells in the base model allows for a gradient across the section, but is not expected
to cause great trajectory deviation. However, upon potentially experiencing difficulty validating
the model in future work, one should consider matching the the number of port cells between
the two models. Lastly, the fact that the base model uses previous port and peak temperatures in
the nonlinear terms to allow the explicit calculation of the algebraic states is, after minor testing,
expected change the dynamics somewhat, with most notable effect on the scaling necessary for the
reduction and viscous dissipation energy. Since the current model avails a simultaneous method,
the proper implicit equations are trivially implemented. The proper implicit algebraic equations
are therefore used, and the scaling factors given in Section 6.1 are applied to tune the model. In
total, given the many discrepancies, it is not exactly clear where the need for the significant scaling
in Section 6.1 arises.
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7.4 Transit IVP and Feasible Region of the Initial Taper

The extrusion cycle optimization layer (ECOL) is contingent on being able to solve the transit ini-
tial value problem (IVP). During the transit phase, the billet experiences heat diffusion and loss
to its environment during its transportation to the press. This phase determines what the initial
taper of the extrusion phase is, based on the end taper of the heating phase. This is formulated as
an IVP, since there are no control variables in this phase, but rather only an initial condition and a
set of ordinary differential equations (ODEs). We see that the feasible end tapers of the heater can
be transformed through the IVP to their respective initial tapers, thus seemingly forming a feasible
region for the initial taper, that may be imposed as constraints in the extrusion phase control prob-
lem. However, it is not obvious whether of not the the boundary of the set feasible end-tapers of
the heating phase exactly maps to the boundary of the transformed set. Furthermore, it is not even
clear how to define such a boundary, as the taper can take many complex shapes, and system limit-
ations may be concerned with both maximum temperatures and maximum temperature gradients.
Constructing the feasible region for the initial tapers is therefore is not trivial, and mapping out
the feasible region of the heater end taper is not trivial in itself. In this thesis, a simple constraint is
imposed on the maximum and minimum gradients of the initial taper, as well as the general system
temperature constraints. To fully exploit the concept of optimizing the initial taper, it is important
to understand the limitations of the heater and how it translates through the transit phase.

Importantly, the transit IVP must also be calculated backwards, with the initial taper as the initial
condition, and the respective end taper of the heating phase as the variable to find. This way, one
may compute the reference taper for the heater based on the optimal initial taper. By imposing the
proper constraints on the initial taper of the OCP B control problem, one ensures that this reference
is feasible with respect to the heating phase. The transit IVP must be solved for every cycle, since
the optimal initial taper may change form cycle to cycle, depending on for example changes in the
other initial temperatures of the extrusion phase, or updates in the model parameters. Additionally,
the ambient temperature may affect the transit dynamics. Because of possibility of varying transit
dynamics, and perhaps even updates in estimates of the alloy properties of the billet, the feasible
region of the heater end tapers may be updated regularly as well, which should be taken into
account when implementing an ECOL in an extrusion plant. Depending on the method chosen to
compute the feasible initial taper, the solve time for this may be high, and should perhaps be done
in parallel to the ECOL and updated every few cycles.

7.5 Initial Guess

The initial guess used for the various optimization problems solved in this thesis is based on an
arbitrary, generic result, which is considered to be equally ‘wrong’ for all tests, and does not affect
the general size of the solve time and iteration count. It may, however, affect how the solve times
and iteration counts vary between the tests, as the initial guess may ‘randomly’ favor some of the
NLPs. Especially, the simulations are affected by the initial guess, since the generic solution used
as the initial guess achieves isothermal extrusion at the desired peak temperature, which is only
the case for simulation 2.

The initial guess for all temperatures are interpolated based on the common generic solution,
except for the billet, which uses a constant 500°C' as the initial guess. Additionally, ¢ and \ are
guessed to be constant 0 and 6.9444 - 103 respectively, and the ram speed v,,, and coolant flow
variable % are guessed to be constant and equal to 0.005m/s and 0.2 respectively, where relevant.
In an extrusion plant implementation of the methods proposed in this thesis, the initial guess that
is used may be adapted dynamically, as the solution to the previous cycle is likely to be close to the
solution of the next cycle. Also, upon changing the product extrudate profile, or aluminium alloy,
the initial guess may be based on a solution found when previously using similar alloys or profiles.

Upon minor testing with the implemented NLP, it seems that the initial guess is crucial in achieving
low solve times. It turns out that a generic initial guess performs well, nevertheless, even better
performance may be achieved by specializing the initial guess for every cycle. Of course, providing
a reasonable, non-constant initial guess for the billet may also improve the performance notably,
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as the billet cells account for a substantial portion of the decision variables.

7.6 Regularization

A small point is made about the lack of regularization of the extrusion phase NLP, even though
some regularization is already present, as discussed in Section 5.2.2. As seen from Fig. 34 and
Fig. 36, the coolant valve opening trajectories vary notably between solutions, even though a
general shape seems to be present. To attempt to make the exact trajectories more predictable,
and converge to a ‘true’ optimal trajectory upon increasing the number of discretization points,
one may try to regularize the NLP even more. By regularizing the NLP, specifically in terms of
the coolant valve opening, one transforms the cost of a region of nearly equally optimal valve
opening trajectories such that it more strongly favors a particular solution in that region more than
others. That way, minor variation in the problem otherwise will have less of an impact on the
optimal valve opening trajectory. Regularization affects the overall NLP solution, however, and
comes at the cost of distorting what is considered optimal. Therefore, it is not trivial to design
regularization measures, as the resulting trade-off between regularization and optimality with
respect to the original problem is not necessarily easy to understand, and it is not necessarily clear
what is a desirable trade-off.

An example of a form of regularization is to penalize the difference between two consecutive valve
opening values, which is also touched upon in Section 5.2.2, but is not done for the results in Sec-
tion 6. Some testing with various regularization terms in the objective has been explored, though
the results are not presented, and no remarkable improvement was found. If more predictable
control trajectories, that is; similar across different NLP configurations, are deemed necessary in
future work, some form of regularization should be considered.
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7.7 Further Work

This thesis comprehensively covers the idea- and implementation of an extrusion cycle optimiz-
ation layer that makes use of the initial taper to minimize the extrusion times beyond what is
possible with only the ram speed and coolant flow while maintaining isothermal extrusion at the
desired peak temperature, by accounting for the complete extrusion cycle. Nevertheless, there are
several aspects of the method that may be further studied, to improve upon the idea and execution.
Here, we list the most obvious, notable, and direct areas that one should study further to improve
upon the concept and implementation:

* Model validation - Upon implementing an extrusion cycle optimization layer, one should
properly validate the model against the real process, to ensure feasibility with respect to the
physical extrusion process.

* Implement and test the complete ECOL - This thesis covers the concept of simplifying an
ECOL implementation by separating the overall control problem into several smaller prob-
lems, and covers only the implementation of one of them; the extrusion phase control prob-
lem. The complete implementation of all phases and their connections to each other should
be explored further, and implemented and tested.

* Understanding the feasible regions of the initial taper and the heater end-taper better - To
properly implement constraints on the initial taper based on the feasible region of the heater
end-taper, one must understand the limitations of the heater, and how to define a meaningful
and useful boundary of the feasible heater end-taper region. This boundary should be such
that it is easily convertible via the transit IVP, and implementable as constraints on the initial
taper.

* Methods of specializing the initial guess - By choosing initial guesses that are close the solu-
tion, the algorithm is likely to converge faster. Therefore, it is beneficial to construct a scheme
that produces a reasonable initial guess, in order to reduce the solve time of the extrusion
phase NLP. One should further study how to use the information from previous solutions to
make reasonable guesses for a given cycle.

* Solve time/Iteration count sensitivity to problem discretization - Upon testing several discret-
izations of the same problem, we observed the occasional spike in solve time and iteration
count. In a practical implementation of the ECOL, it is desirable to be confident in the feasib-
ility of the solve time, that is t,,; < t; + tgr, such that the production does not halt because
the next cycle is waiting for the ECOL to find the optimal open loop trajectories. One should
therefore understand why- and what makes the solve time spike for some configurations, and
how to prevent this effect. This may be closely connected to the issue of finding good initial
guesses, and perhaps regularization.

* Linear solvers - The optimization algorithm (IPOPT, Wachter and Biegler (2006)) used in this
thesis, makes use of external linear solvers for the solving the large and sparse linear systems
necessary to find the descent directions. This allows one to use linear solves that are suited
for the particular problem in question. For simultaneous methods, these systems are usually
highly sparse, and benefits from using linear solvers that exploit sparsity. Finding the best
linear solver for the the particular problem may greatly reduce the solve time. The solver
used in this thesis is MUMPS, and we recommend testing solvers such as the HSL (Harwell
Subroutine Library) linear solvers; MA27, MA57, HSL. MA77, HSL. MA86 and HSL. MA97.

* Optimization Algorithms - It is natural to investigate whether there are other algorithms than
IPOPT that may be advantageous when solving the NLPs implemented in this thesis.

83



8 Conclusion

The objective of this thesis is to conceptualize a practical solution to a extrusion cycle optimization
layer, as part of a greater extrusion process control hierarchy (Fig. 3), and to partially implement
a solution, so as to provide insight into the effectiveness of such a layer as proof of concept.

We have presented a practical simplification of the extrusion cycle optimization problem, which is
based the separation of the overall process into three distinct phases; the heating-, transit-, and
extrusion phase, and optimizing them in backwards order; first optimize the extrusion phase, then
solve the transit IVP, and lastly, solve the heating phase problem. We found that by assuming that
the heating time does not increase significantly when varying the initial taper, optimizing only the
extrusion process is equivalent to optimizing the overall extrusion cycle under a reduction margin,
after which the heating time may be confirmed by solving the transit IVP and heating problem, thus
confirming the optimality of the solution. A difficulty regarding the feasible region of the initial
taper and heater end-taper has been discussed, such as the difficulty of defining such a region, and
how to convert it onto the equivalent feasible region for the initial taper. This region may vary from
cycle to cycle, and should ideally be computed every cycle by the ECOL. However, because of the
potential difficulty and time consumption of such a computation, a potential parallel computation
is suggested, that may compute a feasible region over several cycles, and update the estimate every
few cycles. Otherwise, simple linear constraints are also possible.

A partial implementation of the ECOL, specifically the extrusion phase, has been covered extens-
ively, and several practical considerations and solutions to various aspect and obstacles have been
addressed. The extrusion phase optimization problem has been converted into an equivalent NLP,
by using a simultaneous approach; direct collocation. Using a simultaneous approach seemed prob-
lematic since part of the objective is to optimize the ram speed. Without knowing the ram speed
prior to solving the NLP, one does not know the extrusion length as a function of time, and since
the dynamic equations are dependent on the extrusion length, the model equations are unknown
in time as well. However, by exploiting the inherent extrusion process criteria that the ram speed
must always be strictly positive, we concluded that the extrusion length is a progressor of the ex-
trusion phase. Since we only need to optimize the extrusion phase, as a result of the extrusion
cycle OCP separation, this was sufficient to be able to perform a progressor transformation of the
model equations. The progressor transformation then made it possible to efficiently implement the
model dynamics as constraints in the extrusion phase NLP. Additionally, the spatial discretization
of the billet resulted in discontinuous changes in the model dynamics at unknown times, which is
also an artifact of the unknown ram speed. However, these discontinuities happen at known values
of the extrusion length, thus after the progressor transformation, we were able to only integrate
the system between the discontinuities, effectively ‘hiding’ the discontinuities at the discretization
points. We also observed that, by performing a progressor transformation into extrusion length,
one knows what billet cells are still active at every discretization point, meaning that one only
has to allocate variables for the active cells. Depending on the discretization used, this observa-
tion allows us to reduce the number of billet cells by up to 50%, and we saw that for a typical
implementation of the NLP, the overall number of decision variables was reduced by 43%.

Several results were presented, were different spatial and progressor discretizations, number of
collocation points, and discretization points per billet cell were tested for different implementations
of the extrusion phase NLP. The first results were of a version of the NLP where all control variables
were fixed, thus simulating a non-optimized extrusion phase. Secondly, the ram speed was freed
to be optimized, while the coolant valve opening and initial taper remained fixed, followed by
implementations were the coolant valve opening was also freed. Lastly, the initial taper was freed
to accommodate the complete extrusion phase optimization problem. We found that with each new
control variable that was optimized, the achievable extrusion times became shorter. By comparing
the non-optimized simulations to the fully optimized process, we found that the extrusion time was
reduced by about 50%. Similarly, introducing initial taper optimization reduced the extrusion time
by about 26% from the case with only ram speed and coolant flow optimization, and introducing
coolant optimization yielded a 23% reduction from ram speed optimization only. To fully conclude
on the effectiveness of the method, however, the model should be validated by comparison to the
relevant real process, and experimental data should confirm the reduced extrusion times.
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Appendix
A Listings

Listing 5: Code that instantiates an ExtrusionProcess(), builds the corresponding NLP, and solves it.

% Define porperties that do not take default value:

nlp.d = 2; Number of collocation points

nlp.nL = 2; Number of disc. points per billet cell
G.nx.billet = 10; Number of axial billet cells

G.nr.billet = 6; Number of radial billet cells
P.rho.aluminium = 2752; % Density of the incoming aluminium billet

o® o° of

o°

nlp.reference_solution = 'Reference.mat' % Provide initial guess to the solver

% Instantiate extrusion process:
myEP = ExtrusionProcess('G',G,'P',P, 'nlp',nlp);

% Build NLP:
myEP.BuildNLP

% Solve NLP:
my.EP.SolveNLP

Listing 6: Defining SX variables.

for name = (loop over sections)
nr = NLP.G.nr. (name); % Retrieve nr for section
nx = NLP.G.nx.(name); % Retrieve nx for section
T_SX. (name) = SX.sym(['T_SX_',char(name),'_0'],nrxnx);

end

for name = (loop over control variables)
C_SX. (name) = SX.sym([char(name),' SX 0']1);

end

for name = (loop over parameters)
P_SX. (name) = SX.sym([char(name),' SX_0'1);

end

Listing 7: Defining initial optimization variables.

for name = (loop over sections)
nr = NLP.G.nr. (name); Retrieve nr for section
nx = NLP.G.nx. (name) ; % Retrieve nx for section
T.(name) = MX.sym(['T_"',char(name),'_0'],nrxnx);
NLP.CLC.S.x.(name){1} = T.(name);

o

end

for name = (loop over control variables)
C. (name) = MX.sym([char(name),' 0']);
NLP.CLC.S.u. (name) {1} = C.(name);

end

for name = (loop over parameters)
P.(name) = MX.sym([char(name),' 0']);
NLP.CLC.S.p. (name){1} = P.(name);
end

Listing 8: Defining collocation variables.

for name = (loop over sections)
nr = NLP.G.nr. (name);
nx = (retrieve nx of section at current disc. point) % This value is not constant for the billet section
for d = 1:NLP.nlp.d
T_coll{d}.(name) = MX.sym(['T_',char(name),'_ ", k_str,'_coll ', num2str(d)],nr*nx);
NLP.CLC.S.coll. (name){end+1} = T_coll{d}. (name);
end
end
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Listing 9: Defining algebraic and parameter equations.

for name = (loop over sections that are independent of the billet section)

dT_SX. (name) = NLP.dT. (name) (NLP,T_SX,C_SX,P_SX,k+1);

dT. (name) = Function(['dT_',char(name)],Input_Cell_SX algebraic,{dT_SX.(name)});
end
for name = (loop over parameters)

Pf_SX. (name) = NLP.Pf.(name) (NLP,T_SX,C_SX,P_SX,k);

Pf.(name) = Function(['Pf_',char(name)],Input_Cell_SX algebraic,{Pf_SX.(name)});
end

Listing 10: Solving for parameters.

(construct Input_Cell{})
for name = (loop over parameters)

g{end+1} = Pf.(name) (Input_Cell{:});
end

Listing 11: Defining next state variables.

for name = (loop over sections)
nr = NLP.G.nr. (name);
nx = (retrieve next nx value of section)

if nx ~= 0
T_next.(name) = MX.sym(['T_"',char(name),' ',k_str]l, nr*nx);
NLP.CLC.S.x. (name){end+1} = T_next. (name);

end

end

Listing 12: Imposing soft constraints.

epsilon = MX.sym(['epsilon_',k_str], 1);

NLP.CLC.S.p.epsilon{end+1} = epsilon;

h_peak{end+1} = T_next.peak — NLP.constraint.lb_soft.peak + epsilon; % h_peak > 0;
h_peak{end+1} = NLP.constraint.ub_soft.peak — T_next.peak + epsilon; % h_peak > 0;

Listing 13: Solve for algebraic states at collocation points.

for d = 1:NLP.nlp.d
(construct Input_Cell{})
for name = AlgebraicNames
g{end+1} = dT.(name) (Input_Cell{:});
end
end

Listing 14: Defining next optimization variables.

for name = [BilletDependentNames AlgebraicNames NonBilletDependentNames]
if (T _next.(name) exists)
T.(name) = T_next.(name);
end
end

if (not the last discretization point)
v_prev = C.ram;
for name = InputNames
C. (name) = MX.sym([char(name),' ', k_str]);
NLP.CLC.S.u. (name){end+1} = C.(name);
end
end

if (not the last discretization point)
for name = ParameterNames
P. (name)
NLP.CLC.S.p. (name){end+1}
end

MX.sym([char(name),' ', k_str]);
P.(name);

end

Listing 15: Impose constraints on steps in ram speed.

h_Dram{end+1}
h_Dram{end+1}

(C.ram — v_prev) + (NLP.nlp.dL/NLP.nlp.vtypical) * NLP.constraint.ub.Dram;
—(C.ram — v_prev) + (NLP.nlp.dL/NLP.nlp.vtypical) = NLP.constraint.ub.Dram;
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Listing 16: Solve for the algebraic states at the discretization points.

for name = AlgebraicNames
g{end+1} = dT.(name) (Input_Cell{:});
end

Listing 17: Constructing Input_Cell{}.

Input_Cell = {};

for name = (loop over relevant sections) % This depends on the function the input cell if used for
Input_Cell{end+1} = T.(name);

end

for name = (loop over control variables)
Input_Cell{end+1} = C.(name);

end

for name = (loop over parameters)
Input_Cell{end+1} = P.(name);

end
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