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Abstract

Plant economic performance is most often related to the operating point, specifically the mean values of the process
variables; meanwhile, most existing performance assessment techniques involve examining the variances or covari-
ances of the controlled variables. A combined approach is to determine the appropriate trade-off between variances
of different process variables in order to operate the plant at the point that provides maximum economic benefit while
satisfying the operating constraints. This problem is referred to as the minimum backed-off operating point selection,
and previous works have formulated it as a non-convex constrained optimization problem. In the current work, a new
technique is introduced that can provide the optimal plant operating point. Additionally, this method provides the
weights for a finite horizon controller that results in the optimal trade-off in process variable variances that will allow
satisfaction of the operating constraints at the optimal operating point. In this method, the plant and disturbance mod-
els for the given process are used to generate data representing possible trade-offs between process variable standard
deviations. Employing a piecewise linear regression to describe the sample points of this standard deviations data
allows for the operating point selection problem to be solved as a small number of linear programs. The advantages
of this approach are demonstrated through the use of mathematical and simulation case studies.

Keywords: Multivariate control loop performance assessment; Optimal plant operating point; Generalized principal
component analysis; Piece-wise linear regression

1. Introduction

In process systems, the manipulated inputs are typically bounded by physical constraints, such as the opening
range of a control valve, while process outputs are more likely to be bounded by safety or quality constraints. These
two types of operating restrictions are termed hard constraints and soft constraints, respectively. Temporary, infrequent
violations of soft constraints occurring as part of the dynamic system response are often tolerated at some level, say
for example, a controlled temperature that is allowed to exceed its upper bound for short periods.

It almost always occurs that higher profit operating regions occur at the operating boundary created by the intersec-
tion of constraints [1]. For single-input single-output (SISO) systems, this has led to the observation that decreasing
the variance of the output allows the operating point to be moved closer to boundary, thus increasing the profitability
[2]. This phenomenon is illustrated in Fig. 1 for the case of a variable y whose mean value we wish to maximize,
but whose value is limited by a hard constraint y,,. Initially, y has a distribution characterized by mean value y, and
standard deviation o,. If through some means this standard deviation could be reduced to o7, then y could be moved
closer to y,;, allowing this variable to take on more profitable operating value .
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This connection between output variance and profitability led to the creation of the minimum variance index (mvi)
as a measure of the control system performance in SISO control loops [3]. The minimum variance index benchmarks
the current variance of the controlled output against the theoretical lower bound of achievable output variance. The
mvi has seen wide adoption in the process industries, as its use provides a measure of performance that requires the
use of only routine operating data along with knowledge of the process time delay in its calculation[4].

Due to the successful application of the minimum variance index to SISO systems, researchers have attempted to
extend the idea of variance benchmarking of control loops to multivariate systems. Methods which rely on knowledge
of the system interactor matrix [5, 6], as well as methods that do not require this device [7], were introduced in order
to provide the theoretical minimum sum of output variances achievable for a given set of process and disturbance
models. However, the utility of minimum variance benchmarking for multivariate systems is less clear than that
for SISO systems, as decreasing the variance of one process variable can often cause other variables to increase in
variance which may force the whole system to be further backed-off away from the optimal operating region. Even
for SISO systems, the trade-off of variance between the controller output and process output should be considered in
many cases [8].

Another way to look at the input and output variances, providing a clearer connection to plant economics, is as
limitations on the choice of the plant operating point. The standard deviations of plant variables determine how close
that the actual plant operating point can come to the optimal operating point that lies upon the boundary formed
by operating constraints. Finding the optimal backed-off point is called the minimum backed-off operating point
selection [9, 10]. This usually involves transforming the original operating constraints on input and output values
into a probabilistic form, wherein the constraint on each variable is written in terms of the standard deviation of
that variable. Then the choice of operating point, along with the target variance of each process input and output,
is selected within an optimization problem, with an objective function representing the process economics. A brief
overview of the various approaches ( along with their limitations) used to solve the minimum backed-off operating
point selection is discussed.

1.1. Motivation & Important Contributions

The work of Chmielewski and Manthanwar [11] along with that of Peng et al. [12] formulated the minimum
backed-off operating point selection as a problem with a linear objective function with convex and reverse convex
constraints. They required the use of a branch and bound solution technique to solve for the optimal operating point.
Nabil et al. formulated the problem in a similar manner, and used an iterative solution technique to deal with the non-
convexity [13]. Zhao et al. considered a more restricted problem in which not all of the input and output variances
were free to vary [14].Their formulation was valid for any model type provided that the control weightings describing
the trade-off between the variances of the process variables were predetermined.

The current work seeks to consider the determination of controller weights as part of the overall optimization
problem. However, unlike the aforementioned earlier works, herein the problem’s constraints are linearized in order
to eliminate the need for non-convex or iterative programming. The method proposed is capable of minimizing the
variance of input and output variables in an integrated manner, hence suitable for multivariable process. Further, the
proposed method obtains the solution to the optimization problem by solving a number of linear optimization tasks,
one of the important contributions of this work. This is possible because of the use of the ideas of gpca (generalized
principal component analysis) and k-DOP (discrete oriented polytopes). These ideas have not been used before in
multivariate controller performance assessment.

The proposed methodology requires a multivariate finite impulse response model of the plant and the disturbance
affecting the process. A large sample of the closed-loop standard deviations of the process variables is then generated
for the system under analysis. A piecewise linearization and subspace bounding procedure for this generated data
is then used to generate linear equality and inequality constraints to describe the relationship between the standard
deviations of different process variables. The economically optimal operating point can then be determined by solving
a small set of linear programs. Section 2 provides an introduction to some of the existing data handling and modelling
techniques (Generalized Principal Component Analysis (gpca) and Discrete Oriented Polytopes (DOP)) applied in
later sections. Section 3 contains the formulation of the operating point and variance tradeoff problem to be solved.
Section 4 contains the proposed method for solving this problem. Section 5 contains both mathematical and simulation
examples to demonstrate the proposed approach. Finally, conclusions are provided in Section 6.



2. Preliminaries

This section introduces several techniques that will be applied in later sections. The first two techniques are for
piecewise linearization and bounding of a multidimensional surface, while the last is useful for modeling step-type
process disturbances.

2.1. Generalized principle component analysis

Generalized principle component analysis (gpca) is a technique that allows for simultaneous data segmentation
and model estimation for a data set that has come from a collection of linear subspaces of potentially unknown number
and dimension [15]. gpca formulates either a set of factorable polynomials or else a basis for this set, allowing for
an algebraic solution for the determination of the unknown data subspaces. A statement of the problem which gpca
serves to solve is as follows: Given a data set {x j};\’:”l consisting of N, points existing in RX, drawn from k linear
subspaces {S; C R}f;l of dimension K; = dim(S;), identify the following [15]:

1. the number of subspaces (k) and the dimension of each (K;)
2. abasis for each subspace §;
3. the membership of each data point x; (j = 1...N,) in one of the subspaces S ;.

Fig. 2 shows the outcome of this procedure for an illustrative example. In Fig. 2(a) data is plotted on its original set
of axes. In Fig. 2(b) three gpca-determined subspaces are plotted that are proposed to represent the data. Subspaces
S1 and S, are each of dimension 1, while S is of dimension 2. In addition to giving the number of subspaces and
their basis vectors, gpca will also provide the membership of each point. In Fig. 2(c), the data points are projected
onto their respective subspaces, and the transformed points are shown in the local subspace coordinates.

The gpca algorithm works by formulating the segmentation and projection problem as an algebraic problem de-
scribed by a polynomial and its derivatives. gpca allows for the subspaces to have arbitrary intersections with each
other and can be used alone or as an initialization method for other segmentation techniques such as k-subspaces or
expectation maximization [16]. For details on the exact steps of the gpca procedure, the reader is referred to the works
by Vidal et al. [16, 15]. In Section 4, it is proposed to use the polynomial differentiation algorithm implementation of
gpca in order to determine a piecewise linear approximation to a surface in high dimensional space.

2.2. Discrete oriented polytopes

Discrete oriented polytopes have been widely applied in the field of computer graphics for use in performing fast
collision detection between moving objects [17]. A k-DOP is a discrete oriented polytope that is constructed from &
hyperplanes. Besides bounding of computer graphics objects, a k-DOP can be constructed to bound any collection
of multidimensional data. For bounding a set of data points with a k-DOP, in each of « directions, the maximum
projected magnitude of data projected onto that direction gives the point of intersection for the hyperplane normal to
that direction. Fig. 3 illustrates the construction of a k-DOP on an example data set. The number and orientation of
the bounding hyperplanes is user-defined, where the only requirement is that the choice of hyperplanes is sufficient to
form a closed bounding volume.

In Section 4, the use of gpca provides a piecewise linear approximation to a bounded set of data in high dimension;
however, the hyperplanes that are generated by gpca for this purpose are unbounded and extend to infinity. Therefore
it is proposed to project the original data set onto the piecewise linear subspaces determined via gpca, and then use
k-DOPs upon each set of projected data, thus providing a bounded piecewise linear approximation to the surface
described by the original data set.

2.3. Modeling of step-type disturbances

Processes are often affected by step type disturbances that last much longer than the controller time step. Distur-
bances of this type have been termed ‘deterministic’, but, as the value of the disturbance at any future time cannot
be predicted with certainty, they are also of stochastic nature. One common way to represent step disturbances as
stochastic processes is the use of an integrated white noise model; however, a disturbance following this model will
become unbounded as ¢+ — oo [18]. This means that the disturbance cannot be canceled by a bounded set of input
moves, and either the input or output of the process will become unbounded when this disturbance model is used.
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In order to avoid this unbounded behavior, a stochastic discrete-time model for step disturbances similar to the
one defined for pulses in chapter 3 of [19] is used in this work. Let 7. denote the controller sampling time, and
suppose that the disturbance has a mean time between step changes of w; samples, where p;, is integer-valued. Then
the disturbance model is

ey

P L if t € {uy, 2uy, 31y, ...}
t = .
d,~1 otherwise

where qa, is a Gaussian white noise process with mean zero. Here we consider the process a;, with a,, = a, for every
1 and zero at all other samples. Then the step-type disturbance can be written in finite response filter form,

= fz Dayy 2
=+ + 47" Vay,
where 77! is the backshift operator. With the above representation, if the original process a, has variance o2, then the
sampled version a,, will have variance 0'5 [us [19].
For a multivariate system, if vector d, contains n, step disturbances, denoted d;;, i = 1...n,, each having a
respective mean step length of y,; samples, then the (i, )" entry of multiple-input multiple-output (MIMO) diagonal
step filter F(z™!), can be expressed

Fii(Z_]): 1 +Z_l +,..+Z_(I—‘.\-,i—l) ) (3)

The input is vector white noise process a,, of length n;, wherein each element is constructed by sampling white noise
process a,; according to respective step length u,; (i = 1...n4). Each of the diagonal entries of X,, the covariance
matrix of a;,, can be computed according to

i = 0'§ il Msi (€Y

where o- ; 18 the variance of the iy, scalar white noise process sampled in order to construct vector process a;,. Finally,
the resultmg vector of step disturbance processes can be simply written

= F(z Yay, ®)

Matrix X, and the disturbance model of Eqns. 3 & 5 will be used in the following sections to compute the closed-loop
variances of process variables as these quantities depend on the properties of the disturbance.

3. Problem Formulation

In this section, an optimization problem is formulated for choosing the operating point for a certain class of
constrained linear systems subjected to stochastic disturbances. The operating point can be expressed as a pair of
vectors, (¥, it), where y contains the mean value of each of the process outputs while # contains the mean values of the
controller outputs. The present method requires that the system under analysis is able to be described with linear finite
impulse models of both the process and disturbance, with each disturbance driven by a Gaussian white noise process,
as shown in Fig. 4. In that case, the process output can be expressed as

Vi = Yo = HEZ D — up) + Nz 1d, ©6)

where y, and u, are the process output and controller output vectors at sample time ¢, (y,,u,) is the linearization
point around which Eqn. 6 is valid, d; is a disturbance of the type in Eqn. 5, and H(z™') and N(z™') are multivariate
discrete finite impulse response models of the plant and disturbance, respectively. The plant and disturbance models

can be expressed as H(z~ h = Z Hiz"and N (z~ ) = Z Nz, respectlvely, with Ny and Np being the order of each

finite impulse response model Whlle H; and N; are the matrlx coefficients of the respective models. It is a standard
assumption that there is a delay separating the change of any controller output from its effect on the plant output, so
that Hy = 0.



Eqn. 6 can also be expressed in terms of deviation variables as
i = HE@ up + N d, (7)

where y2 =y, —y, and u® = u; — u,.

Within the process industries, it often occurs that input variables are restricted by physical constraints, such as the
amount that a valve can open and close, whereas output variables are constrained by quality, safety, or operational
concerns that allow for temporary violations; these restrictions are termed “hard” constraints and “soft” constraints,
respectively. As in previous works on operating point selection [12, 14], the current method uses a probabilistic
description of constraint satisfaction. In this way, soft constraints on each of the outputs y; (i = 1...n,) can be written
as

Priyw; < yii <ywi} =21 - (3)
where Pr{-} is the probability operator, y;,; and y,;; are the lower and upper bounds on output i, and «; is the permis-
sible level of constraint violation. If y,; is generated from a Gaussian process having mean y; and standard deviation
0y, the previous constraint will be satisfied if

Vib,i + Zy,io-y,i < _)_)i < Vub,i — Zy,io-y,i (9)

where z,; is the z-score associated with violation level «;/2. For example, if y,; is required to stay within its bounds
Vibi> Yub,i) 95% of the time, then a; is 0.05 and the corresponding z,; equals 1.96. In this case, y;; < y,; is expected
to occur less than 2.5% of the time, with this same violation rate expected for y;; > y,»,;, leading to the satisfaction of
Eqn. 8.

For consideration of hard constraints during operating point selection and controller design, a similar framework
as above can be used. While this probabilistic formulation cannot enforce hard constraints, it can make violations of
them unlikely enough that performance differences versus the real process are negligible. If each set of lower and
upper bounds, (uy, j, uup,;), for controller output u, ; (j = 1...n,) is written as

u;b,j+zuyj0'u,jsﬁjSuub,j—zu,jau,j (10)

then setting z,,; equal to 3, for example, ensures that the violations of the bounds are predicted to occur less than
0.3% of the time. In practice, actuator saturation will occur instead of constraint violations, but the low frequency of
occurrence should allow for negligible differences between the real and modeled processes.

For a system which allows for this description of process, disturbance, and constraints, the problem of optimizing
an economic objective function with linear profit dependency on the mean values of the process variables can be

expressed as
T

N L‘tfnaa'l,i o J = cfy-cln
subjectto:  yp +2z,0y < F <y — 20y
Up + 2,0y < U< Uyp — Oy an
yA = H@E Yl + Nz Hd,
-y = K(u—u,)

where J is a measure of economic performance, c, is a vector of coeflicients giving value to the level of each output
variable, ¢, is a vector of cost coefficients associated with each controller output level, K is the steady state gain,
while yy,, 2y, Yup, Oy, Wb, 2y, Uyp, 0 are vectors of the associated indexed quantities defined in Eqns. 8-10. This linear
objective function is usually applicable to cases where the output represents the product with ¢, denoting its cost while
the input u is the total energy (c, is the associated cost) incurred to develop the product. This is one of the widely
used objective functions in linear programming problems. However, this linear objective function could be modified
depending on the control problem at hand, provided the model and other constraints in the above optimization problem
of Eqn. 11 are valid. For instance, the objective function could be modified to minimizing the sum squared deviation
of the process and controller outputs (as discussed in Nabil ef al. [13]) from a reference value of interest.

The optimization problem of Eqn. 11 is not yet in a solvable format since the connection between the process
model and the process variable standard deviations is not explicit. The following section details how to generate a
surface of Pareto optimal standard deviation values, o, and o, from the impulse response model of Eqn. 7 and to
furthermore create a bounded piecewise linear approximation of this curve so that the optimization problem of Eqn. 11
can be solved as a series of linear programs.



4. Solution Method

This section first details how a relationship among and between the entries in the vectors o, and o, can be
generated. Following this, a procedure for the piecewise linearization of this relationship is introduced. This novel
method allows the optimization of Eqn. 11 to be obtained via the solution of a small set of linear programs.

4.1. Generating Pareto Optimal Standard Deviations

The objective and each of the constraints in Eqn. 11 are linear, except for the process description of Eqn. 7. Also,
it is not yet explicit how the allowable set of output and input variances (o, o) are to be generated. This section
will show how the set of admissible o, and o, are obtained as part of the solution to a set of finite horizon control
problems relevant to the process of Eqn. 7. Much of the following developments in this subsection are based on the
framework used for minimum variance performance benchmarking introduced by Ko & Edgar [20], but are presented
with appropriate modification for the different problem now considered.

In this section, it is desired to solve a control problem for the system of Eqn. 7. Consider a finite horizon length
control law which selects Ny moves for each controller output, which means that the plant response can be calculated
for Ny + Ny total time steps. Now considering the disturbance model of Eqn. 5 along with the disturbance term in
Eqn. 7, the step filter F (z™") has Ny = max jet..ns(Us,j) coefficients which, when convoluted with filter N, gives a
total disturbance response of length Np + Ny time steps. To create equivalent length plant and disturbance responses,
take N = max(Ny +Npg, Ne+Np), then append zero coefficients to either the plant response filter H(z™") or disturbance
response filter N(z™!) so that finally plant and disturbance both have equal response length N = Ny + Ny = N + Np.
Also, it will be useful in the following analysis to redefine the disturbance impulse response filter in Eqn. 7 to be
driven by noise a;, instead of step disturbance d;. To do so, the disturbance filter N’(z"!) is defined by

NGE@EH=NzYHY«FEhH (12)
max(N—i,Nr)

Np N-1
. . ¢
= ENiZl E FjZ]: EN}Z
i=0 Jj=0 =0

where the coefficients of filter N’(z!) must be calculated according to the convolution product.
Since it is desired to compute the variances of both plant inputs and outputs, it is useful to augment the plant and
disturbance models with the plant inputs treated as additional outputs. The augmented model takes the form

] [HEY 0 N (!
ytz[i%]z[ ((Z) ) 0 ut+ (S )]as,, (13)

= H(z Y + Nz Dy,

where H(z™') is the augmented plant filter, and N(z™") is the augmented disturbance filter, which can be expressed

Nu N-1
as Hz™") = Z Hiz'and N(z™!) = Z Nz, respectively. Note again that u® and y* represent deviation variables
i=0 i=0

and not increments in y, and ;. _ _
From the MIMO plant filter impulse coefficients H; that make up plant model H(z™!), the dynamic matrix Gy, can
be defined as:

(Hy 0 0 0]
0 0
Hy, - Ho 0
Gyv=| 0 Hy, Hy (14)
0 0 Hy, -
0 0 Hy,




No
Also, matrix Dy = .| can be constructed from disturbance filter impulse coeflicients ﬁi describing the total
Ny-1
disturbance effect resulting from a single white noise vector impulse ag from sequence a,,. Therefore, the effect of ag
on augmented output y, can be written

¥y = Gyuy + Dyag (15)
Yo M@
where yf, =| . |and u]%, =
IN-1 Mf,l,_l
Suppose it is desired to achieve the minimum of a weighted sum of input and output variances

ny i
oy = Z wy,,-O')z,’i + Z wwo'ij (16)

i=1 j=1

through proper manipulations of u2. First, letting wy and w, be the vectors whose entries are w,,; and w, ;, respectively,

construct weighting matrix W = diag([wyT. wg]) along with matrix Wy, which contains N repetitions of W on
its block diagonal. Then, minimizing the weighted sum of variances is equivalent to minimizing the expectation
]E(yfv WNyﬁ). The solution of this weighted linear least squares problem is well known, with the optimal uﬁ given by

Uy
uy=Uyag=| : |ao 17
Un,-1
= ~(GyWnGn)* Gy WyDyag

where Uy is the projection matrix —(G]{, WNGN)"G;, WxyDy, and each coefficient U;,i = 0... Ny—1,is of size n,, x 1. If
the values of the random shocks a;, are either known or can be estimated, the coefficients U; can be used to construct
a feedforward controller. Due to the statistical independence of the white noise sequence a;, in time, the principle of
superposition holds [20], and this controller takes the form u, = — Zﬁi ‘671 U,a,—;. Similarly, the closed-loop response
to shock ag can be written as

Yo
yv=Yyao=| : |ao (18)
Yno
= [ - GN(GLWNGy)* Gy Wy]Dyag

where each Y; is a (n, + n,) X 1 coeflicient. Then, the response to sequence a,; can be computed via the filter equation
N-1
e =- Zi:o Yiag, ;.
It follows that the covariance matrix X of the augmented process output y that corresponds to the minimized O'%,V
is computed through

N-1
5= ) VY] (19)
i=0

with this result due to the statistical independence of any terms within white-noise sequence a,,, which provides
cov(as,—i,as,-j) = 0 [8]. Finally, the vectors o, and o, can be obtained by taking the square root of the diagonal
elements of X5. The standard deviation points generated in this manner are Pareto optimal, meaning that lowering the
value of any entry in o or o, requires that one or more of the other values within these vectors must be increased.
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To create the Pareto optimal surface of (o, 0,) values, this procedure should be carried out repeatedly over a wide
range of values of the weights within matrix W (by varying the entries in w, and w, from 10~* to 10*, for example).
The resulting surface of these points in (o7, 0,) space represents a description of the possible trade-offs in variation
between different process variables.

4.2. Linearization of (o, 0,) Space

The Pareto optimal standard deviations will create an open surface within a space over (n, +n,) dimensions, where
n, is the number of inputs and n, the number of outputs. In order to proceed, it is proposed to create a piecewise-linear
approximation of the Pareto surface. For this purpose, the technique of Generalized Principle Component Analysis
(gpca) is employed [15]. For data points in the K-dimensional space of real numbers, gpca can determine the optimal
division of these points into a set of linear subspaces {S i}le, along with simultaneous determination of the basis for
each linear subspace.

. o . . .
First define o = [o-y ] and let {o j}yz"l be a set of o vectors generated using the procedure of the previous section,
u

where N, is the total number of standard deviation samples generated. This set is assumed to be representative of the
surface of Pareto optimal o values. Then, the gpca technique can be used to determine the number of linear subspaces
k and the basis vectors for each of these subspaces that best represents the o~ data. Using the subspace basis vectors
and membership of each data point, both of which are determined via the gpca procedure, each point in the set {o; }?/:”]
is projected onto its assigned subspace. If V; is the matrix whose columns are the basis vectors of the subspace §; of
the standard deviation data, then

Py; = V(VIvyrvl (20)

is the projection matrix for V;, where (ViT Vi)* denotes the pseudoinverse of the product ViT V;. Therefore, if point o;
was determined to belong to subspace i, its projection onto the linear subspace S ;, expressed in the original coordinates
(o7, 0), 1s given by

0= Pyi(0 = o) + Hoi 21

where f,; is the mean of the o; belonging to subspace i. Therefore, it follows that any o belonging to the i”" linearized
subspace must satisfy:

(Py;i = D0 = pigzi) = 0 (22)

With Eqn 22, a set of constraints has been formulated that restricts o of Eqn 11 to a set of linear subspaces {S ,-}fle .
However, these subspaces will be unbounded and thus allow for o points far outside of the original Pareto surface.
To restrict o to a bounded set that represents the original standard deviation data, the k-DOPs method introduced
in Sec. 2.2 is applied to each of the gpca-determined subspaces. If vector s is a chosen bounding direction within
subspace S ;, then the boundaries on ¢ in directions s and —s can be expressed as:
min(sTPWO'j) < STPMiU < max(sTPwo-j) (23)
oi€S; oj€S;
where the o; are the Pareto optimal standard deviation points determined to belong to subspace i.
Then, after this procedure is carried out over a set of directions {s} on each subspace S;, the model satisfaction
constraint, Eqn 7, is transformed into a pair of matrix equality and inequality constraints that describe a series of
hyperplanes approximating the o relation in addition to the bounds of each hyperplane, as follows:

Ou

Al [Uy] <b C [”y] = d 24)

where A, b, C', d' are coeflicient matrices corresponding to the i" linearized subspace, i = 1 ...k, where k is the

number of subspaces identified, and
Al = s" Py; b= maxg es, (s” Py,o))
—STPV,,‘ - ming-/eg[(STPV,iO'j)
C'=Pyi—1 d' = (Py; — Dpto (25)



with the result that the surface of o~ data has been approximated with a set of linear and bounded subspaces. At this
point, the optimal operating point and o~ can be found by solving Eqn. 11, with the substitution of Eqn. 24 in the place
of model Eqn. 7. This proposed framework for piecewise linearization and optimization is summarized in Fig. 5.
Detailed examples, illustrating how this procedure is used, follow in the next section.

Remark 4.1. In the proposed approach, controller weights are obtained by mapping the o [0y, 07,,] space to the space
of controller weights. With the help of this mapping, the optimal controller weights are obtained based on the optimal
o values obtained by solving the equation 11 as per the method outlined in Figure 5. In the proposed approach,
controller weights are obtained by mapping the variance space to the space of controller weights. With the help of
this mapping, the optimal controller weights can always be obtained in the least squares sense. It should be noted that
since approximations are used (whether piece-wise or nonlinear), there is no guarantee that controller weights are
globally optimal for the particular values of the variance. Nonlinear mapping (like neural networks used in section 5
and other Kernel methods) approaches might perform better in some specific cases.

Remark 4.2. The proposed approach tackles the optimization problem defined in equation 11 using an approximation
of the o space resulting in a solution using a number of linear optimization tasks. In this sense, the proposed approach
is numerically efficient compared to several other approaches discussed earlier. However, theoretically, there is no
guarantee that the proposed approach will yield globally optimal results.

5. Examples

In this section, two case studies are presented which demonstrate the use of the proposed operating point and
controller selection technique. In the first, the calculations described in Sec. 4 are presented for a simple 2-input 2-
output discrete time plant model. In the second example, the method is applied to a 3-input 3-output continuous-time
simulation model.

5.1. Wood & Berry Column Model

The first system studied is a discrete approximation of the Wood & Berry column model [21] with additional
transfer functions defined to allow for two output disturbances. The plant H(z™") and disturbance N(z") transfer
functions used were

0.744772 —0.8789z7*
-1y — | T-0.9419zT  1-0.95357
H(z™) = | Tis0 ~0.57867 "
1-0.9329z 7  1-0.91237"
and
277! 0.9
-1\ _ 1-0.87 1-0.7z 1)(1-0.77 !
NE™) = 0.9 (07 a0
(1-0.7z-H(1-0.721) 1-0.871

The disturbances d; and d,, which are the inputs to noise filter N (1), were of the form of Eqn. 2 each with a mean
0.125 0

0 0.125
of the plant and disturbance models to finite impulse response form, and so the multivariate discrete transfer function
matrices H(z~') and N(z~') were approximated by Ny = 100 and Np = 130 impulse response coefficients, respec-
tively. A control horizon of Ny = 50 was selected, leading to the closed-loop disturbance impulse response between
each disturbance d; and output y; to have 150 coefficients.

The linearization point was [y, y2, u, w17 =190, 90, 55, 5517, while each input was constrained to operate within
the (hard) bounds (u,u.,) = (0,60) and each process output was required to stay within the bounds (v, y.p) =
(0, 100) at least 95% of the time.

The objective function to be optimized was:

step time u; = 20. The noise covariance was X, = [ } The proposed method requires transformation

max  J=ci-ci=[5 9] Bl] -2 2] [Zl] (26)
2
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The procedure of Sec. 4.1 was used to minimize the weighted sum wy, 107 +Wy 207 5 Wy, 107, | +Wy 207, , Tepeatedly,

wherein each of the weights wy 1, wy.2, W,.1, W2 were varied in the range 107 to 10%, and approximately 35000 points
in (0,1, 0u2,0y.1,0y2) space were obtained. Subspaces of the resulting 4-dimensional space are shown in Fig. 6(a-c).

By following the procedure in Fig. 5, the original (0,1, 0,2, 07,1, 02) space was then approximated in the form
of k = 7 piecewise linear and bounded spaces. Fig. 6(d) shows each o point of 6(c) projected onto its gpca-identified
subspace. There is minor distortion of the o~ data observable, but the general bounds of the data are preserved. The
gpca and k-DOPs procedures led to equations of the form Eqn. 24 for each linear subspace. The optimization of
Eqn. 11 with objective function defined by Eqn. 26 was carried out once for every linear space, then the results for
each were compared in order to select the optimal operating point and associated controller weights. In the following,
this way of determining controller weights via the technique proposed in this work is referred to as Case I or the
“optimized case”. The resulting closed-loop disturbance impulse response of each of the process variables to white
noise process a;, are shown in Fig. 7 for this case. It is observed that the variables y; and y, have significant variation
in their response for 10-20 time steps, whereas the form of matrix H(z™!) suggests a deadbeat control response could
be achieved in as little as 4 time steps.

Therefore, the case traditionally referred to as “minimum variance” or “singular LQ” control was also considered
for comparison against the present technique. In minimum variance control, the controller weights are set as w,; =
wyo = land w, 1 = w, = 0. Using these weights within Eqn. 19 to generate the standard deviations of y; and u,, the
optimization of Eqn. 26 was then carried out subject to the constraints on the operating point. The economic objective

value achieved for this case was J,,, = 635, whereas a value of J,,; = 746 was obtained by using the proposed
J, opt — J, my .

T x 100 = 15% which shows about 15
percent lost economic potential when using the minimum variance contro?ler compared to the optimal case.

Fig. 8 presents the operating region of each of the process variables for both the minimum variance and optimal
control cases. It is noted that although y; and y, have reduced variation in the minimum variance case, they are much
further from the more profitable region that is located near the upper bounds of these variables. This suboptimal
behavior can be explained as follows: when decreasing o, and o, relative to their values in the optimized case,
the resulting trade-off is that the values of o, ; and o, are inflated, pushing the whole operating point far from the
optimal region. It is noted that in Fig. 8, both u; and u, are against their upper bounds for the minimum variance case.

Fig. 9 presents the closed-loop disturbance impulse response of each of the process variables in the case of mini-
mum variance control. Comparing against the responses in the optimal case (Fig. 7), it is noted that although deadbeat
control is achieved, the variation has indeed been transferred from the process variables, y; and y,, to the controller
outputs, u; and u,. These observations are consistent with those in earlier works, which concluded that minimum vari-
ance control is often undesirable because of a variety of ill effects caused to transferring variability to the controller
outputs [8].

procedure. This difference can be quantified by the measure y =

5.2. 3-input 3-output Control Problem

The second example that is now considered is a modification of the version of the Shell control problem examined
by Maciejowski[22]. The continuous-time plant and disturbance transfer functions, H(s) and N(s), for this system are
given by

4.05¢777 1.77¢728¢ 5.88¢7%7¢

syoets st gt
— 391 T2e” Qe ¢
H(s) = | 2507 605+ 40541 @7
4387205 4.42¢72% 7.2¢7
33s+1 4ds5+1 195+1
and
1.2 1.44
gl Al
N(S) — 1.52 .83 (28)
255+1 20541
14 5%

275+l 32s+1
Two measured disturbances were considered: the first, d; is a step-type disturbance with a mean time between
value changes of 100 minutes, while the second, d, was a load disturbance whose value changed only every several
days and furthermore only took on values from the set {—0.25,0,0.25}. Disturbance 1 is treated as a stochastic
disturbance in the framework of Eqn. 2 and so feedforward control is implemented to reject its effects on the outputs.
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Changes in the second disturbance are both large in magnitude and infrequent, so it is proposed to deal with this
disturbance by changing the overall system operating point in an optimal way, whenever the disturbance level changes.

Several operational restrictions for this system are now described. The first two outputs are required to keep a
mean value equal to their set-points y; = y; = 0, while the third output is free to vary within its bounds. All three
system inputs are free to vary within their bounds. The inputs and outputs are bounded as follows:

-05<u,;<05,i=1...3 (29)
-05<y,;<05,i=1...3 (30)

However, the constraints on u, correspond to limits of valve movement and are treated as hard constraints, whereas
the bounds on each output y,; can be violated up to 5% of the time.

Other than these specifications, no variable within this system has been assigned a cost or revenue, except for
u3 which is directly related to the amount of steam that is used in the reboiler. Since this is the only variable with
economic value, the relative cost of ii3 can be assigned to be 1, and the objective function for this system can be
written

max J = —ii3. 31

As indicated, the optimization of Eqn. 11 was carried out three times, once for each potential value of d,. To handle
the different magnitudes of d5, the last constraint in Eqn. 11 was modified to become (y — y,) = K(it — u,) + K;d>,
where steady state gain K; was determined according to N(z~!). Two cases were considered: Case 1 used the tuning
determined by the algorithm in Fig. 5, while in Case 2, the controller was heuristically tuned, using the weights
Wyl = Wyo = Wy3 = Wy = w, = 1, and w, 3 = 10, where a large weight was associated with input u3 because of this
variable’s relation to the economic objective.

To proceed with the procedure of Sec. 4.1, the transfer functions of Eqns. 27 & 28 were first discretized using
an impulse-response invariant approximation with controller time step 7. = 1 min, then further transformed to finite
impulse response form. The plant impulse response model contained 200 matrix coefficients, while the control horizon
was selected as 150 time steps. This meant that the closed-loop disturbance impulse response was computed for 350
time steps.

The weights in Eqn. 16 were varied in the range 102 to 10 to create a data set of approximately 16, 000 points in
o space. Using the gpca algorithm, it was determined that the use of 9 linear subspaces provided a good approximation
of the original data. Each subspace obtained via gpca was an unbounded hyperplane in 5 dimensions, and so the k-
DOPs method was used to bound each hyperplane in 242 directions. Then, the optimization problem of Eqn. 11 with
objective function Eqn. 31 was solved on each of the bounded subspaces, the solutions for each subspace compared,
and the overall optimal operating point and process variable standard deviations selected.

Because of the high dimensionality and sparse distribution of sample points in o space, to benchmark if the
controller weights identified using the piece-wise linear approximation of the o~ surface was adequate, it was decided
to use a neural network to map the space of o to the space of controller weights. A single hidden layer network
with 20 nodes was trained on the sampled o data and was used to find the weights (w,,w,) based on the optimal
(0y,0,). With the weights determined in this manner, an objective function within 1% of the original optimum was
achieved, giving evidence that the piecewise linearization procedure of Fig. 5 provides an acceptable approximation
to the o-space.

Fig. 10 presents the controller weights used in each the optimal and heuristic tuning cases, as well as the resulting
standard deviations of the process variables. While in the heuristic tuning case, low variation is achieved for variable
us, it is seen from the optimal tuning that the most important variables (in terms of reducing their variation) are y; and
u;. In fact, for these variables the heuristically tuned controller does relatively poorly.

Next a simulation of the system described by Eqns. 27 & 28 was carried out in Matlab Simulink. The simulation
was run for 10* min for both the optimally tuned and heuristically tuned cases; in each case, the operating points
determined during the optimization were implemented according to the level of d,, where this disturbance changed
level approximately once every 2.2 days. Fig. 11 shows the results of the simulation trials. It can be seen that
disturbance d, has relatively frequent fluctuation compared to d5, supporting the decision to treat this variable within
the stochastic framework.

The motivation for the relatively high weights given to w3 and w,; in the case of the optimal tuning can be
observed from Fig. 11. In both the optimally and heuristically tuned cases, it appears that the constraints on these
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variables are preventing further decrease in the level of u3. In Case 1, the optimal tuning assigns low variance to
u; allowing it to be closer to the constraint boundary, which permits u3 to take on relatively low values. However,
in the case of heuristic tuning, variable u; is making frequent large magnitude and sudden changes that require this
variable’s mean value to be held far away from its constraint boundary. This in turn limits the flexibility provided to
variable u3, thus reducing the achievable performance in this heuristically tuned case. The mean value of the objective
in Eqn. 31 achieved for the case of optimized tuning was J,,, = 0.29, while for the heuristically tuned case, it was
only J,,, = 0.19. Computing the lost economic potential as defined in the previous example, it is seen that the heuristic

Topt = Iy

tuning case performs y = ™ % 100 ~ 34% worse than the case where the optimal trade-offs are made.

opt
In some cases, the amount of variability exhibited by the outputs of the optimal case may not be acceptable for a

certain variable. Whereas in traditional controller design, this would have to be handled via trial and error adjustment
of weights within the controller’s objective function, in contrast, the optimization formulation of this work allows
that the standard deviation of any process variable can be hard-capped simply by the addition of a constraint to the
optimization problem in Eqn. 11. The ability to more directly state process requirements and economic objectives
within the framework proposed in this paper (and similar methods) is an advantage compared to traditional hierarchial
operating point selection and controller tuning methods.

Remark 5.1. Though the potential of the proposed approach is demonstrated on square systems, it is a generalized
method applicable to non-square systems as well. If the multivariate finite response models of the process and dis-
turbance behaviour are available, then an optimization problem described in equation 11 could be formulated and
solved using the proposed approach for multivariate systems under additive disturbances.

6. Conclusion

A novel approach for economical optimization of constrained multivariate control systems has been introduced.
The proposed method requires plant, disturbance, and constraint information, but returns an estimate of both the
optimal achievable economic performance, as well as the minimum backed-off operating point and controller weights
that can provide this performance level. The two case studies presented in this work showed that the new method can
be used to derive higher economic benefit compared to other methods for controller design.

Currently, the proposed approach assumes the existence of a multivariate predictive controller and obtains the
controller weights by solving the minimum backed-off operating point selection problem. This method could be
extended for identification of a MIMO controller wherein the controller structure and parameters are functions of
the decision variables in the optimization problem solved in this work. Though this could leading to a complex
problem compared to the one considered, with a proper framework, synthesis of MIMO controller could be achieved.
Another important requirment/assumption of the proposed method is the availability of finite impulse response plant
and disturbance model. Future work is directed towards development of algorithms to obtain a reasonable model of
the plant and disturbances from routine operating data with minimal excitations that could be used in obtaining the
FIR model of the process.
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Figure 1: Variance and operating point interaction in SISO systems
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Figure 2: Illustration of gpca: (a) original data set; (b) gpca-determined subspaces; (c)projection of points onto low-dimensional subspaces
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Figure 5: Operating point and controller weights selection algorithm
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Figure 6: Wood & Berry column: Subspaces of the (07,1, 02, 07,1, 07y,2) space
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Figure 7: Wood & Berry column: Disturbance impulse responses under the optimized controller
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Figure 8: Wood & Berry column: controller weights and resulting dynamic operating regions
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Figure 10: Shell control problem: (a) controller weights (logarithmically scaled bars) and (b) resulting process variable standard deviations (linear
scaled bars)

21



yl_e_ 0.6
Y2 e

Case 1: System Outputs

02
V3 —o—
System Disturbances s
1 -0.
di— dy -
-0.6 . N N "
0 2000 4000 6000 8000 10000
time (min)
Case 2: System Outputs
[ e e
- l0 2000 4000 6000 8000 10000
time (min)
Y176-
Vo -
V38— osprsmeit

8000

0 2000 4000 6000

time (min)

10000

Case 1: System Inputs

U~
Uz —o—,

4000 6000
time (min)

8000 10000

0.5

0

TPE
Up s |

Uz —o,

0

4000 6000
time (min)

8000 10000
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