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Abstract. To improve the efficiency of multi-flow tube furnaces, a multi-parameter advanced 
cohesive control system is proposed. Stabilization of the main technological parameter, i.e. the 
resulting temperature of the output material flow, is carried out by supervisory control of flow 
rates on the inlet coils, taking into account the existing limitation on the loading of the apparatus, 
while meeting the requirement of a uniform temperature profile. To create an optimal combustion 
mode, an additional circuit for regulating the discharge in the radiant chamber of the furnace on 
the line of atmospheric air supply to the burner registers according to the residual oxygen content 
in the flue gases is introduced. In the developed simulation model of the control system the 
possibility of shockless transition between the basic, as in production, and advanced variants of the 
control system is realized. Transfer functions of the multilink control object, as well as the tuning 
parameters of the regulators on individual channels are obtained by the built-in tools of Matlab 
Simulink. Computational experiments on the model showed high speed and control accuracy.
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Аннотация. Для повышения эффективности работы многопоточных трубчатых печей 
предложена многопараметрическая усовершенствованная система связного управления. 
Стабилизация основного технологического параметра – результирующей температуры 
выходного материального потока, осуществляется путем супервизорного управления рас-
ходами на входных змеевиках с учетом имеющегося ограничения на загрузку аппарата, 
при выполнении требования равномерного температурного профиля. Для создания оп-
тимального режима горения введен дополнительный контур регулирования разряжения 
в радиантной камере печи на линии подачи атмосферного воздуха к регистрам горелок 
по содержанию остаточного кислорода в дымовых газах. В разработанной имитационной 
модели системы управления реализована возможность безударного перехода между базо-
вым, как на производстве, и усовершенствованным вариантами. Передаточные функции 
многосвязного объекта управления, а также параметры настройки регуляторов по отдель-
ным каналам получены встроенными инструментами Matlab Simulink. Вычислительные 
эксперименты на модели показали высокое быстродействие и точность регулирования.
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Introduction

Tube furnaces are the main apparatuses providing thermal regime of technological processes in oil 
refining and petrochemical industries. Multi-flow tube furnaces are a component of various plants of 
high-temperature thermos-technological and chemical processes, such as devices for distillation of oil 
or fuel oil, pyrolysis, catalytic cracking, reforming, hydrotreating, realize heating, evaporation and su-
perheating of liquid and gaseous media [1, 2]. Increasing the efficiency of such apparatuses allows to 
minimize its consumption, hence, reduces the amount of harmful carbon dioxide emissions into the 
atmosphere [3, 4]. Implementation of high-tech solutions of industrial automation at the considered 
apparatus is aimed at optimizing fuel consumption for processing a ton of oil.

A typical control scheme for thermal objects involves regulating the common flow temperature at the 
furnace output by varying the fuel gas pressure. In production, under the given limitation of the device 
load, the operator manually sets the same settings for the flow controllers on each coil. As a result, the 
temperature profile of the output streams is non-uniform, which leads to a decrease in efficiency [2, 4]. 
The proposed scheme of advanced process control of temperature deviation at the output of the tube 
furnace coils by the flow rate of the input streams, taking into account the limitation of the apparatus 
loading will allow the operator to quickly change the value of the flow rate settings and provide a uni-
form temperature profile (Fig. 1, a).
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Another way to increase the efficiency of the plant is the use of oxygen correction in the flue gases 
(Fig. 1, b). At furnace load of 50% and higher, the oxygen concentration in the flue gases should be 
from 3% to 4%, which corresponds to the required amount of excess air in the burner for complete 
combustion of fuel [2, 5]. It has been noted that excess air in flue gases is observed in almost all furnac-
es operating for more than 15–20 years [1, 2, 6, 7]. This may be caused by improper operation of the 
burner register or non-tightness of the construction. The maximum efficiency of apparatus is achieved 
at such excess air, when losses caused by incomplete combustion and heat carried away by flue gases are 
minimized [2, 6]. Stabilization of oxygen in the flue gases (Fig. 1b) will provide optimal rarefaction in 
the radiant chamber of the tube furnace, and, consequently, will increase the efficiency.

Thus, it seems relevant to develop approaches and principles for advanced control of a multi-flow 
tube furnace to improve the efficiency of the plant.

Simulation model of the control object

Elements of the simulation model of the technological object (Fig. 2) are united into blocks “Basic 
control model”, “Switching algorithm” and “Furnace model” by functional feature.

a)              b)

Fig. 1. General structure of control schemes:  

a) furnace temperature profile, b) residual oxygen concentration in flue gas

Fig. 2. Simulation model of the control object
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The subsystem “Algorithm of switching” (Fig. 2) contains three switches to set the operation modes 
of the control system. The high level of the ControllerStatus logic signal satisfies the choice of the ad-
vanced variant of the control system. The FlowOut load is used either as a limitation or to calculate 
vector elements in the “Basic control model” block representing the settings of the flow rate regulators 
on the furnace input flows.

The subsystem “Furnace Model” describes the dynamics of the channels “temperature deviation 
– input flow rate”. The mathematical model of the technological apparatus depends on the research 
objectives and complexity of the object under consideration and is formed either on the laws of physics, 
chemistry, heat engineering and other fundamental sciences [8, 9], or on statistical methods or machine 
learning methods [10–13]. “Lifetime” of the simulation model is limited due to the instability of phys-
ical and chemical parameters of input streams and random impact of the environment, which leads to 
continuous changes in technical characteristics, as a consequence, the parameters of the object [15, 
16]. Taking into account the connectivity of control channels and variation of parameters of the studied 
technological object, the mathematical model represents a matrix in the following form:

Each element in formula (1) describes the effect of the i-th input (flow rate on the i-th flow) on the 
j-th output (temperature deviations from the set resultant value on the j-th coil) signal. The parameters 
i and j vary from 1 to n, where n is the number of coils in the design of multi-flow furnace.

Further in the work the object is considered as linear, thus, the expression for the j-th output flow is:

The structure of transfer functions        in the matrix (1) corresponds to the dynamic link of the 
second order with delay. This is valid for the majority of technological objects [17–19]:

Parameter Kij is a transmission coefficient at the ij-th control channel. Time constants denotes as 
T1ij, T2ij, and lag time is as τij.

Identification of the parameters Kij, T1ij, T2ij and τij in (3) from historical data of the technological 
process from the plant is performed by various computational methods [12, 14, 17, 18] using the built-in 
Matlab Simulink tools. It was found that the highest values of the transmission coefficient of about 0.8 have 
the following control channels:                            for the rest               this parame-
ter varies within ±0.1 [19]. The variation of parameters Kij, T1ij and T2ij, caused by the action of various 
internal and external factors, was taken into account by introducing additional elements Kr∙r and Tr∙r in 
the transfer function. Parameter r sets the permissible limits of variation. This is a random number with 
a normal distribution law, varying within 0÷1. Thus, in general, the transfer functions for the individual 
control channels “flow rate – flow temperature deviation” have the following form:
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Coefficients Kr, Tr calculated based on the accumulated experience of safe and accident-free oper-
ation of the plant.

The subsystem “Furnace Model” (Fig. 3) contains groups of elements simulating the dynamics of 
the flow sensors (block 1), additional outputs to monitor the fulfilment the limitation of the total unit 
load (block 2), and individual control channels (block 3) in accordance with logic and structure of the 
model (2), (4).

Advanced process control of a multi-flow tube furnace

The structure of the simulation model of the advanced process control of a multi-flow atmospheric 
tube furnace develops based on the subsystem “Simulation model of the control object” (Fig. 2) and is 
shown in Fig. 4.

The resulting temperature of the total flow sets in accordance with the requirements of the technol-
ogy and regulates in proportional to the ratio of fuel consumption and atmospheric air [1–3, 10]. Based 
on the temperature data in the total flow at the output of the GenTemp furnace and the temperature 
vector on individual coils TempVector obtained from the subsystem in Fig. 2, the average temperature 
deviation dTmean is automatically corrected (Fig. 4). Classical control laws [21–23] were used, which, 
in comparison with the intelligent control methods, have higher performance [9, 10, 15, 20]. Thus, a 
PI controller applies in the external loop in the TempBlock subsystem (Fig. 4), the values of the tuning 
coefficients PI_temp_P and PI_temp_I, as well as the width of the insensitivity zone dzTemp, were 
calculated using the built-in Matlab Simulink tools. Additionally, protection against the integral over-
saturation was implemented in the TempAggrIntegrator1 block of the advanced control system.

The connected flow control loop on the inputs is represented in Fig. 4 by FlowBlock, the regulator is 
realized as a PI controller with settings: PI_Flow_P, PI_Flow_I and dzFlow. The vector of logical vari-
ables FlowModeVector reflects the current structure of the tube furnace (number of operating threads). 
Zero values of elements correspond to the flow shutdown, for example, for scheduled maintenance. The 
input signal FlowErrorVector contains the settings either calculated in the external loop TempBlock or 
set manually by the matrix   in the “Basic control model” block (Fig. 2).

Setup of regulators in the internal FlowBlock and external TempBlock1 loops is performed using the 
built-in Matlab Simulink tools according to the criterion of maximum robustness of the system. There is 

Fig. 3. Structure of subsystem “Furnace model”
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Fig. 4. Simulation model of the advanced process control of the multi-flow atmospheric tube furnace

a possibility to exclude some flows Block “Object Structure” (Fig. 4), which is in demand, for example, 
during maintenance of automation equipment on a particular coil.

In addition, shockless switching between variants of the control system (Fig. 4) of a multi-flow tube 
furnace implements due to equalizing the settings. Low level of the ControllerStatus logic signal returns 
the system to the basic variant of control. Then, the current value of the total unit load, calculated in 
the subsystem “Furnace Model” (Fig. 3, block 2) of the advanced system, is memorized. After that, the 
settings of the flow controllers for each flow are calculated in the block Shockless_Switching.

The setPointRateLimiter subsystem (Fig. 4) sets a limit on the rate of change of settings by the built-
in Matlab function. It generates an output signal equals to the difference between the current value of 
flow rates and settings for individual flows in the advanced control system. The memory element elimi-
nates errors during the model simulation run. In addition, the absolute value (Saturation block) on the 
upper or lower limits (flowSatU or flowSatL) of the settings is limited. Reaching these values activates 
the reset aggravation function “Reset integral oversaturation” (Fig. 4).

The internal structure of the “O2 controller” subsystem is shown in Fig. 5. The concentration of 
residual oxygen in the flue gases (O2 amount signal) has a long lag time. Therefore, a “gating” signal is 
supplied to the “O2 Block” to stop the control process, when the output parameter reaches the Upper-
Bound or LowerBound values.

The maximum permissible values of the discharge in the radiant chamber of the tube furnace MV-
satU and MVsatL are the parameters of “O2 Block” regulator. This feature is critical for the considered 
apparatus. Both the absolute value of the setting MeanErr and the rate of its increase RateLimit forms 
in the “O2 Rate” block. The control actions on the gate valves in the atmospheric air supply line to the 
burner registers are discrete signals.

Approbation of the advanced process control

The effectiveness of the proposed approaches and principles of the advanced process control of the 
multi-flow tube furnace was evaluated by means of model tests, the results of which are presented in 
Fig. 6. It was required to estimate the stability of the transient process for the basic and proposed control 
systems, and to calculate the control quality indicators, in particular, performance and accuracy.

Transient graphs (Fig. 6, a), obtained when switching the control system from the basic to the ad-
vanced scheme at 2600 seconds, demonstrates the narrowing of the range of temperature variation of 
individual streams and the establishment of the set value of the resulting temperature after 1400 seconds. 
The flow rates of the input streams dynamically change, taking values within (89÷91) m3/h, which is 
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allowed by the technological regulations. The furnace load volume for both control schemes remains 
constant at 1080 m3/h.

The output signal of the model, when a temperature perturbation (1º increase compared to the cal-
culated one) arrives at the first coil at 2000 seconds, quickly reaches the set steady-state value, and the 

Fig. 5. Structure of “O2 controller” subsystem

Fig. 6. Results of model tests of the control system:  

a) when switching between variants of control systems, b) when perturbation is applied

a)

b)
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static error equals zero. The temperature deviation is compensated after 700 seconds (Fig. 6, b). Nu-
merical experiments performed on the simulation model of the system of advanced process control of 
a multi-flow tube furnace allows to conclude that the performance results are satisfactory in terms of 
control quality.

Conclusion

Improved efficiency of the multi-flow atmospheric furnace of the oil refining apparatus is achieved 
by implementing the proposed approaches and principles of advanced process control. The uniform 
temperature profile of the output flows indicates the optimality of combustion conditions in the radiant 
chamber.

The mathematical model of control object dynamics developed taking into account connectivity and 
random variation of technical parameters of control channels to improve its accuracy and “lifetime”. 
Another advantage of the proposed approach is the scalability of the simulation model, which allows to 
manually exclude part of the flows from the analysis. The change in the control object structure is com-
pensated by the random component in the transfer functions of each channel. This principle is especial-
ly demanded, when the object is operated in continuous production. The system of advanced process 
control provides compensation of integral saturation of regulators, robustness to small fluctuations of 
technical parameters of the control object, and realizes the “gating” mode on the channel of residual 
oxygen in flue gases.

Thus, the implementation of the proposed approaches and principles of advanced process control 
of the multi-flow tube furnace of oil refining apparatus will increase the coefficient of utilization of the 
heat of combustion of fuel, decrease the volume of fuel consumed, as a consequence, reduce harmful 
carbon dioxide emissions into the atmosphere.

REFERENCES

1. Zhidkov A.B., Gerasimov D.P., Denisov D.E. i dr. Trubchatye nagrevatel'nye pechi neftepererabotki i 

neftekhimii [Tube heating furnaces for oil refining and petrochemicals]. SPb.: ArtProekt, 2015. 102 p.

2. Jenkins B., Mullinger P. Industrial and Process Furnaces. Principles, Design and Operation. Elsevier 

Ltd, 2023. 661 p. DOI: 10.1016/C2020-0-04546-9

3. Lipin A.A., Lipin A.G. Raschet trubchatykh pechei [Calculation of tube furnaces]. Ivanovo: Izd-vo Iva-

nov. gos. khim.-tekhnolog. un-ta, 2019. 80 s.

4. Safarova A., Melikov E., Magerramova T. Control of a Tube Furnace in Conditions of Risk and Increased 

Explosion Hazard. Reliability: Theory & Applications, Special Issue. 2022, Vol. 17, no. 4 (70), pp. 516–521.

5. Pavlechko V.N., Frantskevich V.S. Influence of oxygen concentration on the process of combustion gas 

fuel // Trudy BGTU. Ser. 2: Khimicheskie tekhnologii, biotekhnologiia, geoekologiia [Proceedings of Shuk-

hov Belgorod State Technological University. Series 2: Chemical technologies, biotechnology, geoecology]. 

2018, Vol. 211, no. 2, pp. 100–105.

6. Riabchikov M.IU., Riabchikova E.S., Obukhova T.G. Sistema optimizatsii upravleniia protsessom szhi-

ganiia topliva na osnove informatsii o soderzhanii kisloroda v otkhodiashchikh dymovykh gazakh [System of 

optimization of fuel combustion process control based on information on oxygen content in waste flue gases]. 

Elektrotekhnicheskie sistemy i kompleksy [Electrical systems and complexes]. 2012, Vol. 20, pp. 316–320.

7. Torgashov A.Iu. Modelirovanie dinamiki i issledovanie optimal'nogo funktsionirovaniia teploobmenno-

go tekhnologicheskogo protsessa [Modeling of dynamics and study of optimal functioning of heat-exchange 

technological process]. Informatika i sistemy upravleniia [Informatics and control systems]. 2011, Vol. 28, 

no. 2, pp. 86–93.



Моделирование вычислительных, телекоммуникационных,  
управляющих и социально-экономических систем

60

8. Sobolev O.S. Razvitie funktsii kontrolia i upravleniia v ASU nepreryvnymi tekhnologicheskimi prot-

sessami [Development of monitoring and control functions in the automated control system of continuous 

technological processes]. M.: INFORMPribor, 1990. 60 p.

9. Faruntsev S.D., Gebel E.S. Advanced process control system oil-gas separator by the temperature 

channel. Journal of Physics: Conference Series. 2019, Vol. 1210, Article no. 012042. DOI: 10.1088/1742-

6596/1210/1/012042

10. Denisova L.A., Alekseitsev D.M. Developing a supervisory control system based on fuzzy logical infer-

ence. Avtomatizatsiia v promyshlennosti [Automation in industry]. 2019, Vol. 1, pp. 46–52. DOI: 10.25728/

avtprom.2019.01.07

11. Kutsyi N.N., Lukyanov N.D. Control system synthesis by a multivariable object using the genetic algo-

rithm (on the example of the once-through boiler). Scientific Bulletin of NSTU. 2014, Vol. 55, no. 2, pp. 36–42.

12. Nehal N., Lounis Z., Bouhadiba B., Lounis Z. Modelling of heating furnace fire scenarios using fault 

tree analysis, a Bayesian network, and a thermal transfer method for system reliability analysis. Journal of 

Loss Prevention in the Process Industries. 2023, Vol. 83, Article no. 104995. DOI: 10.1016/j.jlp.2023.104995

13. Dozortsev V.M. Digital twins in industry: genesis, structure, terminology, technologies, platforms, 

outlook. Part 2 – Key digital twin technologies. Physical object modeling types. Avtomatizatsiia v promysh-

lennosti [Automation in industry]. 2020, Vol. 11, pp. 3–10. DOI: 10.25728/avtprom.2020.11.01

14. Zhu Y., Yang C., Chen X., Zhou J., Zhao J. Identification-based real-time optimization and its appli-

cation to power plants. Control Engineering Practice. 2022, Vol. 123, Article no. 105160. DOI: 10.1016/j.

conengprac.2022.105160

15. Chenliang W., Yan L. Adaptive dynamic surface control for linear multivariable systems. Automatica. 

2010, Vol. 46, no. 10, pp. 1703–1711. DOI: 10.1016/j.automatica.2010.06.020

16. Zhiteckii L.S., Azarskov V.N., Solovchuk K.Yu, Sushchenko O.A. Discrete-time robust steady-state 

control of nonlinear multivariable systems: a unified approach. IFAC Proceedings Volumes. 2014, Vol. 47, 

no. 3, pp. 8140–8145. DOI: 10.3182/20140824-6-ZA-1003.01985

17. Sun Y.-N., Zhuang Z.-L., Xu H.-W., Qin W., Feng M.-J. Data-driven modeling and analysis based 

on complex network for multimode recognition of industrial processes. Journal of Manufacturing Systems. 

2022, Vol. 62, pp. 915–924. DOI: 10.1016/j.jmsy.2021.04.001

18. Chaves C.R., Rodrigo J.C.G., Gartia C. Identification of the dynamic model of a petrochemical fur-

nace of 50MW for implementation of MPC control. IFAC-PapersOnline. 2019, Vol. 52, no. 1, pp. 317–322. 

DOI: 10.1016/j.ifacol.2019.06.081

19. Teslov K.S. Razrabotka demonstratsionnogo maketa mnogosviaznoi sistemy regulirovaniia mnogo-

potochnoi pechi [Development of a demonstration layout of a multi-linked control system for a multi-flow 

furnace]. Avtomatizatsiia, mekhatronika, informatsionnye tekhnologii [Automation, mechatronics, infor-

mation technologies]. 2020, pp. 23–29.

20. Abilov A.G., Zeybek Z., Tuzunalp O., Telatar Z. Fuzzy temperature control of industrial refineries 

furnaces through combined feedforward/feedback multivariable cascade systems. Chemical Engineering and 

Processing. 2002, Vol. 41, no. 1, pp. 87–98. DOI: 10.1016/S0255-2701(01)00119-2

21. Feliu-Batlle V., Rivas-Perez R. Control of the temperature in a petroleum refinery heating furnace 

based on a robust modified Smith predictor. ISA Transactions. 2021, Vol. 112, pp. 251–270. DOI: 10.1016/j.

isatra.2020.12.006

22. Luan X., Chen Q., Liu F. Centralized PI control for high dimensional multivariable systems based 

on equivalent transfer function. ISA transactions. 2014, Vol. 53, no. 5, pp. 1554–1561. DOI: 10.1016/j.isa-

tra.2014.05.016

23. Ram V.D., Chidambaram M. Simple method of designing centralized PI controllers for multivariable 

systems based on SSGM. ISA transactions. 2015. Vol. 56, pp. 252–260. DOI: 10.1016/j.isatra.2014.11.019



Computer Simulations of Telecommunication, Control, and Social Systems

61

INFORMATION ABOUT AUTHOR / СВЕДЕНИЯ ОБ АВТОРЕ

Gebel Elena S.
Гебель Елена Сергеевна
E-mail: gebel_es@spbstu.ru
ORCID: https://orchid.org/0000-0003-1811-8755

Submitted: 13.02.2024; Approved: 16.07.2024; Accepted: 30.07.2024.

Поступила: 13.02.2024; Одобрена: 16.07.2024; Принята: 30.07.2024.


