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Generelt

Apparatkonsept Grensesnittet har analoge og digitale inn- og utganger og kan brukes bade i stan-
dardmodus og i Open-Collector-modus (OC-modus). Omkoblingen mellom mo-
dusene foregér ved hjelp av krysskobling.

Det folger et kabeltre med grensesnittet slik at det kan kobles til sveiseappara-
tet. Som forlengelse til kabeltreet finnes det en SpeedNet-forbindelseskabel.
For tilkobling av grensesnittet til robotstyringen finnes det et klargjort kabeltre.
Pa grensesnittsiden er kabeltreet fornandsinstallert med bruksklare molexplug-
ger. P& robotsiden ma kabeltreet tilpasses tilkoblingen pé robotstyringen.

'5
®
|©

Robot
Control
(1 (2) 3) 4) ()

(1) Sveiseapparat med valgfri tilkobling for SpeedNet pa baksiden av appa-
ratet

(2) SpeedNet-forbindelseskabel

(3) Kabeltre for tilkobling til sveiseapparatet

(4) Grensesnitt

(5) Kabeltre for tilkobling til robotstyringen

Leveranseinn- (1)

Robot-grensesnitt
hold

(2) Kabeltre for tilkobling til
sveiseapparatet

(3) Bruksanvisning (ikke avbildet)




Omgivelsesbe-
tingelser

Installasjonsbe-
stemmelser

Sikkerhet

/\ FORSIKTIG!

Fare pa grunn av ikke-tillatte omgivelsesbetingelser.

Foelgene kan bli alvorlige skader pd apparatet.

» Apparatet ma kun lagres og brukes under de omgivelsesbetingelsene som
oppfert nedenfor.

Lufttemperatur i omgivelsen:
- under drift: 0 °C til 40 °C (32 °F til 104 °F)
- ved transport og lagring: -25 °C til +55 °C (-13 °F til 131 °F)

Relativ luftfuktighet:
- inntil 50 % ved 40 °C (104 °F)
- inntil 90 % ved 20 °C (68 °F)

Omgivelsesluft: fri for stav, syrer, korrosive gasser eller substanser osv.
Heyde over havet: inntil 2000 m (6500 ft).

Beskytt apparatet mot mekaniske skader ved oppbevaring/bruk.

Grensesnittet ma installeres pa en montasjeskinne i et automat- eller robotkob-
lingsskap.

/\ FARE!

Fare pa grunn av feilbetjening og mangelfullt utfert arbeid.

Falgene kan bli alvorlige personskader og materielle skader.

» Altarbeid og alle funksjonene som er beskrevet i dette dokumentet, skal
utelukkende utferes av oppleert fagpersonale.

» Les og forstd dette dokumentet.

» Les og forstd alle bruksanvisningene for systemkomponentene, iszer sikker-
hetsforskriftene.

/\ FARE!
Fare pa grunn av utilsiktet signaloverforing.

Falgene kan bli alvorlige personskader og materielle skader.
» Ikke overfor sikkerhetsrelevante signaler over grensesnittet.

Norsk



Betjeningselementer, tilkoblinger og visninger

Betjeningsele-
menter og til-
koblinger

IO STE
STD OC [6]5]4]3]2]1]
[1]2]3]4]5[6]7]
[5]6 |7 8] [6]7] 8| 9110 T EE]EEEEFE!
() (4) (2) (1)
(1) Plugg X1
(2) Plugg X2
pluggen gir tilgang til en spenning pa +24 V som kan forsyne de digitale
utgangene pa grensesnittet.
Mer informasjon om streamforsyning til de digitale utgangene, se Spen-
ningsforsyning av de digitale utgangene pa side 15.
(3) PluggX3
(4) PluggXy
(5) PluggXs
(6) Plugg X6
(7) Plugg X8
for forsyning av tilkoblingen SpeedNet
(8) Krysskobling
for innstilling av driftstypen — standardmodus / OC-modus
(9) Tilkobling SpeedNet
for tilkobling til sveiseapparatet
(10) Plugg X7




Visninger i
grensesnittet

e e e

+24 V lyser nar grensesnittet forsynes med
+24 V
(2) +15 V lyser nar grensesnittet forsynes med
+15 V
(3) -15V lyser nar grensesnittet forsynes med
-15V
(4) +3V3 lyser nar grensesnittet forsynes med
+3.3V
(5) Arc stable / Touch signal programmert med Arc stable eller

Touch signal, avhengig av innstillingen
pa nettsiden til sveiseapparatet. Vis-
ningen avhenger av signalprogramme-

ringen
(6) Robot ready lyser nar aktiv
(7) Error reset lyser nar aktiv
(8) Welding start lyser nar aktiv
(9) Power source ready lyser nar aktiv

Norsk 7



Installere grensesnitt

Sikkerhet /A FARE!

Fare pa grunn av elektrisk strom.

Falgene kan bli alvorlige personskader.

» For du starter arbeidet, ma du sla av alle involverte enheter og komponen-
ter og koble dem fra stremnettet.

» Sikre alle involverte apparater og komponenter mot gjeninnkobling.

» Nar du har dpnet apparatet, ma du forsikre deg om at elektrisk ladede
komponenter (f.eks. kondensatorer) er utladet ved hjelp av et egnet méale-
apparat.

/\ FARE!

Fare pa grunn av elektrisk strom ved utilstrekkelig PE-lederforbindelse.
Falgene kan bli alvorlige personskader og materielle skader.
» Brukalltid det opprinnelige antallet originale apparathusskruer.

Installere
grensesnitt

Kontroller krysskoblingens posi-
sjon pa grensesnittet — standard-
modus / OC-modus

|E| Koble kabeltreet (2) til robotstyrin-
gen

Koble kabeltreet (2) til grensesnit-
tet som vist pé bildet

Koble kabeltreet (1) til grensesnit-
tet som vist pé bildet

Koble kabeltreet (1) til SpeedNet-
forbindelseskabelen pé sveiseap-
paratet

Koble SpeedNet-forbindelseskabe-
len til tilkoblingen SpeedNet pa
baksiden av sveiseapparatet




Digitale inngangssignaler — sighaler fra roboten til
sveiseapparatet

Generelt

Parameter

Tilgjengelige sig-

naler

Kobling av de digitale inngangssignalene
- istandardmodus péa 24 V (high)

- i Open-Collector-modus pad GND (low)

I Open-Collector-modus er alle signalene invertert (invertert logikk).

Signalniva:
- Low(0)=0-2,5V
- High(1)=18-30V

Referansepotensial: GND = X2/2, X3/3, X3/10, X6/4

Signalene Working mode og Welding characteristic / Job number beskrives

nedenfor.

Du finner beskrivelse for resten av signalene i dokumentet "Signalbeskrivelser

grensesnitt TPS/i".

Signalbetegnelse

Programme-
ring

Programmering
Standardmodus

Programme-

ring
OC-modus

(Kvittere feil)

Welding start Plugg X1/4 24 V = aktiv O V = aktiv
(Sveising pa)

Robot ready Plugg X1/5 24V = aktiv 0 V = aktiv
(Robot klar)

Gas on Plugg X1/7 24 V = aktiv OV = aktiv
(Gass pa)

Wire forward Plugg X1/11 24 V = aktiv 0 V = aktiv
(Trad frem)

Wire backward Plugg X6/6 24 V = aktiv 0 V = aktiv
(Tradtilbaketrekking)

Torch blow out Plugg X6/5 24 V = aktiv O V = aktiv
(Blase ut sveisepistol)

Touch sensing Plugg X4/7 24 V = aktiv 0 V = aktiv
(TouchSensing)

Teach mode Plugg X4/6 24 V = aktiv 0 V = aktiv
(Teach-modus)

Welding simulation Plugg X6/2 24 V = aktiv 0 V = aktiv
(Sveisesimulering)

Error reset Plugg X4/5 24 V = aktiv O V = aktiv

Norsk




Programme-

Programme- Programmering ring
Signhalbetegnelse ring Standardmodus OC-modus

Ved sveiseprosess
MIG/MAG:
Torchbody Xchange
(Skifte pistolkropp)

Plugg X4/3 24 V = aktiv O V = aktiv
Ved sveiseprosess
TIG:

Cap shaping
(kalottdannelse)

Wire brake on Plugg X4/4 24 V = aktiv 0 V = aktiv
(Traddsbrems pa)

Booster manual Plugg X7/14 24 V = aktiv O V = aktiv
(Booster manuell)

Processline Bit 0 Plugg X7/15 24 V = aktiv 0 V = aktiv
(Prosesslinje bit 0)

Processline Bit 1 Plugg X7/16 24 V = aktiv 0 V = aktiv
(Prosesslinje bit 1)

Working mode

(Arbeidsmodus) Se beskrivelsen av signalene nedenfor

Welding characteris-
tic / Job number
(Karakteristikknummer/
Job-nummer)

Se beskrivelsen av signalene nedenfor

Working mode

i Verdiomrade arbeidsmodus:
(Arbeidsmodus)

T T S

Internt parametervalg

(o] (o] 0 (0] 1 Karakteristikker drift spesiell 2-
taktsdrift
¢} o} o] 1 o Jobbdrift

- MERKNAD!

Sveiseparameterne fastsettes gjennom de analoge nominelle verdiene.

Signalniva nar bit 0—bit 4 er satt:

Signalniva i Signalnivai
standardmodus OC-modus

Plugg X1/6 (Bit 0) High Low
Plugg X4/1 (bit 1) High Low
Plugg X4/2 (bit 2) High Low
Plugg X7/4 (bit 3) High Low
Plugg X7/5 (bit 4) High Low
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Welding charac-
teristic / Job
number (Karak-
teristikknum-
mer/Job-num-
mer)

Signalene Welding characteristic / Job number er tilgjengelige nar spesiell 2-
syklusdrift eller Job-drift er valgt med Working mode-bits 0—4 for karakteris-
tikkene. For mer informasjon om Working mode-bits 0—4 se Working mode
(Arbeidsmodus) pa side 10.

Med signalene Welding characteristic / Job number apnes lagrede sveisepara-
metere via nummeret til tilsvarende karakteristikk/tilsvarende Job.

oV

X5/1 24V o]
X5/2 24 V oV 1
X5/3 24V oV 2
X5/4 24 V oV 3
X5/5 24 V oV 4
X5/6 24V oV 5
X5/7 24 V oV 6
X5/8 24 V oV 7
X7/6 24V oV 8
X7/7 24 V oV 9
X7/8 24 V oV 10
X7/12 24V oV 11
X7/13 24V oV 12
X7/14 24 V oV 13
X7/15 24V oV 14
X7/16 24 V oV 15

I Retrofit-modus er bare bit-numrene 0-7 (plugg X5/1-8) tilgjengelige.

Du velger onsket karakteristikk-/jobbnummer med bit-koden. Eksempel:
- 00000001 = karakteristikk-/Job-nummer 1
- 00000010 = karakteristikk-/Job-nummer 2
- 00000011 = karakteristikk-/Job-nummer 3

- 10010011 = karakteristikk-/Job-nummer 147
- 11111111 = karakteristikk-/Job-nummer 255

Tilgjengelig omrade for jobbnumre:
- Bit-nummer 0—15 = 0—1000
- Bit-nummer 0—7 (Retrofit) = 0—255

Tilgjengelig omrade for karakteristikknumre:

- Bit-nummer 0-15 = 256—-65535

- Bit-nummer 0—7 (Retrofit) = 0—255 Ved bruk av Retrofit-modus méa karakte-
ristikknummer (1-255) tilordnes ID-ene til gnsket karakteristikk, fordi det
ellers ikke er mulig a velge karakteristikk via grensesnittet — se Tilordne/
redigere programnummer/karakteristikknummer (Retrofit-modus) p4 side
12.

Norsk 11



Tilordne/redige-
re programnum-
mer/karakteris-
tikknummer (Re-
trofit-modus)

12

Karakteristikk-/Job-nummer "0" gjor det mulig & velge karakteristikk/Job pa
betjeningspanelet til sveiseapparatet.

Pa sveiseapparatene i TPS-apparatserien kunne material, trdddiameter og be-
skyttelsesgass velges med programnummeret. Til dette var det definert en bit-
bredde pa 8 bit.

For at 8-bits signalet skal kunne brukes i Retrofit-modus, kan karakteristikknum-
meret tilordnes et programnummer (1-255).

Notere IP-adressen til sveiseapparatet som brukes:
E' Koble sveiseapparatet til datamaskinen (eksempelvis med LAN-kabel)

AN $8 nes e ; E' Velg knappen "Forhandsinnstillin-
Information Restore factory ger | venstre I'-nenyynje pa betje_
T settings '?) ningspanelet til sveiseapparatet.
Website g iword Mode Setup - E Velg knappen "System" i h@yre me-
8] -\ nylinje pa betjeningspanelet til
Network settings Power source sveisea ppa ratet.

g A configurations o
— :Eﬁ 4 - _ Velg knappen "Informasjon" pa be-
setup 2\%% = » tjeningspanelet til sveiseapparatet.

X [, T , Noter den viste IP-adressen (ek-

11 100% Ar ©1.2mm

Information sempel: 10.5.72.13)
Serial number 00001171
Firmware-version  4.0.0-30951.30592

Apne nettsiden til sveiseapparatet i nettleseren:

E Skriv inn og bekreft IP-adressen til sveiseapparatet i sgkelinjen pa nettlese-
ren.
- Nettsiden til sveiseapparatet vises.

Skriv inn brukernavn og passord

Fabrikkinnstillinger:

Brukernavn = admin

Passord = admin

- Nettsiden til sveiseapparatet vises.

Notere ID-en til onskede karakteristikker:
Velg fanen "Karakteristikk-oversikt" pé nettsiden til sveiseapparatet.
E Noter ID-ene til karakteristikkene som skal kunne velges via grensesnittet.

Velg fanen til grensesnittet som brukes, pa nettsiden til sveiseapparatet.
Eksempel: RI IO PRO/i



Tilordne de ngdvendige programnumrene (= bit-nummer) til de snskede ka-

rakteristikk-ID-ene under punktet "Karakteristikktilordning".

Eksempel: Programnummer 1 = karakteristikk-ID 2501, programnummer 2 =

karakteristikk-ID 3246, ...

- de tilordnede karakteristikkene kan deretter dpnes via grensesnittet med
valgt programnummer (= bit-nummer)

Nar alle enskede karakteristikk-ID-er er tilordnet, velger du "Lagre tilord-

ning".

- Under punktet "Tilordne programnumre til karakteristikk-ID" vises alle
programnumre med tilordnet karakteristikk-ID-er.

¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program Synergic line-
number ID

1 2566

2 2785

3 2765

¥ Change assighment:

Program Synergic line-
number ID

1 v [ 2566 " ()
2 v [ 2785 m ()
3 v [ 2785 " ()

Sveiseapparatets nettside

Norsk 13



Analoge inngangssignaler — sighaler fra roboten
til sveiseapparatet

Generelt

Tilgjengelige sig-
naler

14

De analoge differanseforsterkningsinngangene pa grensesnittet sikrer galvanisk
skille mellom grensesnittet og de analoge utgangene pa robotstyringen. Hver inn-
gang pa grensesnittet har et eget negativt potensial.

Hvis robotstyringen bare har en felles GND for sine analoge utgangssignaler,
ma de negative potensialene til inngangene pa grensesnittet forbindes med
hverandre.

De analoge inngangene som beskrives nedenfor er aktive ved en spenning pa o—
10 V. Hvis enkelte analoge innganger ikke er i bruk (eksempelvis for Arclength
correction), overfares verdiene som er innstilt p4 sveiseapparatet.

Du finner beskrivelse for signalene nedenfor i dokumentet "Signalbeskrivelser
grensesnitt TPS/i".

Ved sveiseprosess MIG/MAG:
Wire feed speed command value

(Nominell verdi tradhastighet) Plugg X1/1=0-10 V
Ved sveiseprosess TIG: Plugg X1/8 = GND
Main current

(Hovedstram)

Ved sveiseprosess MIG/MAG:
Arclength correction command value

(Nominell verdi for lengdekorrigering av lys-
buen) Plugg X1/2 =0-10V

Plugg X1/9 = GND

Ved sveiseprosess TIG:
Wire feed speed command value
(Nominell verdi trddhastighet)

Ved sveiseprosess MIG/MAG:
Pulse-/dynamic correction command value
(Nominell verdi puls-/dynamic-korrigering) Plugg X6/3 = 0—10 V

Ved sveiseprosess TIG: Plugg X6/11 = GND
vD correction
(vD-korrigering)

Wire retract correction command value
(Nominell verdi tradtilbaketrekkingskorrige-
ring)

Ved sveiseprosessen MIG/MAG:

Wire forward / backward length

(Trad frem/tilbake lengde) Plugg X3/2 = 0-10 V

Ved sveiseprosess TIG: Plugg X3/9 = GND
Plasma gas command value
(Nominell verdi plasmagass)

Plugg X3/1=0-10V
Plugg X3/8 = GND




Digitale utgangssignaler — signaler fra sveiseap-
paratet til roboten

Generelt

Spenningsforsy-
ning av de digita-
le utgangene

Tilgjengelige sig-
naler

Hvis forbindelsen mellom sveiseapparatet og grensesnittet blir brutt, blir alle
digitale/analoge utgangssignaler pa grensesnittet satt til "0".

/\ FARE!

Fare pa grunn av elektrisk strom.

Falgene kan bli alvorlige personskader og dgdsfall.

» For arbeidet starter, ma alle involverte apparater og komponenter slés av
og kobles fra stremnettet.

» Alle involverte apparater og komponenter mé sikres mot gjeninnkobling.

Pa plugg X6/1 ma det vaere en spenning pa inntil maks. 36 V, slik at de digitale
utgangene forsynes.

- De digitale utgangene kan avhengig av krav forsynes med 24 V fra grensesnit-
tet eller med en kundespesifikk spenning (0—36 V).
- Til forsyning av de digitale utgangene med 24 V er en sekundeer utgangs-
spenning pa 24 V tilgjengelig i grensesnittet.
- Den sekundeere utgangsspenningen 24 V er konstruert med et galvanisk
skille mot tilkoblingen SpeedNet. En vernekobling begrenser spennings-
nivaet til 100 V.

Ga frem pé felgende méate for forsyning av de digitale utgangene med en 24 V
spenning fra grensesnittet:

E Sett en bgyle mellom plugg X6/1 og plugg X6/7.

Ga frem pé folgende mate for forsyning av de digitale utgangene med en kunde-
spesifikk spenning:

E Koble kabelen for den kundespesifikke spenningsforsyningen til plugg X6/1.

Du finner beskrivelse for signalene nedenfor i dokumentet "Signalbeskrivelser
grensesnitt TPS/i".

Programme-
Signalbetegnelse ring Kobling

Arc stable / Touch signal (default)
(Lysbue stabil / Touch-signal)

Plugg X1/12 24 V = aktiv
Current flow

(Streamflyt)

Norsk 15
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Programme-
Signalbetegnelse ring Kobling

Power source ready
(Sveiseapparat klart)

Plugg X1/14

24 V = aktiv

Collisionbox active
(CrashBox aktiv)

Plugg X1/13

24 V = aktiv

Process active
(Prosess aktiv)

Plugg X4/10

24 V = aktiv

Main current signal
(Hovedstrgmsignal)

Plugg X4/9

24 V = aktiv

Touch signal
(Touch-signal)

Plugg X3/15

24 V = aktiv

Current flow (default)
(Streamflyt)

Robot motion release
(Robot-bevegelsesaktivering)

Process run
(Prosess kjarer)

Plugg X3/16

24 V = aktiv

Limit signal (default)
(Grensesignal)

Torchbody gripped
(Pistolkropp tatt opp)

Plugg X6/10

24 V = aktiv




Analoge utgangssignaler — signaler fra sveiseap-
paratet til roboten

Generelt

Hvis forbindelsen mellom sveiseapparatet og grensesnittet blir brutt, blir alle
digitale/analoge utgangssignaler pa grensesnittet satt til "0".

De analoge utgangene pa grensesnittet er tilgjengelige for innretning av roboten
og for visning og dokumentasjon av prosessparameterne.

Tilgjengelige sig- Du finner beskrivelse for signalene nedenfor i dokumentet "Signalbeskrivelser
naler grensesnitt TPS/i".

Signalbetegnelse Kobling

Welding voltage Plugg X3/4 = -0—10 V
(Sveisespenning) Plugg X3/11 = GND
Welding current Plugg X1/3 =0-10V
(Sveisestrem) Plugg X1/10 = GND
Wire feed speed Plugg X3/6 = 0—-10 V
(Tradhastighet) Plugg X3/13 = GND

Motor current M1 (default)
(Motorstrem M1)

Motor current M2 Plugg X3/7 =0-10V
(Motorstram M2) Plugg X3/14 = GND

Motor current M3
(Motorstrem M3)

Ved sveiseprosess MIG/MAG:
Actual real value for seam tracking

(Aktuell faktisk verdi for semsak) Plugg X7/3 = —10 til +10 V
Ved sveiseprosesss TIG: Plugg X7/11 = GND
Actual real value AVC

(Aktuell faktisk verdi AVC)

Norsk 17



Brukseksempler

Generelt Avhengig av kravene til robotbruken trenger ikke alle inngangs- og utgangssigna-
ler & veere i bruk.
Signalene som ma brukes, er markert med en stjerne nedenfor.

Brukseksempel Robot Power source
standardmodus PYRY: > X1/4
h < X1/12
L~ N
> X1/1
Mo-10V > X1/8
> X1/2
©o-10v xug
[ +24 V—/i/ > X1/5
& — X114
+24 V < X6/7
. X6/1
or extern™
& | S X1/13

X1/4 | = Welding start (digital inngang) *

X1/12 | = Arc stable / Touch signal (digital utgang) *

X1/1 = Wire feed speed command value + (analog inngang) *
X1/8 | = Wire feed speed command value - (analog inngang) *
X1/2 = Arclength correction + (analog inngang) *

X1/9 | = Arclength correction - (analog inngang) *

X1/5 | = Robot ready(digital inngang) *

X1/14 | = Power source ready (digital utgang)

X6/7 = tilferselsspenning for ekstern *

X6/1 = tilfgrselsspenning for digitale utganger *

X1/13 | = Collisionbox active (digital utgang)

= signalet ma brukes
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Brukseksempel
OC-modus

Robot Power source
+OV > X174
S - X1/12
_ X1/1
@o-10v | X1/8
n X1/2
Wo-10v - X1/9
0V _+ ; X1/5
& «— X114
+24 'V < X6/7
- X6/1
- or extern * X1/13
X1/4 = Welding start (digital inngang) *
X1/12 | = Arc stable / Touch signal (digital utgang) *
X1/1 = Wire feed speed command value + (analog inngang) *
X1/8 = Wire feed speed command value - (analog inngang) *
X1/2 = Arclength correction + (analog inngang) *
X1/9 = Arclength correction - (analog inngang) *
X1/5 = Robot ready(digital inngang) *
X1/14 | = Power source ready (digital utgang)
X6/7 = tilferselsspenning for ekstern *
X6/1 = tilferselsspenning for digitale utganger *
X1/13 | = Collisionbox active (digital utgang)
* = signalet ma brukes

Norsk
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Oversikt plugg-programmering

Oversikt plugg-
programmering

20

Plugg X1:

Ved sveiseprosess MIG/MAG:
Wire feed speed command value

1 analog Input
Ved sveiseprosess TIG:
Main current
Ved sveiseprosess MIG/MAG:
Arclength correction command value
2 analog Input
Ved sveiseprosess TIG:
Wire feed speed command value
3 analog Output Welding current
4 digital Input Welding start
5 digital Input Robot ready
6 digital Input Working mode, Bit 0
7 digital Input Gas on
8 analog Input GND for X1/1
9 analog Input GND for X1/2
10 | analog Output GND for X1/3
11 | digital Input Wire forward
12 | digital Output Arc stable / Touch signal = programmert fra fabrik-
ken
Current flow = pé nettsiden til sveiseapparatet kan
pluggen valgfritt ogsé programmeres med dette sig-
nalet
13 | digital Output Collisionbox active
14 | digital Output Power source ready




Plugg X3:

Pin

Signaltype

Signal

1 analog Input Wire retract correction command value
Ved sveiseprosess MIG/MAG:
Wire forward / backward length

2 analog Input
Ved sveiseprosess TIG:
Plasma gas command value

3 digital Input GND for digital Inputs

4 analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1 = programmert fra fabrikken
Motor current M2, M3 = pa nettsiden til sveiseappa-
ratet kan pluggen valgfritt ogsa programmeres med
dette signalet

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow = programmert fra fabrikken

Robot motion release / Process run = pa nettsiden til
sveiseapparatet kan pluggen valgfritt ogsa program-
meres med dette signalet
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Plugg X4:

Pin

Signaltype

Signal

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2
Ved sveiseprosess MIG/MAG:
Torchbody Xchange

3 digital Input
Ved sveiseprosess TIG:
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output Process active

Plugg X5:

Pin | Signaltype

digital Input

Signal

Welding characteristic- / Job number, Bit 0

digital Input

Welding characteristic- / Job number, Bit 1

digital Input

Welding characteristic- / Job number, Bit 2

digital Input

Welding characteristic- / Job number, Bit 3

digital Input

Welding characteristic- / Job number, Bit 4

digital Input

Welding characteristic- / Job number, Bit 5

digital Input

Welding characteristic- / Job number, Bit 6

o N0 | W |N| R

digital Input

Welding characteristic- / Job number, Bit 7




Plugg X6:

Pin | Signaltype

Signal

1 digital Input

Supply Voltage +24 V

2 digital Input

Welding simulation

3 analog Input

Ved sveiseprosess MIG/MAG:
Pulse-/dynamic correction command value

Ved sveiseprosess TIG:
vD correction

digital Input

GND for digital Inputs

digital Input

Torch blow out

digital Input

Wire backward

digital Output

Supply Voltage +24 V

O | oo NOo| o | &~

10 | digital Output

Limit signal = programmert fra fabrikken

Torch body gripped = pé nettsiden til sveiseappara-
tet kan pluggen valgfritt ogsé programmeres med
dette signalet

11 | analog Input

GND for X6/3

Plugg X7:

Pin | Signaltype

1 - -
2 - -

3 analog Output

Ved sveiseprosess MIG/MAG:
Actual real value for seam tracking

Ved sveiseprosess TIG:
Actual real value AVC

digital Input

Working mode, Bit 3

digital Input

Working mode, Bit 4

Welding characteristic- / Job number, Bit 8

digital Input

Welding characteristic- / Job number, Bit 9

digital Input

Welding characteristic- / Job number, Bit 10

4
5
6 digital Input
7
8
9

10 -

11 | analog Output

GND for X7/3

12 | digital Input

Welding characteristic- / Job number, Bit 11

13 | digital Input

Welding characteristic- / Job number, Bit 12

14 digital Input

Welding characteristic- / Job number, Bit 13

15 | digital Input

Welding characteristic- / Job number, Bit 14

16 | digital Input

Welding characteristic- / Job number, Bit 15

Norsk
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Informacje ogdélne

Koncepcja
urzagdzenia

26

Interfejs dysponuje wejsciami i wyjsciami analogowymi oraz cyfrowymi; mozna
z niego korzystac¢ zaréwno w trybie standardowym, jak i w trybie Open Collector
(trybie OC). Do przetgczania trybow interfejsu stuzy zworka.

Aby umozliwi¢ potaczenie interfejsu z urzgdzeniem spawalniczym, razem z in-
terfejsem jest dostarczana wigzka kablowa. Do przedtuzenia wigzki kablowej
mozna wykorzystac kabel potgczeniowy SpeedNet.

Do potgczenia interfejsu ze sterownikiem robota stuzy specjalna, fabryczna
wigzka kablowa.

Wigzka kablowa od strony interfejsu jest fabrycznie wyposazona we wtyki typu
Molex. Od strony robota nalezy przystosowac wigzke kablowg do techniki
przytgczeniowej sterownika robota.

B

i n

i

Robot
Control

(1) (2) @) @) ()

(1) Urzadzenie spawalnicze z opcjonalnym przytgczem SpeedNet z tytu
urzadzenia

(2) Kabel potgczeniowy SpeedNet

(3) Wiazka kablowa do potaczenia z urzagdzeniem spawalniczym

(4) Interfejs

(5) Wiazka kablowa do potaczenia ze sterownikiem robota




Zakres dostawy (1) Interfejs robota

(2) Wiazka kablowa do potaczenia
z urzgdzeniem spawalniczym

(3) Instrukcja obstugi (nie-
przedstawiona na rysunku)

Warunki otocze- :
1
nia /\ OSTROZNIE!
Niebezpieczenstwo wywotane niedopuszczalnymi warunkami otoczenia.
Skutkiem moga by¢ powazne uszkodzenia urzadzenia.
» Urzadzenie przechowywacd i uzytkowac wytgcznie w nizej okreslonych
warunkach otoczenia.

Zakres temperatur powietrza otoczenia:
- podczas eksploatacji: od - 0 °C do 40 °C (od 32 °F do 104 °F)
- podczas transportu i magazynowania: od -25°C do +55°C (od -13°F do 131°F)

Wilgotnosc¢ wzgledna powietrza:
- do 50% przy 40°C (104°F);
- do 90% przy 20°C (68°F).

Powietrze otoczenia: wolhe od pytu, kwasdw, powodujacych korozje gazéw lub
substancji itp.

Wysoko$¢ nad poziomem morza: maks. 2000 m (6500 ft).

Urzgdzenie nalezy przechowywac i eksploatowac w sposdb zapewniajgcy ochrone
przed uszkodzeniami mechanicznymi.

Zasady instalacji  Interfejs nalezy zainstalowac na szybie profilowanej w szafie sterowniczej robota
lub automatu.
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Bezpieczenstwo

28

/\ NIEBEZPIECZENSTWO!

Niebezpieczenstwo wskutek btedéw obstugi i nieprawidtowego wykonywania

prac.

Skutkiem moga by¢ powazne uszczerbki na zdrowiu i straty materialne.

» Wszystkie czynnosci i funkcje opisane w tym dokumencie mogag wykonywad
tylko przeszkoleni pracownicy wykwalifikowani.

» Nalezy doktadnie zapozna¢ sig z niniejszym dokumentem.

» Przeczytad i zrozumied wszystkie instrukcje obstugi komponentow syste-
mu, w szczegolnosci przepisy dotyczace bezpieczenstwa.

/\ NIEBEZPIECZENSTWO!

Niebezpieczenstwo wskutek nieplanowanej transmisji sygnatu.
Skutkiem moga by¢ powazne uszczerbki na zdrowiu i straty materialne.
» Za pomocy interfejsu nie przesytac¢ sygnatéw istotnych dla bezpieczenstwa.



Elementy obstugi, przytacza i wskazniki

Elementy
obstugowe
i przytgcza

(10) 9) (8) 7) (6)

STD OC

[1]2[3]4]5]6]7]

[6]7] 8| EI T EE]EEEEFE!
() (4) (2) (1)
(1) Wtyk X1
(2) Wtyk X2
wtyk dostarcza napiecie +24 V, ktérym mozna zasila¢ cyfrowe wyjscia in-
terfejsu.
Blizsze informacje dotyczgce napigcia zasilania wyjsé cyfrowych — patrz
Zasilanie napigciem wyjsé cyfrowych na stronie 40.
(3)  WtykX3
()  Wtyk Xy
(5) WtykXs
(6) Wityk X6
(7) Wtyk X8
do zasilania przytgcza SpeedNet
(8) Zworka
do ustawiania trybu pracy — tryb standardowy / tryb OC
(9) Przytacze SpeedNet
do potgczenia z urzgdzeniem spawalniczym
(10) Wtyk X7
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Wskazniki na in-
terfejsie

umor— Diodaiecaca —— Wokazario

(1) +24 V swieci, gdy dostepne jest zasilanie
+24 V interfejsu

(2) +15 V swieci, gdy dostepne jest zasilanie
+15 V interfejsu

(3) -15V $wieci, gdy dostepne jest zasilanie
-15 Vinterfejsu

(4) +3V3 $wieci, gdy dostepne jest zasilanie
+3,3 Vinterfejsu

(5) Arc stable / Touch signal W zaleznosci od ustawienia w interfej-
sie web urzgdzenia spawalniczego, do
tej pozycji przypisany jest sygnat Arc
stable lub Touch signal. Wskazanie
jest zalezne od przypisania sygnatu

(6) Robot ready $wieci, gdy aktywny
(7) Error reset swieci, gdy aktywny
(8) Welding start swieci, gdy aktywny
(9) Power source ready $wieci, gdy aktywny
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Instalacja interfejsu

Bezpieczenstwo

Instalacjain-
terfejsu

/\ NIEBEZPIECZENSTWO!

Niebezpieczenstwo stwarzane przez energie elektryczna.

Grozi powaznym uszczerbkiem na zdrowiu.

» Przed rozpoczeciem prac wytgczy¢ wszystkie uzywane urzgdzenia i kompo-
nenty i odtgczyc¢ je od sieci zasilajgce;j.

» Zabezpieczy¢ wszystkie uzywane urzgdzenia i komponenty przed ponow-
nym wtgczeniem.

» Po otwarciu urzagdzenia odpowiednim przyrzgdem pomiarowym sprawdzic,
czy wszystkie elementy natadowane elektrycznie (np. kondensatory) sg
roztadowane.

/\ NIEBEZPIECZENSTWO!

Niebezpieczenstwo stwarzane przez prad elektryczny wskutek niedo-
statecznego potaczenia z przewodem ochronnym.

Skutkiem moga byé powazne uszczerbki na zdrowiu i straty materialne.
» Zawsze uzywac oryginalnych srub obudowy w pierwotnej liczbie.
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Sprawdzi¢ pozycje zworki w in-
terfejsie — tryb standardowy / tryb
OcC.

Podtaczy¢ wigzke kablowa (2) do
sterownika robota.

Podtaczy¢ wigzke kablowg (2) do
interfejsu zgodnie z ilustracja.

Podtgczy¢ wigzke kablowa (1) do
interfejsu zgodnie z ilustracja.

Podtaczy¢ wigzke kablowa (1) do
kabla potaczeniowego SpeedNet
urzgdzenia spawalniczego.

Podtaczy¢ kabel potgczeniowy
SpeedNet do przytgcza SpeedNet
z tytu urzgdzenia spawalniczego.



Cyfrowe syghaty wejsciowe — sygnaty od robota
do urzgdzenia spawalniczego

Informacje
ogolne

Parametry

Dostepne syg-
naty

Okablowanie cyfrowych sygnatow wejsciowych
- wtrybie standardowym na 24 V (High);
- wtrybie Open Collector na GND (Low).

" WSKAZOWKA!

W przypadku trybu Open Collector wszystkie sygnaty s3 odwrécone (od-

wrdcona logika).

Poziom sygnatu:
- Low(0)=0-2,5V
- High(1)=18-30V

Potencjat referencyjny: GND = X2/2, X3/3, X3/10, X6/4

Sygnaty Working mode oraz Welding characteristic / Job number opisano w dal-

szej czesci tekstu.

Opisy pozostatych sygnatdw znajdujag sie w dokumencie ,,Opis sygnatow interfejsu

TPS/i".

Okablowanie Okablowanie
Nazwa sygnatu Przypisanie | Tryb standardowy Tryb OC

Welding start Wtyk X1/4 24 V = aktywny 0 V = aktywny
(Spawanie wt.)
Robot ready Wtyk X1/5 24 V = aktywny 0 V = aktywny
(Robot gotowy)
Gas on Wtyk X1/7 24 V = aktywny O V = aktywny
(Gaz wt.)
Wire forward Wtyk X1/11 24 V = aktywny 0 V = aktywny
(Nawlekanie drutu)
Wire backward Wtyk X6/6 24 V = aktywny 0 V = aktywny
(Cofanie drutu)
Torch blow out Wtyk X6/5 24 V = aktywny O V = aktywny
(Przedmuchiwanie
uchwytu spawalniczego)
Touch sensing Wtyk X4/7 24 V = aktywny 0 V = aktywny
(TouchSensing)
Teach mode Wtyk X4/6 24 V = aktywny 0 V = aktywny
(Tryb Teach)
Welding simulation Wtyk X6/2 24 V = aktywny 0 V = aktywny
(Symulacja spawania)
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Okablowanie Okablowanie
Nazwa sygnatu Przypisanie | Tryb standardowy Tryb OC

Error reset Wtyk X4/5 24 V = aktywny 0 V = aktywny
(Potwierdzanie btedu)

Podczas spawania
MIG/MAG:

Torchbody Xchange
(Wymiana korpusu pal-
nika spawalniczego) Wtyk X4/3 24 V = aktywny | OV = aktywny
Podczas spawania
WIG:

Cap shaping
(powstawanie kalot)

Wire brake on Wtyk X4/4 24 V = aktywny 0 V = aktywny
(Wtaczony hamulec
drutu)

Booster manual Wtyk X7/14 24 V = aktywny 0 V = aktywny
(Wzmacniacz recznie)

Processline Bit 0 Wtyk X7/15 24 V = aktywny O V = aktywny
(Bit 0 linii procesowej)

Processline Bit 1 Wtyk X7/16 24 V = aktywny 0 V = aktywny
(Bit 1 linii procesowej)

Working mode

(Tryb pracy) patrz ponizszy opis sygnhatu

Welding characteris-
tic / Job number
(numer charakterystyki/
zadania)

patrz ponizszy opis sygnatu

Working mode Zakres wartosci w trybie pracy:

[vmresnuiyeney: |
by R T N ——

Wybdr parametréow wewnetrznych

o (o] o] o] 1 Charakterystyki 2-taktu specjal-
nego
¢} (o} o] 1 o Tryb Job

- WSKAZOWKA!

Parametry spawania ustala si¢ za pomocg analogowych wartosci zadanych.

Signal-Level, gdy ustawione s3 bit 0 — bit 4:

Signal-Level Signal-Level
w trybie standardowym w trybie OC

Wtyk X1/6 (bit 0) High Low
Wtyk X4/1 (bit 1) High Low
Wtyk X4/2 (bit 2) High Low
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Welding charac-
teristic / Job
number (numer
charakterystyki/
zadania)

Signal-Level, gdy ustawione s3 bit 0 — bit 4:

Signal-Level Signal-Level
w trybie standardowym w trybie OC

Wtyk X7/4 (bit 3) High Low

Wtyk X7/5 (bit 4) High Low

Sygnaty Welding characteristic / Job number (charakterystyka spawania / nu-
mer zadania) sg dostepne, gdy bitami 0—4 trybu Working mode (tryb roboczy)
charakterystyki wybrano tryb 2-takt specjalny lub tryb Job. Blizsze informacje
dotyczace bitdw 0—4 trybu Working mode (tryb roboczy) — patrz Working mo-
de (tryb pracy) na stronie 34.

Sygnaty Welding characteristic / Job number (charakterystyka spawania / nu-

mer zadania) wywotujg zapisane parametry spawania za posrednictwem nu-
meru danej charakterystyki / danego zadania.

Wtyk Tryb standardowy Tryb OC
oV o

X5/1 24V

X5/2 24 V oV 1
X5/3 24V oV 2
X5/4 24V oV 3
X5/5 24 V oV 4
X5/6 24V oV 5
X5/7 24 V oV 6
X5/8 24 V oV 7
X7/6 24V oV 8
X7/7 24 V oV 9
X7/8 24 V oV 10
X7/12 24 V oV 11
X7/13 24 V oV 12
X7/14 24 V oV 13
X7/15 24 V oV 14
X7/16 24 V oV 15

- WSKAZOWKA!

W trybie Retro Fit dostepne sg tylko bity o numerach 0-7 (wtyki X5/1-8).

Zadane numery charakterystyk/zadan nalezy wybieraé, uzywajac kodowania bi-
towego. Przyktad:

- 00000001 = numer charakterystyki / zadania 1

- 00000010 = numer charakterystyki / zadania 2

- 00000011 = numer charakterystyki / zadania 3

- 10010011 = numer charakterystyki / zadania 147

- 11111111 = numer charakterystyki / zadania 255
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Przypisanie/
zmiana numeru
programu/
charakterystyki
(tryb Retrofit)

36

Dostegpne zakresy numerow zadarn:
- Bity numer 0-15 = 0-1000
- Bity numer 0—7 (Retro Fit) = 0—255

Dostegpne zakresy numerdéw charakterystyk:

- Bity numer 0-15 = 256-65535

- Bity numer 0—7 (Retro Fit) = 0-255 W przypadku korzystania z trybu Retro
Fit, do danych numeréw charakterystyk (1-255) muszg byé przypisane ID
zadanych charakterystyk, poniewaz w przeciwnym przypadku nie mozna
wybrac¢ charakterystyki w interfejsie — patrz Przypisanie/zmiana numeru
programu/charakterystyki (tryb Retrofit) na stronie 36.

WSKAZOWKA!

Numer charakterystyki/zadania ,,0" umozliwia wybdr charakterystyki/zada-
nia na panelu obstugowym urzadzenia spawalniczego.

W przypadku urzgdzen spawalniczych serii TPS, podajgc numer programu mozna
wybrac¢ materiat, srednice drutu i rodzaj gazu ostonowego. W tym celu zdefi-
niowano wartos¢ 8-bitowa.

Aby umozliwié wykorzystanie sygnatu 8-bitowego w trybie Retrofit, mozliwe jest
przypisanie numeru programu (1—255) do numeru charakterystyki.

Zanotowac adres IP uzywanego urzadzenia spawalniczego:
E' Potaczy¢ urzadzenie spawalnicze z komputerem (na przyktad kablem LAN)

e 0 [ G 3 Z lewego paska bocznego na pa-
- Information Restore factory _ nelu .ObStUgOWym 'urzqufenla Spa_
L s=ubsstii e walniczego wybrac przycisk ,Ustaw.
Website p iword Mode Setup ) WSt'
[a] -\ [3] Z prawego paska bocznego na pa-
Network settings iarofc il nelu obstugowym urzgdzenia spa-
5T @ &= walniczego wybraé przycisk ,,Sys-
Wire feeder Next page i tem”

setup O{;Sﬁ .
' Na panelu obstugowym urzadzenia

spawalniczego wybracd przycisk ,In-

formacja”
e sl TR Zanotowac wyswietlony adres IP
Information (przyk{ad 1057213)

Serial number 00001171
Firmware-version  4.0.0-30951.30592

Softwar, 3039
g —

S . o

Otworzy¢ interfejs web urzadzenia spawalniczego w przegladarce internetowej:

Na pasku adresu przegladarki internetowej wprowadzi¢ adres IP urzadzenia
spawalniczego i potwierdzi¢
- Zostanie wyswietlony interfejs web urzadzenia spawalniczego



Wprowadzi¢ nazwe uzytkownika i hasto.

Ustawienia fabryczne:

Nazwa uzytkownika = admin

Hasto = admin

- Zostanie wyswietlony interfejs web urzgdzenia spawalniczego

Zanotowac ID zadanych charakterystyk:

W interfejsie web urzgdzenia spawalniczego wybra¢ zaktadke ,,Zestawienie
charakterystyk”

E' Zanotowac ID charakterystyk, ktére majg by¢ dostepne do wyboru w interfej-
sie

W interfejsie web urzgdzenia spawalniczego wybra¢ zaktadke uzywanego in-
terfejsu
Przyktadowo: RI IO PROVi

W punkcie ,,Przyporzgdkowanie charakterystyk” przyporzgdkowaé po-

trzebnym numerom programu (=numerom bitu) zadane ID charakterystyk.

Przyktad: Numer programu 1 = ID charakterystyki 2501, numer programu 2 =

ID charakterystyki 3246, ...

- Przypisane charakterystyki mozna nastepnie wywotac¢ z poziomu in-
terfejsu, podajgc wybrany numer programu (=numer bitu)

Jezeli przyporzadkowano wszystkie ID charakterystyk, wybrac polecenie ,Za-

pisz przyporzgdkowanie"

- W punkcie ,Numery programow przypisane do ID charakterystyk” beda
wyswietlone wszystkie numery programow z przypisanymi ID charakte-
rystyk

¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program Synergic line-
number ID

1 2566

2 2785

3 2765

¥ Change assignment:

Program Synergic line-

number ID
1 v 2566 m o
2 v 2785 (W w
3 v 2765 m w

Interfejs web urzqdzenia spawalniczego
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Analogowe syghaty wejsciowe — sygnaty od ro-
bota do urzgdzenia spawalniczego

Informacje
ogolne

Dostepne syg-
naty

38

Analogowe wejscia wzmacniacza réznicowego w interfejsie zapewniajg oddziele-
nie galwaniczne interfejsu od analogowych wyjs¢ sterownika robota. Kazde
wejscie w interfejsie dysponuje wtasnym potencjatem ujemnym.

" WSKAZOWKA!

Jezeli sterownik robota posiada tylko jedno wspélne GND dla swoich analo-
gowych sygnatoéw wyjsciowych, ujemne potencjaty wejsé w interfejsie musza
by¢ ze sobg potaczone.

Ponizej opisane wejscia analogowe sg aktywne w przypadku napie¢ w zakresie O—
10 V. Jezeli poszczegdlne wyjscia analogowe pozostang nieobtozone
(przyktadowo te dla parametru Arclength correction), zostang przyjete wartosci
ustawione w urzadzeniu spawalniczym.

Opisy ponizszych sygnatéw znajdujg sie w dokumencie ,,Opis sygnatow interfejsu
TPS/i".

Podczas spawaniaMIG/MAG:
Wire feed speed command value

(warto$c¢ zadana predkosci podawania dru-
tu) Wtyk X1/1=0-10V

Wtyk X1/8 = GND

Podczas spawania WIG:

Main current

(prad gtéwny)

Podczas spawaniaMIG/MAG:

Arclength correction command value
(wartos$¢ zadana korekty dtugosci tuku spa-
walniczego) Wtyk X1/2 = 0—10 V
Podczas spawania WIG: Wtyk X1/9 = GND
Wire feed speed command value

(wartos$c¢ zadana predkosci podawania dru-
tu)

Podczas spawania MIG/MAG:
Pulse-/dynamic correction command value
(wartoéc¢ zadana impulsu/korekta dynamiki) Wtyk X6/3 = 0—10 V

Podczas spawania WIG: Wtyk X6/11 = GND
vD correction
(korekcja vD)

Wire retract correction command value Wtyk X3/1=0-10V
(Wartos¢ zadana korekty cofania drutu) Wtyk X3/8 = GND




Podczas spawania MIG/MAG:
Wire forward / backward length
(Dtugos¢ posuwu drutu do przodu / do tytu) | wiyk X3/2 = 0-10 V

Podczas spawania WIG: Wtyk X3/9 = GND
Plasma gas command value
(Wartos¢ zadana gazu plazmotworczego)
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Cyfrowe syghaty wyjsciowe — to sygnhaty z
urzgdzenia spawalniczego do robota.

Informacje
ogolne

Zasilanie na-
pieciem wyjsé
cyfrowych

Dostepne syg-
naty

40

" WSKAZOWKA!

Jezeli nastapi przerwanie potgczenia urzadzenia spawalniczego z interfejsem
robota, system ustawia wszystkie cyfrowe/analogowe sygnaty wyjSciowe w in-
terfejsie na,,0".

/\ NIEBEZPIECZENSTWO!

Niebezpieczenstwo stwarzane przez prad elektryczny.

Skutkiem moga byé powazne obrazenia ciata i Smierc.

» Przed rozpoczeciem prac wytaczy¢ wszystkie uczestniczgce urzgdzenia i
komponenty i odtgczyé od sieci zasilajgce;.

» Zabezpieczy¢ wszystkie uczestniczgce urzgdzenia i komponenty przed po-
nownym wtgczeniem.

- WSKAZOWKA!

Do wtyku X6/1 musi byé przytozone napiecie maks. 36 V, aby zasilane byty
wyjs$cia cyfrowe.

- W zaleznosci od wymogodw, wyjscia cyfrowe mogg by¢ zasilane napieciem
24 V z interfejsu lub napieciem wtasciwym dla danego klienta (0—36 V).
- Do zasilania wyjs¢ cyfrowych napigciem 24 V w interfejsie jest dostepne
wtérne napiecie wyjsciowe 24 V.
- Wtdrne napigcie wyjsciowe 24 V jest wykonane z rozdzieleniem galwa-
nicznym wzgledem przytgcza SpeedNet. Okablowanie ochronne ogra-
nicza poziom napiecia do 100 V.

W celu zasilenia wyj$é cyfrowych z interfejsu napigciem 24 V nalezy wykona¢
nastepujgce czynnosci:

IE' Zamontowac¢ zworke miedzy wtykiem X6/1 a X6/7.

W celu zasilenia wyjs¢ cyfrowych napieciem wtasciwym dla danego klienta
wykonac nastepujgce czynnosci:

Do wtyku X6/1 podtgczy¢ kabel zasilania napieciem wtasciwym dla danego
klienta.

Opisy ponizszych sygnatéw znajdujag sie w dokumencie ,,Opis sygnatow interfejsu
TPS/i".



Nazwa sygnatu Okablowanie

Arc stable / Touch signal (domyslne)
(Stabilny tuk spawalniczy / sygnat Touch)

Wtyk X1/12 24 V = aktywny
Current flow
(przeptyw pradu)
Power source ready Wtyk X1/14 24 V = aktywny
(Urzadzenie spawalnicze gotowe)
Collisionbox active Wtyk X1/13 24 V = aktywny
(CrashBox aktywny)
Process active Wtyk X4/10 24 V = aktywny
(Proces aktywny)
Main current signal Wtyk X4/9 24 V = aktywny
(Sygnat pradu gtéwnego)
Touch signal Wtyk X3/15 24 V = aktywny

(Touch Signal)

Current flow (domyslne)
(Przeptyw pradu)

Robot motion release

(Zwolnienie ruchu robota) Wiyk X3/16 24 V = aktywny

Process run
(Proces w toku)

Limit signal (domyslnie)
(Sygnat limitu)

Wtyk X6/10 24 V = aktywny
Torchbody gripped

(Korpus palnika uchwycony)
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Analogowe syghaty wyjsciowe — to sygnhaty z
urzgdzenia spawalniczego do robota.

Informacje
ogolne

Dostepne syg-
naty

42

" WSKAZOWKA!

Jezeli nastapi przerwanie potgczenia urzadzenia spawalniczego z interfejsem
robota, system ustawia wszystkie cyfrowe/analogowe sygnaty wyjSciowe w in-

terfejsie na,,0".

Wyjscia analogowe w interfejsie stuzg do konfiguracji robota oraz wyswietlania

i dokumentacji parametrow procesowych.

Opisy ponizszych sygnatéw znajdujg sie¢ w dokumencie ,,Opis sygnatow interfejsu

TPS/i".

Nazwa sygnhatu Okablowanie

Welding voltage
(Napiecie spawania)

Wtyk X3/4 = -0—-10 V
Wityk X3/11 = GND

Welding current
(prad spawania)

Wtyk X1/3 = 0—10 V
Wtyk X1/10 = GND

Wire feed speed
(predkos¢ podawania drutu)

Wtyk X3/6 = 0—10 V
Wtyk X3/13 = GND

Motor current M1 (default)
(Prad silnika M1)

Motor current M2
(Prad silnika M2)

Motor current M3
(Prad silnika M3)

Wtyk X3/7 = 0—10 V
Wtyk X3/14 = GND

Podczas spawaniaMIG/MAG:

Actual real value for seam tracking
(Biezaca wartosc rzeczywista wyszukiwania
spoiny)

Podczas spawaniaWIG:
Actual real value AVC
(Aktualna wartosé rzeczywista AVC)

Wtyk X7/3 = -10 — +10 V
Wtyk X7/11 = GND




Przyktady zastosowania

Informacje W zaleznosci od wymogdw zastosowania robota nie muszg by¢ wykorzystywane
ogdlne wszystkie sygnaty wejéciowe i wejsciowe.
Sygnaty, ktére muszg by¢ wykorzystane, sg ponizej oznaczone gwiazdka.

Przyktad zas- Robot Power source
tosowania w try- X1/4
X +24V >
bie standardow- 2, B X1/12
ym I -
> X1/1
Mo-10V > X1/8
> X1/2
@0 -10V > X1/9
+2av—1 » X1/5
& —~X1/14
+24 V < X6/7
. X6/1
or extern™
& A X1/13

X1/4 | = Welding start (wejscie cyfrowe) *

X1/12 | = Arc stable / Touch signal (wyjscie cyfrowe) *

X1/1 = Wire feed speed command value + (wejscie analogowe) *
X1/8 | = Wire feed speed command value - (wejscie analogowe) *
X1/2 = Arclength correction + (wejscie analogowe) *

X1/9 = Arclength correction - (wejscie analogowe) *

X1/5 | = Robot ready(wejscie cyfrowe) *

X1/14 | = Power source ready (wyjscie cyfrowe)

X6/7 = napiecie zasilajgce dla urzadzen zewnetrznych *

X6/1 = napiecie zasilajace dla wyjs¢ cyfrowych *

X1/13 | = Collisionbox active (wyjscie cyfrowe)

* = sygnat musi by¢ uzyty
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Przyktad zas-
tosowania w try-
bie OC

44

Robot Power source
+OV > X174
& — X1/12
_ X1/1
@o-10v | X1/8
n X1/2
Wo-10v - X1/9
0V _+ ; X1/5
& «— X114
+24 'V < X6/7
- X6/1
- or extern * X1/13
X1/4 = Welding start (wejscie cyfrowe) *
X1/12 | = Arc stable / Touch signal (wyjscie cyfrowe) *
X1/1 = Wire feed speed command value + (wejscie analogowe) *
X1/8 = Wire feed speed command value - (wejscie analogowe) *
X1/2 = Arclength correction + (wejscie analogowe) *
X1/9 = Arclength correction - (wejscie analogowe) *
X1/5 = Robot ready(wejscie cyfrowe) *
X1/14 | = Power source ready (wyjscie cyfrowe)
X6/7 = napiecie zasilajgce dla urzagdzen zewnetrznych *
X6/1 = napiecie zasilajgce dla wyjs¢ cyfrowych *
X1/13 | = Collisionbox active (wyjscie cyfrowe)
* = sygnat musi by¢ uzyty




Przeglad przypisania stykow

Przeglad przypi-

sania stykow

Wtyk X1:
Pin | Rodzaj sygnatu Sygnat

Podczas spawania MIG/MAG:
Wire feed speed command value

1 analog Input
Podczas spawania WIG:
Main current
Podczas spawania MIG/MAG:
Arclength correction command value

2 analog Input
Podczas spawania WIG:
Wire feed speed command value

3 analog Output Welding current

4 digital Input Welding start

5 digital Input Robot ready

6 digital Input Working mode, Bit 0

7 digital Input Gas on

8 analog Input GND for X1/1

9 analog Input GND for X1/2

10 | analog Output GND for X1/3

11 | digital Input Wire forward

12 | digital Output Arc stable / Touch signal = przypisanie fabryczne
Current flow = w interfejsie web urzgdzenia spawal-
niczego do styku mozna opcjonalnie przypisac takze
ten sygnat

13 | digital Output Collisionbox active

14 | digital Output Power source ready
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Wtyk X3:

Pin | Rodzaj sygnatu Sygnat

46

1 analog Input Wire retract correction command value
Podczas spawania MIG/MAG:
Wire forward / backward length

2 analog Input
Podczas spawania WIG:
Plasma gas command value

3 digital Input GND for digital Inputs

4 analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1 = przypisanie fabryczne
Motor current M2, M3 = w interfejsie web urzadzenia
spawalniczego do styku mozna opcjonalnie przypisac
takze ten sygnat

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow = przypisanie fabryczne
Robot motion release / Process run = w interfejsie
web urzgdzenia spawalniczego do styku mozna
opcjonalnie przypisa¢ takze ten sygnat




Wtyk X4:

Pin | Rodzaj sygnatu

Sygnat

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2
Podczas spawania MIG/MAG:
Torchbody Xchange

3 digital Input
Podczas spawania WIG:
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output Process active

Wtyk X5:

Pin | Rodzaj sygnatu

digital Input

Sygnat

Welding characteristic- / Job number, Bit 0

digital Input

Welding characteristic- / Job number, Bit 1

digital Input

Welding characteristic- / Job number, Bit 2

digital Input

Welding characteristic- / Job number, Bit 3

digital Input

Welding characteristic- / Job number, Bit 4

digital Input

Welding characteristic- / Job number, Bit 5

digital Input

Welding characteristic- / Job number, Bit 6

o N0 | W |N| R

digital Input

Welding characteristic- / Job number, Bit 7
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~



Wtyk X6:

Pin | Rodzaj sygnatu Sygnat

1 digital Input Supply Voltage +24 V
2 digital Input Welding simulation
Podczas spawania MIG/MAG:
Pulse-/dynamic correction command value
3 analog Input
Podczas spawania WIG:
vD correction
4 digital Input GND for digital Inputs
5 digital Input Torch blow out
6 digital Input Wire backward
7 - -
8 digital Output Supply Voltage +24 V
9 - -
10 | digital Output Limit signal = przypisanie fabryczne
Torch body gripped = w interfejsie web urzadzenia
spawalniczego do styku mozna opcjonalnie przypisac¢
takze ten sygnat
11 | analog Input GND for X6/3
Wtyk X7:
Pin | Rodzaj sygnatu Sygnat
1 - -
2 - -
Podczas spawania MIG/MAG:
Actual real value for seam tracking
3 analog Output
Podczas spawania WIG:
Actual real value AVC
A digital Input Working mode, Bit 3
5 digital Input Working mode, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 8
7 digital Input Welding characteristic- / Job number, Bit 9
8 digital Input Welding characteristic- / Job number, Bit 10
9 - -
10 - -
11 | analog Output GND for X7/3
12 | digital Input Welding characteristic- / Job number, Bit 11
13 | digital Input Welding characteristic- / Job number, Bit 12
14 | digital Input Welding characteristic- / Job number, Bit 13
15 | digital Input Welding characteristic- / Job number, Bit 14
16 | digital Input Welding characteristic- / Job number, Bit 15




Indice

INTOIMAGOES OIAIS......ocuiieiceieeeeeeeeee ettt ettt ettt e et e ettt eeaeeteeaeeteeteete et et easeneenseneens
CoNCEITO dE AISPOSITIVO......ocuiiiiiii e ettt
ESCOPO 0B NEIEE@ ...ttt ettt ettt
CoNdIGOES AMDIENTAIS ... ..ottt ettt ettt ettt et
Determinages da iNSTalaGa0 ..........c.ociiuiiiiiicicecee et
S T=T= (UL =T o Lo TR TR

Elementos de comando, conex8es € INAICAGOES ............cc.ooeiiviiiiieieeee e
Controles 0peraciona@isS € CONEXOES ............cc.eoviiieeeeeeeeeeeeee et
INAICaGOES NA INTEITACE ... e

INSTAlAr @ INTEITACE. ... ...ttt
SOBUIANGA. . ... ettt
INSTAlar INEEITACE. ... ..oceiciieiecce ettt ettt et eae e eae et

Sinais de entrada digital - sinais do robd para a maquina de solda.................ccecooeieviicieiiccieee.
INTOIMAGOES OIAIS.....c.icuiceieeeeeeeee ettt ettt ettt et e et e et e et e et e aeete et et e eaeereereeaeereas
CaraCTErISTICAS ...ttt ettt ettt ens
SINAIS AISPONIVEIS.......ooeiiieceeee ettt enen
Working mode (Modo de trabaliio) ...............c.oooviviiiioeeeeeeeeeeeeeeeee e,
Welding characteristic / Job number (nimero da curva sinérgica/nimero do servigo)...........
Atribuir/alterar o nUmero do programa/numero da curva caracteristica (modo Refrofit).......

Sinais de entrada analdgicos - sinais do robd para a maquinade solda.............ccooooviviiiviiiiiienenn.
INTOrMAGOES GEOIAIS ... ..o e ettt ettt
STNAIS AISPONIVEIS. ... ettt et e et eeeeaann

Sinais de saida digital - sinais da maquina de solda para 0 robd ..............ccocveeeeoeeceeeeeeeeeeeeeee.
INTOIMAGOES OIAIS.....cuicviceieeieeeeeeeee ettt ettt ettt et e et et e et e et et e et e et e ete e ete et e eaeereereeaeeaeas
Alimentacao elétrica das saidas digitaiS...........cccooiiiiiiiiiiiii e
SINAIS AISPONIVEIS ..o ettt ere e enen

Sinais de saida analdgicos - sinais da maquina de solda para 0 robd................cccooeveveeeiecicceee.
INTOIrMAGOES GOIAIS......ociiieiceieeeeeeeeeeeeee ettt ettt ettt et et e et e et et e et et et et et ete e ereereas
SINAIS AISPONIVEIS.......ooiiiiiceeeee e ettt re e enen

EXEMPLOS A€ @PLICAGAO..........oooeiieceeeee e et
GIBIAL ..ttt ettt ettt ettt ettt ettt eann
Exemplo de aplicag8o NO MOAO PAAIBO.............ccoiiiieeeeeceeeeeeeeeeee e
Exemplo de aplicag80o NO MO0 OC.. ... ...

Vis&o geral da OCUPAGEO O PINO.........oooiiiiieicieeeeee et
Vis&o geral da OCUPAGEO AOS PINOS........c.oiviiiiiieee e ettt eae e

Portugués (BR)

49



Informacgoes gerais

Conceito de dis-
positivo

50

A interface possui entradas e saidas analdgicas e digitais e pode ser operada tan-
to no modo padrao como no modo Open-Collector (modo OC). A comutacéo en-
tre os modos é feita com um jumper.

Para a conexao da interface com a maquina de solda, a interface é fornecida com
um chicote de cabo. Como prolongamento para o chicote de cabo, esta
disponivel um cabo de conexdo SpeedNet.

Para a conexao da interface com o controle do rob6, esté disponivel um chicote
de cabo pré-fabricado.

O chicote de cabo é pré-confeccionado com conexao pronta do lado da interface
com conectores Molex. Do lado do robd, o chicote de cabo deve ser adaptado a
tecnologia de conexédo do controle do robé.

B

i n

i

Robot
Control

(1) (2) @) @) ()

(1) Maquina de solda com conexdo SpeedNet opcional na traseira do aparel-
ho

(2) Cabo de conexdo SpeedNet

(3) Chicote de cabo para a conexdo com a maquina de solda

(4) Interface

(5) Chicote de cabo para a conexao com o controle do robo




Escopo de entre-
ga

Condig¢oes ambi-
entais

Determinagées
da instalacao

Seguranc¢a

(1) Interface do robd

(2) Chicote de cabo para a conexio
com a maquina de solda

(3) Manual de instrucgdes (nao ilus-
trado)

/\ CUIDADO!

Perigo devido a condigées ambientais inapropriadas.

Graves danos no dispositivo podem ser provocados.

» Armazenar e operar o dispositivo apenas nas condigbes ambientais indica-
das a seguir.

Faixa de temperatura do ar ambiente:
- durante operacgéo: 0 °C a +40 °C (32 °F a 104 °F)
- no transporte e armazenamento: -25 °C a +55 °C (-13 °F a 131 °F)

Umidade relativa do ar:
- até 50% a 40 °C (104 °F)
- até 90% a 20 °C (68 °F)

Ar ambiente: livre de po, acidos, gases ou substancias corrosivas etc.
Altitude acima do nivel do mar: até 2000 m (6500 ft).

Armazenar/operar o dispositivo protegido de danos mecénicos.

A interface deve ser instalada sobre um trilho de cobertura em um quadro de co-
mando de maquinas ou do robd.

/\ PERIGO!

Perigo devido a manuseio e trabalhos realizados incorretamente.

Podem ocorrer danos pessoais e materiais graves.

» Todos os trabalhos e fungdes descritos neste documento sé podem ser
realizados por pessoal especializado e treinado.

» Este documento deve ser lido e entendido.

» Todos os manuais de instrucdes dos componentes do sistema, especial-
mente as diretrizes de seguranga, devem ser lidos e compreendidos.
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Perigo devido a transmissao de sinal ndo programada.
Podem ocorrer danos pessoais e materiais graves.
» Através da interface, ndo transmitir sinais relacionados & segurancga.




Elementos de comando, conexodes e indicagoes

Controles ope-
racionais e co-
nexoes

(10) 9) (8) 7) (6)

STD OC

1] [1]2]3]4]5]6]7]
2| [slofon1h2l13}14

516 [718] [6]718[o10]

|
(®)

7 |
4 (2) (1)

(1) Conector X1
(2) Conector X2
O conector disponibiliza uma tensdo de + 24 V, com a qual as saidas digi-
tais da interface podem ser alimentadas.
Para mais informacdes sobre o fornecimento de tensao das saidas digitais,
consulte Alimentacao elétrica das saidas digitais na pagina 64.
(3) Conector X3
(4) Conector X4
(5) Conector X5
(6) Conector X6
(7)  Conector X8
para alimentagao da conexdo SpeedNet
(8) Jumper
para configurar o modo de operagéo - modo padrao/modo OC
(9) Conexao SpeedNet
para conexdo com a maquina de solda
(10) Conector X7
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Indicagdes nain-
terface

54

(1) +24 V acende quando é fornecida a alimen-
tagcédo +24 V dainterface

(2) +15 V acende quando é fornecida a alimen-
tagdo +15 V da interface

(3) -15V acende quando é fornecida a alimen-
tagdo -15 V da interface

(4) +3V3 acende quando é fornecida a alimen-

tacédo +3,3 V da interface

(5)

Arc stable / Touch signal
(arco voltaico estavel/sinal
Touch)

dependendo da configuragédo no site
da maquina de solda, ocupado com
Arc stable (arco voltaico estavel) ou
Touch signal (sinal Touch). A indicagéo
depende da ocupacgao do sinal

(6)

Robot ready

acende quando ativo

(7)

Error reset

acende quando ativo

(8)

Welding start

acende quando ativo

(9)

Power source ready

acende quando ativo




Instalar a interface

Seguranca A PERIGO!

Perigo devido a corrente elétrica.

Podem ocorrer ferimentos graves.

» Antes de iniciar os trabalhos, todos os equipamentos e componentes en-
volvidos devem ser desligados e desconectados da rede de energia.

» Todos os equipamentos e componentes listados devem ser protegidos con-
tra religamento.

» Depois de abrir o equipamento, com a ajuda de um medidor adequado,
certifique-se de que os componentes elétricos (por exemplo, capacitores)
estejam descarregados.

/\ PERIGO!

Perigo devido a corrente elétrica em decorréncia de conexao insuficiente com
o fio terra.

Podem ocorrer ferimentos e danos materiais graves.

» Utilize sempre os parafusos da carcacga original na quantidade original.

Instalar inter-
face

Verificar a posi¢édo do jumper na in-
terface - modo padrao / modo OC

Conectar o chicote de cabo (2) no
controle do rob6

Conectar o chicote de cabo (2) na
interface conforme ilustrado

Conectar o chicote de cabo (1) na
interface conforme ilustrado

Conectar o chicote de cabo (1) no
cabo de conexao SpeedNet da
maquina de solda

Conectar o cabo de conexdo
SpeedNet na conexdo SpeedNet na
parte de tras da maquina de solda
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Sinais de entrada digital - sinais do robd para a
maquina de solda

Informacgdes ge-

rais

Caracteristicas

Sinais
disponiveis

56

Cabeamento dos sinais de entrada digitais
- no modo padrao em 24 V (High) (Alto)
- no modo Open Collector em GND (Low) (Baixo)

No modo Open Collector, todos os sinais estéo invertidos (légica invertida).

Nivel do sinal:
- Baixo(0)=0-2,5V
- Alto(1)=18-30V

Potencial de referéncia: GND = X2/2, X3/3, X3/10, X6/4

Os sinais Working mode (modo de trabalho) e Welding characteristic / Job num-
ber (numero da curva sinérgica/numero do servigo) sdo descritos a seguir.

As descrigdes dos sinais restantes podem ser encontradas no documento ,,De-
scricdo de sinais da interface TPS/i".

Cabeamento Cabeamento
Designacao do sinal Ocupacao do modo padrao do modo OC

Welding start Conector X1/4 24 V = ativo 0V = ativo
(soldagem ligada)

Robot ready Conector X1/5 24V = ativo OV = ativo
(robd pronto)

Gason Conector X1/7 24 V = ativo 0oV = ativo
(gas ligado)

Wire forward Conector 24 V = ativo 0V = ativo
(avango do arame) X1/11

Wire backward Conector 24 V = ativo 0V = ativo
(retorno do arame) X6/6

Torch blow out Conector 24 V = ativo 0oV = ativo
(purgar tocha de solda) X6/5

Touch sensing Conector X4/7 24 V = ativo 0 V = ativo
(Touchsensing)

Teach mode Conector 24 V = ativo 0V = ativo
(modo de ensino) X4/6

Welding simulation Conector X6/2 24 V = ativo oV = ativo
(simulagdo de solda-

gem)

Error reset Conector 24 V = ativo 0V = ativo
(confirmar erro) X4/5




Cabeamento Cabeamento
Designacao do sinal Ocupagao do modo padrao do modo OC

Durante o processo de
soldagem
MIG/MAG:
Torchbody Xchange
(Trocar tubo curvado)
Conector X4/3 24 V = ativo oV = ativo
Durante o processo de
soldagem
WIG (TIG):
Cap shaping
(formacao de calota)
Wire brake on Conector 24 V = ativo 0oV = ativo
(freio do arame ligado) Xuly
Booster manual Conector 24 V = ativo O V = ativo
(Manual do booster) X7/14
Processline Bit 0 Conector 24 V = ativo 0oV = ativo
(linha de processo bit 0) X7/15
Processline Bit 1 Conector 24 V = ativo 0V = ativo
(linha de processo bit 1) X7/16

Working mode

(modo de trabalho) consulte a descrigéo a seguir do sinal

Welding characteris-
tic / Job number

(nimero da curva consulte a descrigéo a seguir do sinal
sinérgica/numero do
servigo)

Working mode Intervalo de valores do modo de trabalho:

T —
e N

Selegado do pardmetro interno

o 0 o] (o] 1 Curvas sinérgicas da operacéo es-
pecial em 2-tempos

o] o] 0 1 o] Modo de trabalho

- AVISO!

Os parametros de soldagem sao indicados com valores nominais analégicos.

Nivel de sinal quando for definido Bit 0 - Bit 4:

Nivel de sinal no Nivel de sinal no
modo padrao modo OC

Conector X1/6 (Bit High (Alto) Low (Baixo)
0)
Conector X4/1 (Bit High (Alto) Low (Baixo)
1)
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Nivel de sinal quando for definido Bit 0 - Bit 4:

Nivel de sinal no Nivel de sinal no
modo padrao modo OC

Conector X4/2 (Bit High (Alto) Low (Baixo)

2)

Conector X7/4 (Bit High (Alto) Low (Baixo)

3)

Conector X7/5 (Bit High (Alto) Low (Baixo)

4)
We_l.di_ng charac- Os sinais Welding characteristic / Job number (nimero da curva sinérgica/
teristic / Jc'ob numero do servigo) somente estéo disponiveis se, com os Bits O - 4 do Working
number (nimero mode (modo de trabalho) das curvas sinérgicas, tiver sido selecionada a ope-
da curva ragao especial em 2-tempos ou o0 modo de trabalho. Para mais informagoes
su'1erg|cal sobre os Bits 0 - 4 do Working mode (modo de trabalho), consulte Working
numero do ser- mode (modo de trabalho) na pagina 57.

vigo)
Com os sinais Welding characteristic / Job number (nimero da curva sinérgica/
numero do servigo), sdo acessados os parametros de soldagem salvos através
do numero da curva sinérgica/do servigo correspondente.

oV (0]

X5/1 24V
X5/2 24V oV 1
X5/3 24V oV 2
X5/4 24V oV 3
X5/5 24V oV 4
X5/6 24V oV 5
X5/7 24V oV 6
X5/8 24V oV 7
X7/6 24V oV 8
X717 24V oV 9
X7/8 24V oV 10
X7/12 24V oV 11
X7/13 24V oV 12
X7/14 24V oV 13
X7/15 24V oV 14
X7/16 24V oV 15
No mod<)> Retro Fit, somente estao disponiveis os numeros Bit 0 - 7 (conector
X5/1 - 8).
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Atribuir/alterar o
numero do pro-
grama/numero
da curva carac-
teristica (modo
Refrofit)

Selecionar o nimero da curva sinérgica/numero do Job desejado com a codifi-
cacao de Bit. Por exemplo:

- 00000001 = numero da curva sinérgica/numero do servigo 1

- 00000010 = numero da curva sinérgica/numero do servi¢o 2

- 00000011 = numero da curva sinérgica/numero do servigco 3

- 10010011 = numero da curva sinérgica/numero do servigo 147
- 11111111 = numero da curva sinérgica/numero do servigo 255

Faixa disponivel para niumeros do servigo:
- Numero Bit 0-15 =0 - 1000
- Numero Bit 0-7 (Retro Fit) = 0 - 255

Faixa disponivel para nimeros de curvas sinérgicas:

- Numero Bit 0-15 =256 - 65535

- Numero Bit 0-7 (Retro Fit) = 0 - 255. Na utilizagdo do modo Retro Fit, preci-
sam ser atribuidos os IDs das curvas sinérgicas desejadas para os respecti-
vos nimeros das curvas sinérgicas (1 - 255), caso contrario, ndo é possivel
selecionar a curva sinérgica pela interface - consulte Atribuir/alterar o
numero do programa/numero da curva caracteristica (modo Refrofit) na

pagina 59.

O numero da curva sinérgica/nimero do servico ,,0” possibilita a selegado da
curva sinérgica/do servi¢co no painel de comando da maquina de solda.

Nas maquinas de solda da série de equipamentos TPS, o material, o diametro do
arame e o gas de protecédo podem ser selecionados pelo numero do programa.
Para isso, foi definida uma largura de Bit de 8 Bit.

Para que o sinal de 8 Bit possa ser usado no modo Retro Fit, existe a possibilida-
de de atribuir um nimero de programa (1-255) a um numero de curva carac-
teristica.

Anotar o enderego IP da maquina de solda utilizada:

E' Conectar a maquina de solda com o computador (por exemplo, com cabo
LAN)

[ "L N % ‘ A199,5

universal 2
Pulse 4step | 11100% Ar

2 1.2mm

Na barra lateral esquerda do painel

P - e de comando da maquina de solda,
— nformation Restore factory . _ . ~
S it setings ) selec_:lonar o botéo ,,Configuragdes
Heene e Websiteword Mode Setup préVIGS“
= (8] -\ Na barra lateral direita do painel de
Network settings  Power source comando da maquina de solda, se-
%@ U9 lecionar o botéo ,Sistema”
‘s"é'{fpf“deé%% fe e » : Selecionar o botéo ,Informagées”
no painel de comando da méquina
de solda
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€\ $8 |uws e 3 Anotar o endereco IP exibido (por

Pulse 4step | 11100% Ar 0 1.2mm

spnsouce  Information exemplo: 10.5.72.13)
Serial number 00001171
Firmware-version  4.0.0-30951.30592

Softwar, 3039

licenses

ddress

Management

Visite o site da maquina de solda no navegador:

Inserir o endereco IP da maquina de solda na barra de pesquisa do navega-
dor o!a internet e confirmar
- E exibido o site da maquina de solda

Digitar o nome de usuério e a senha

Configuragéo de fabrica:

Nome de usuario = admin

Senha = admin

- E exibida a interface de usuario da maquina de solda

Anotar os IDs das curvas sinérgicas desejadas:

No site da maquina de solda, selecionar a aba ,,Visdo geral das curvas carac-
teristicas”

Anotar os IDs das curvas sinérgicas que devem ser selecionadas pela inter-
face

No site da maquina de solda, selecionar a aba da interface utilizada
Por exemplo: RI IO PRO/i

No item , Atribuicdo de curva caracteristica”, atribuir aos numeros do pro-

grama (= numeros Bit) necessarios os IDs desejados da curva caracteristica.

Por exemplo: Numero do programa 1 = ID da curva caracteristica 2501,

numero do programa 2 = ID de curva caracteristica 3246...

- ascurvas sinérgicas atribuidas podem ser acessadas a seguir com o
numero de programa (= niumero Bit) através da interface

Se todos os IDs de curvas caracteristicas desejadas foram atribuidos, selecio-

nar ,Salvar atribuicéo”

- Noitem ,Numeros de programa atribuidos do ID da curva caracteristica”,
séo exibidos todos os hnumeros do programa com IDs de curva carac-
teristica atribuidos



¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program
number

1
2
3

¥ Change assig

Synergic line-
ID

2566
2785
2765

nment:

Program Synergic line-
number 1D
1 v [ 2566 M
2 \a [ 2785 |
3 v | [ 2765 M
Save
assignment

Site da mdquina de solda

Portugués (BR)

cecle

Delete
assignment
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Sinais de entrada analégicos - sinais do robé para
a maquina de solda

Informacodes ge-  As entradas analdgicas do amplificador diferencial na interface garantem um iso-
rais lamento galvanico da interface em relagéo as saidas analdgicas do controle do
rob6. Cada entrada na interface possui um potencial negativo proéprio.

Se o controle do robd somente possuir um GND comum para os seus sinais
analoégicos de saida, os potenciais negativos das entradas na interface devem
ser conectados entre si.

As entradas analégicas descritas a seguir ficam ativas a tensdo de 0 - 10 V. Se
entradas analdgicas individuais continuarem néo ocupadas (por exemplo, para
Arclength correction (corregdo do comprimento do arco voltaico)), os valores
configurados na maquina de solda séo aplicados.

Sinais As descri¢cdes dos sinais a seguir podem ser encontradas no documento ,De-
disponiveis scricdo de sinais da interface TPS/i".

Durante o processo de soldagemMIG/MAG:
Wire feed speed command value
(valor nominal de avango de arame) Conector X1/1=0-10 V

Durante o processo de soldagemWIG (TIG): | Conector X1/8 = GND
Main current
(corrente principal)

Durante o processo de soldagemMIG/MAG:
Arclength correction command value

(valor nominal da corregédo de comprimento
de arco) Conector X1/2=0-10V

Conector X1/9 = GND

Durante o processo de soldagemWIG (TIG):
Wire feed speed command value
(valor nominal de avango de arame)

Durante o processo de soldagemMIG/MAG:
Pulse-/dynamic correction command value

(valor nominal da correcéo de pulso/
dindmica) Conector X6/3=0-10V

Conector X6/11 = GND

Durante o processo de soldagemWIG (TIG):
vD correction
(corregéo vD)

Wire retract correction command value
(Valor nominal da corregéo do retorno do
arame)

Conector X3/1=0-10V
Conector X3/8 = GND
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Durante o processo de soldagemMIG/MAG:
Wire forward / backward length
(comprimento do avango/retorno do arame) | conector X3/2=0-10V

Durante o processo de soldagemWIG (TIG): | Conector X3/9 = GND
Plasma gas command value
(valor nominal do gas de plasma)
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Sinais de saida digital - sinais da maquina de solda
para o robd

Informacgdes ge-
rais

Se a conexao entre a maquina de solda e a interface é interrompida, todos os
sinais de saida digitais/analégicos na interface sao ajustados para ,,0".

Alimentacao
elétrica das
saidas digitais

/\ PERIGO!

Perigo devido a corrente elétrica.

Podem ocorrer morte e ferimentos graves.

» Antes de comecgar os trabalhos, todos os dispositivos e componentes en-
volvidos devem ser desligados e desconectados da rede de energia.

» Todos os dispositivos listados e componentes devem ser protegidos contra
religamento.

No conector X6/1, é preciso haver uma tensao de no maximo 36 V para que as
saidas digitais sejam abastecidas.

- Dependendo da necessidade, as saidas digitais podem ser abastecidas com
24 V da interface ou com uma tensao especifica do cliente (0 - 36 V).
- Para o abastecimento das saidas digitais com 24 V, existe a tenséo de saida
24 'V secundaria disponivel na interface.
- A tenséo de saida 24 V secundaria é realizada com isolamento galvanico
em relacéo a conexédo SpeedNet. Um circuito de protegéo Limita o nivel
de tenséo para 100 V.

Para alimentar as saidas digitais com uma tenséo de 24 V da interface, proceder
da seguinte forma:

E instalar um estribo entre o conector X6/1 e o conector X6/7

Para alimentar as saidas digitais com uma tenséo especifica do cliente, proceder
da seguinte forma:

E' conectar o cabo da alimentacgao elétrica especifica do cliente no conector

X6/1
Sinais As descrigdes dos sinais a seguir podem ser encontradas no documento ,,De-
disponiveis scricdo de sinais da interface TPS/i".

Designacéao do sinal Cabeamento

Arc stable / Touch signhal(default)
(arco voltaico estavel/sinal Touch) Conector

Current flow X1/12
(fluxo de corrente)

24 V = ativo
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Torchbody gripped
(corpo da tocha de solda aceito)

Power source ready Conector 24V = ativo

(maquina de solda pronta) X1/14

Collisionbox active Conector 24 V = ativo

(CrashBox ativa) X1/13

Process active Conector 24 V = ativo

(processo ativo) X4/10

Main current signal Conector X4/9 | 24V = ativo

(sinal de corrente principal)

Touch signal Conector 24 V = ativo

(sinal Touch) X3/15

Current flow (default)

(fluxo de corrente)

Robot motion release Conector 24 V = ativo

(liberagdo do movimento do robd) X3/16

Process run

(Processo em andamento)

Limit signal (default)

(sinal de limite) Conector _
X6/10 24 V = ativo

Portugués (BR)
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Sinais de saida analégicos - sinais da maquina de
solda para o robd

Informacgdes ge-
rais
Se a conexao entre a maquina de solda e a interface é interrompida, todos os
sinais de saida digitais/analégicos na interface sao ajustados para ,,0".
As saidas analdgicas na interface ficam disponiveis para a configuragéo do robd e
para a indicagdo e documentagao de pardmetros do processo.
Sinais As descri¢cdes dos sinais a seguir podem ser encontradas no documento ,De-
disponiveis scricdo de sinais da interface TPS/i".
Welding voltage Conector X3/4=-0-10V
(tensdo de solda) Conector X3/11 = GND
Welding current Conector X1/3=0-10V
(corrente de soldagem) Conector X1/10 = GND
Wire feed speed Conector X3g/6 =0-10V
(velocidade do arame) Conector X3/13 = GND

Motor current M1 (default)
(corrente do motor M1)

Motor current M2 Conector X3/7=0-10V
(corrente do motor M2) Conector X3/14 = GND

Motor current M3
(corrente do motor M3)

Durante o processo de soldagemMIG/MAG:
Actual real value for seam tracking

(valor real atual para pesquisa de cordéo) Conector X7/3 = -10 a +10 V
Durante o processo de soldagemWIG (TIG): Conector X7/11 = GND
Actual real value AVC

(valor real atual de AVC)
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Exemplos de aplicagao

Geral

Exemplo de apli-
cacao no modo
padrao

Dependendo da solicitagédo na aplicagcdo do robd, nem todos sinais de entrada e
de saida precisam ser utilizados.
Os sinais que precisam ser utilizados estéo identificados a seguir com um asteris-

co.
Robot Power source
+24V > X1/4
> < X1/12
J_'\l l
> X1/1
@o-10v > X1/8
> X1/2
@0 -10V > X1/9
[ +24 v—-=1 X1/5
& «~X1/14
+24 V. < X6/7
. X6/1
or extern™
& A X1/13
X1/4 | = Welding start (soldagem ligada) (entrada digital) *
X1/12 | = Arc stable / Touch signal (arco voltaico estavel/sinal Touch) (saida
digital) *
X1/1 = Wire feed speed command value (valor de comando da velocidade
do avango do arame) + (entrada analdgica) *
X1/8 = Wire feed speed command value (valor de comando da velocidade
do avango do arame) - (entrada analdgica) *
X1/2 = Arclength correction (correcdo do comprimento do arco voltaico)+
(entrada analdgica) *
X1/9 = Arclength correction (correcdo do comprimento do arco voltaico) -
(entrada analogica) *
X1/5 | = Robot ready (rob6 pronto) (entrada digital) *
X1/14 | = Power source ready (fonte de alimentacao pronta) (saida digital)
X6/7 = Tensao de alimentagao para externo *
X6/1 = Tensao de alimentagao para saidas digitais *
X1/13 | = Collisionbox active (CrashBox ativa) (saida digital)
* = o sinal precisa ser utilizado
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Exemplo de apli- Robot Power source

gagao no modo L0V > X1/4

& — ~X1/12

_ X1/1

Wo-10V s X1/8

> X1/2

@O -10V > X1/9

0V _+ > X1/5
& «—~—X1/14

- X6/1

or extern ©

& | ~_ X1/13

X1/4 = Welding start (soldagem ligada) (entrada digital) *

X1/12 | = Arc stable / Touch signal (arco voltaico estavel/sinal Touch) (saida
digital) *

X1/1 = Wire feed speed command value (valor de comando da velocidade
do avango do arame) + (entrada analogica) *

X1/8 = Wire feed speed command value (valor de comando da velocidade
do avango do arame) - (entrada analdgica) *

X1/2 = Arclength correction (corregdo do comprimento do arco voltaico)+
(entrada analogica) *

X1/9 = Arclength correction (correcdo do comprimento do arco voltaico) -
(entrada analdgica) *

X1/5 = Robot ready (robé pronto) (entrada digital) *

X1/14 | = Power source ready (fonte de alimentacgao pronta) (saida digital)

X6/7 = Tensao de alimentacao para externo *

X6/1 = Tensao de alimentagao para saidas digitais *

X1/13 | = Collisionbox active (CrashBox ativa) (saida digital)

= o sinal precisa ser utilizado
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Visao geral da ocupacao do pino

Visdo geral ds
ocupacao dos pi-

nos

Tipo de sinal

Durante o processo de soldagem MIG/MAG:
Wire feed speed command value

1 analog Input
Durante o processo de soldagem WIG (TIG):

Main current

Durante o processo de soldagem MIG/MAG:
Arclength correction command value

2 analog Input
Durante o processo de soldagem WIG (TIG):

Wire feed speed command value

3 analog Output Welding current

4 digital Input Welding start

5 digital Input Robot ready

6 digital Input Working mode, Bit O

7 digital Input Gas on

8 analog Input GND for X1/1

9 analog Input GND for X1/2

10 | analog Output GND for X1/3

11 | digital Input Wire forward

12 | digital Output Arc stable / Touch signal (arco voltaico estéavel/sinal

Touch) = ocupacgao de fabrica

Current flow (fluxo de corrente) = no site da maqui-
na de solda, o pino pode ser ocupado opcionalmente
com este sinal

13 | digital Output Collisionbox active

14 | digital Output Power source ready

Portugués (BR) 69



70

Conector X3:

Tipo de sinal

1 analog Input Wire retract correction command value
Durante o processo de soldagem MIG/MAG:
Wire forward / backward length

2 analog Input
Durante o processo de soldagem WIG (TIG):
Plasma gas command value

3 digital Input GND for digital Inputs

A analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1 (corrente do motor M1) = ocu-
pacao de fabrica
Motor current M2, M3 (corrente do motor M2, M3) =
no site da maquina de solda, o pino pode ser ocupa-
do opcionalmente com este sinal

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow (fluxo de corrente) = atribuigdo de

fabrica

Robot motion release / Process run (liberagéo do
movimento do robd/execugdo do processo)= no site
da maquina de solda, o pino pode ser ocupado
opcionalmente com este sinal




Conector X4:

Tipo de sinal

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2
Durante o processo de soldagem MIG/MAG:
Torchbody Xchange

3 digital Input
Durante o processo de soldagem WIG (TIG):
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output Process active

Conector X5:

Tipo de sinal

digital Input

Welding characteristic- / Job number, Bit 0

digital Input

Welding characteristic- / Job humber, Bit 1

digital Input

Welding characteristic- / Job number, Bit 2

digital Input

Welding characteristic- / Job number, Bit 3

digital Input

Welding characteristic- / Job number, Bit 4

digital Input

Welding characteristic- / Job number, Bit 5

digital Input

Welding characteristic- / Job number, Bit 6

o N|o|o | W |N| R

digital Input

Welding characteristic- / Job number, Bit 7
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Conector X6:

Tipo de sinal

1 digital Input Supply Voltage +24 V

2 digital Input Welding simulation
Durante o processo de soldagem MIG/MAG:
Pulse-/dynamic correction command value (valor do

3 analog Input comando de corregéo de pulso/dinadmico)

Durante o processo de soldagem WIG (TIG):
vD correction

4 digital Input GND for digital Inputs

5 digital Input Torch blow out

6 digital Input Wire backward

7 - -

8 digital Output Supply Voltage +24 V

9 - -

10 | digital Output Limit signal (sinal de limite) = atribuicao de fabrica
Torch body gripped (corpo da tocha travado) = no si-
te da maquina de solda, o pino pode ser ocupado
opcionalmente com este sinal

11 | analog Input GND for X6/3

Conector X7:

Tipo de sinal
2 - -
Durante o processo de soldagem MIG/MAG:
5 analog Output Actual real value for seam tracking
Durante o processo de soldagem WIG (TIG):
Actual real value AVC
4 digital Input Working mode, Bit 3
5 digital Input Working mode, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 8
7 digital Input Welding characteristic- / Job number, Bit 9
8 digital Input Welding characteristic- / Job number, Bit 10
9 - -
10 - -
11 | analog Output GND for X7/3
12 | digital Input Welding characteristic- / Job number, Bit 11
13 | digital Input Welding characteristic- / Job number, Bit 12




Conector X7:

14

Tipo de sinal

digital Input

Welding characteristic- / Job number, Bit 13

15

digital Input

Welding characteristic- / Job number, Bit 14

16

digital Input

Welding characteristic- / Job number, Bit 15

Portugués (BR)
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O6Lme cBeaeHuUs

KoHuenuwus
annapaTta

76

NHTepdelic ocHalleH aHanorosbIMu 1 LdpOoBLIMIN BXOAAMU U BbIXxogamu. OH
MOXeT paboTaTb Kak B CTaHAAPTHOM pexume, Tak 1 B pexxume Open Collector
(«OTKpPbITbIN KONNeKTop», pexum OC). Ina nepektoyeHns Mexay pexvMamm
MCMonb3yeTca nepemMblyKa.

Ans nogknoveHns nHTepderica K CBAPOYHOMY annapaTy B KOMMaekTe
nocTaBnseTcsa KabeNbHbIN XryT. B kauecTBe yonnMHUTENs K KabenbHOMY XryTy
npeAocTaBnseTca CoeANHNTENbHbIN kabenb SpeedNet.

C NoMoLL b0 FOTOBOro KabenbHOro Xryta nHTepdeinc NoAKN4aeTcs K 610Ky
ynpasneHus pobora.

KabenbHbIli XryT roToB K MOAKIHOYEHMIO 1N OCHaLLEeH pasbeMamu Molex co CTOPOHbI
nHTepdelica. Ha ctopoHe poboTa KabenbHbI XryT HE06X0A4MMO OTPerynMpoBaTh B
COOTBETCTBUM C TEXHONOTMeN NoAKAOYeHMSA 610Ka yripaBaeHnsa poboTa.

Robot
Control

(1) (2) @) @) ()

4))] CBapouHbIii annapar ¢ 4oNoAHUTENbHbLIM pa3beMoM SpeedNet Ha 3agHeiA
naHenw

) CoeanHUTENbHLbINV Kabenb SpeedNet

(3) KabesibHbI/A XIyT AN NoAKNIUYeHUs K cBapovHOMY annapaTty

4) NHTepdelic

(5) KabenbHbIA XIyT AN noAknioueHns K 610Ky ynpasneHus po6ota




KomnnekT
NOCTaBKU

Okpyxatowipme
ycnosums

MNMpaBuna
MOHTaXa

1 UHTepdelic poboTa

2) KabenbHbIA XIryT Ans
NOAKNOUEHMS K CBAPOUYHOMY
annaparty

3) PykoBO/ACTBO Mo 3Kcnayatauum
(He nokasaHo)

/A OCTOPOXHO!

kcnayaTauus YCTPOICTBA B HEHAANEXALLMX OKPYXAIOLLMX YC/IOBUSIX MOXET

VMeTb OMacHbIe NOCNEACTBUSA.

B pe3ynbTaTe Takoro o6paLleHst YCTPOMNCTBO MOXET BbITb CEPbE3HO

NoBpexXAeHo.

»  XpaHuTe 1 3KCNNyaTUPYIATE YCTPONCTBO TONILKO B CTPOrO OMNpeseseHHbIX
OKPY>KatoLLIMX YCNOBUSIX.

AnanasoH TemnepaTyp OKpyXXatoLen cpeabi:
- BO Bpewms paboTbl: oT 0 go +40 °C (o1 32 go 104 °F)
- BO BpeMs TPAaHCNOPTMPOBKN N XpaHeHus: oT -25 o +55 °C (o1 -13 go 131 °F)

OTHOCUTENIbHasA BNaXXHOCTb!
- 8050 % npn 40 °C (104 °F)
- 8090 % npwn 20 °C (68 °F)

He ,CI,OI'IyCKaI‘/JITe nonagaHnmsa B BO34yX BHYTPU NOMeLLEHNA NMblN, KNCIOT,
KOPPO3MOHHbIX ra3oB U1 BELWECTB 1 NMpo4yero.

YCTPOMCTBO MOXET MCM0/b30BaThCA Ha BbicoTe Ao 2000 M (6500 ¢yTOB) Hag
YPOBHEM MOPS.

Mpwn XpaHeHnn/3KcnayaTaumum ycTpoicTBa HeO6X0ANMO obecrneyumnBaTh ero 3awuTy
OT MeXaHNYeCKNX NMOBPEXAEHWNIA.

NHTepdelic Heobxoamo MoHTMpoBaTb Ha DIN-pelike B pacnpegenvtesbHOM
wkady annapaTa unm pobora.

PyccKmii w



be3onacHocCTb
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/\  OMNACHOCTb!

OWwmn6KM B 06CNY>KMBAHMN M HapyLUEeHWE YCTaHOBIEHHOIO NopsiAka NpoBeAeHUs

paboT MoryT noe/ieyb 3a o601 onacHble NOCNeACTBUS.

3TO MOXeT NPUBECTU K TAXeNbIM TPaBMaM 1 MOBPEXAEHUIO NMMYLLECTBa.

» Bce paboTbl 1 GyHKLMW, ONNCAHHBIE B HACTOALLEM JOKYMEHTe, JO/IKHbI
BbIMOJIHATL 1 NCMOAb30BaTh KBAaINPULMPOBaHHbIE CMeLnanmncTbl,
npoLueALlne Kypc Hagexallero obyyeHums.

» BHMMaTe/IbHO 03HaKOMbTEeCb C 3TUM JOKYMEHTOM.

» BHMMaTeNbHO 03HaKOMbTECh C PYKOBOACTBaMM MO 3KCMyaTaLmm BCex
CNCTEMHbIX KOMMOHEHTOB, B 0CO6EHHOCTI C MpaBUIaMMN TEXHUKN
6e3onacHocTu.

/\  OMNACHOCTb!

OnacHo nepegaBaTb CUrHasbl He3an1aHNPOBaHHbLIM COCO60M.
3TO MOXET NPMBECTU K TAXKENbIM TPaBMaM 1 MOBPEXAEHUIO MMYLLECTBa.
» He nepeaaBaiiTe aBapuiiHble CUrHanbl Yepes nHTepdelic.



DNeMeHThbl yrnpaBsneHus, pasdbeMbl U MHANKATOPbI

SN1eMeHTbl
ynpaeneHus n
pasbeMbl

1] [1]2]3]4]5]6]7]
2| [slofon1h2l13}14

516 [718] [6]718[o10]

—]
(®) (4

() (1|)

(M

MontocHbIN mocTuK X1

()]

MontocHbIN MOCTUK X2

MoOCHBI MOCTUK ObecneymBaeT nogady HanpsbkeHns +24 B Ha
umdpoBble BbIXOAbl HTepdelica.

Bonee noapo6bHyo MHPOPMaLMIO O MoAaye NUTaHMA Ha LM$pPOBbIe BbIXOAbI
CM. B pa3gene [logaya nuTaHusa AN ULNGpPOBLIX BbIXOZOB Ha CTp. 91.

3

MontocHbI MOCTUK X3

4)

MontoCHbIN MOCTUK X4

(5

MontocHbIN MocTUK X5

(6)

MontoCHbIV MOCTUK X6

(7)

MontoCHLIA MOCTUK X8
Ana nogayum nuTaHWsA Ha pasbeM SpeedNet

(C))

MepeMbluka
Ans HacTpolikn pexrma paboTbl: CTaHAAPTHBIN pexxnM / pexxum OC

(€)]

PasbeM SpeedNet
[nsa nogknroyeHmsa K cBapoYHOMY annapaTty

(10

MontocHbIN MocTUK X7
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NHaukauua
nHTepdeiica
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(1)(2)(3) (4)(3)(6)(7)(8)(9)

HHEHH HHHH HHHHH

(D) +24 B HaumHaeT cBeTUTLCS, eC/IN Ha
nHTepderic nogaertca NnuTaHme +24 B
(2) +15B HauynHaeT cBeTUTBLCH, eCcIn Ha
nHTepderic nogaetca nutaHue +15B
3) -15B HaunHaeT cBeTUTBLCS, eCcIn Ha
nHTepderic nogaeTca NnutaHue -15 B
4) +3V3 HaunHaeTt cBeTUTbLCA, eC/IN Ha

nHTepderc nogaeTca NnuTaHve +3,3 B

(5)

Arc stable / Touch signal

HasHauvaeTca dyHKuumm Arc stable
(CtabunbHas gyra) unuv Touch signal
(CurHan kacaHusl) B 3aBUCUMOCTU OT
HacTpoeK Ha Beb-caTe CBAPOYHOIo
annapara. IHamkaumsa 3aBucnT ot
Ha3HavYeHns cnurHana

(6)

Robot ready

HaunHaeTt cBeTUTbLCSA, KOraa q)yHKLI,I/Iﬂ
adKTBHa

Error reset

HauvnHaeT cBeTUTbLCSA, KOraa GyHKLUMS
aKTVBHa

(8)

Welding start

HaunHaeT cBeTUTbLCSA, Koraa (I)yHKLI,I/IFI
aKTMBHa

(9)

Power source ready

HauvHaeTt cBeTUTbLCSA, KOraa q)yHKLI,I/Iﬂ
adKTMBHa




MOHTaX coeANHNTE/IbHOrro 3/;IeMeHTa

TexHUKa
6e3omnacHocTun

YcraHoBKa
uHTepdeliica

/\  OMNACHOCTb!

CywiecTByeT OrMacHOCTb NOpPaXeHUs 31EKTPUYECKUM TOKOM.

BO3MOXHbI cepbe3Hble TPaBMbl.

» [lepep Hayanom paboThbl BbIK/IHOUMTE BCE YCTPOMCTBA U KOMMOHEHTbI,
y4acTByloLLMe B npoLecce, 1 OTCOeANHUTE NX OT 3N1eKTPOCeTH.

» [lpoBepbTe BCe 3a4eCTBOBaHHbIE YCTPOMCTBA N KOMMOHEHTLI, UTOObI
npesoTBPaTUTh NX MOBTOPHOE BK/OUEHWe.

» [locne oTKPLITUS YCTPOKICTBA yoeanTech, UTo coAepKallie 31eKTpUYecKmnii
3apsA4 KOMMOHeHTbI (HanpuMep, KOHAEHCATOPbl) Pa3psikeHbl, C MOMOLLbIO
COOTBETCTBYHLLEro NsMepuTenbHOro nprbopa.

/\  OMNACHOCTb!

OnacHOCTb NOPaXeHWs 31EKTPUYECKMM TOKOM U3-3a HenpasuibHOro

NOAKNIOYEHNS 3aLLMTHOIO COEANHEHUS C 3a3eM/IEHNEM.

3TO MOXET MPMBECTU K TSXKENbIM TPaBMaM 1 MOBPEXAEHUIO MYLLECTBA.

» Bceraa ncnonb3yiiTe OpUrnMHanbHble BUHTbI KOPMyca B TOM KONYeCTBeE, B
KOTOPOM OHW 6bI/IV MOCTaBNEHbI.

Pyccknii
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MpoBepbTe NOMOXEHME NepeMbIUKK
Ha NHTepdeiice — CTaHAAPTHLIN
pexxm paboTbl / pexxim OC.

MopcoeanHUTe KabenbHbIA XIyT (2)
K 610Ky ynpaBneHus poboTa.

MoacoeamHUTE KabenbHbIA XIyT (2)
K MHTepdericy, Kak MoKa3aHo Ha
pUCyHKe.

MoacoeanHUTe KabenbHbIN XryT (1)
K MHTepdelicy, Kak MoKa3aHo Ha
pucyHKe.

|E| MopcoeanHUTe KabenbHbIA XryT (1)
K coeanHUTeNbHOMY Kabento Speed-
Net, nogknoyaemMomy K
CBapoYHOMY anmnapary.

MoaknoumnTe CoeANHNTENBbHbI
kabenb SpeedNet k
COOTBETCTBYHOLLLEMY pa3beMy Ha
3a/iHe NaHesn CBapoYHOro
annapaTa.



LindpoBble BXOAHbIE CUTHANbl — CUFHANbI,
nepegaBaeMble OT pob6oTa K CBapoOuYHOMY annaparty

O6uwme ceBegeHmns

NapameTpbl

JloctynHble
CUrHanbI

MoacoesnHeHMe LNGPOBLIX BXOAHbIX CUTHAMNOB:
- B CTaHAApTHOM pexunme K 24 B (BbICOKMIA);
- B pexume Open Collector K 3a3emMneHnto (HU3KMA).

B pexuvmMe Open Collector Bce curHanbl UHBEPTUpPYIOTCS (MHBEPTMPOBaHHas
noruka).

YpoBeHb cUrHana:
- Hu3kun (0) = 0-2,5 B;
- Bblcokuin (1) = 18-30 B.

OnopHbI NoTeHUMan: 3asemneHune = X2/2, X3/3, X3/10, X6/4

Hwxe onncaHbl curHansl Working mode (Pexxunm paboTbl) n Welding characteristic /
Job number (Homep rpaduueckori xapakTepucTnku / 3agaHns).

OnuncaHne ocTanbHbIX CUTHANOB MOXHO HaNTW B OKyMeHTe «OnuncaHne cUrHanoB
nHTepderica TPS/i».

MoaknoyeHue B MoaknoyeHne
CTaHfAApPTHOM B
O603HayeHVe CMrHanoB Ha3sHauyeHue pexume pexume OC
Welding start MoNHOCHbIM 24 B = aKTUBH. 0 B = aKkTuBH.

(Hauano cBapkw)

MOCTUK X1/4

(Mopgaua rasa Bk/IKOYEHA)

MOCTUK X1/7

Robot ready MOJIOCHbIV 24 B = aKTUBH. 0 B = aKTuBH.
(PoboT rotos) MocCTuK X1/5
Gas on MontocHbIN 24 B = aKTWBH. 0 B = aKTUBH.

Wire forward
(Mpamas nogaya

MonroCcHbIN
MOCTUK X1/11

24 B = aKTUBH.

0 B = akTnBH.

(MpoaysBka ropenkn
rasom)

MOCTUK X6/5

NPOBO/IOKM)

Wire backward MontocHbIN 24 B = aKTUBH. 0 B = aKTuBH.
(O6paTHasa nogava MOCTUK X6/6

NPOBO/IOKM)

Torch blow out MonroCHbIN 24 B = aKTUBH. 0 B = akTnBH.

Touch sensing
(TouchSensing)

MonroCcHbIN
MOCTUK X4/7

24 B = aKTUBH.

0 B = akTnBH.

Teach mode
(Pexxnm obyueHms)

MonrocHbIN
MOCTUK X4/6

24 B = aKTUBH.

0 B = akTMBH.

Pyccknii
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Working mode
(Pexxum paboThbl)

0O603HayeHune cUrHanos

Welding simulation
(MopennposaHue
CBapKW)

Ha3Ha4eHune

MonroCcHbLIN
MOCTUK X6/2

MoaknoyeHue B

CTaHAAPTHOM
pexume

24 B = aKTUBH.

MoakntoyeHmne
B
pexume OC

0 B = aKTuBH.

Error reset
(Cébpoc oLmbkmn)

MonrocHbIN
MOCTUK X4/5

24 B = aKTUBH.

0 B = aKTMBH.

A1 cBapo4YHOro
rpowecca
MIG/MAG:
Torchbody Xchange
(3ameHa kopnyca
ropenku)

415 cBapo4Horo
rpoyecca

71G:

Cap shaping
(O6bpasoBaHume LLapuKa
Ha KOHLe 3neKkTpoAa)

MonroCHbIN
MOCTUK X4/3

24 B = aKTUBH.

0 B = aKkTnBH.

Wire brake on
(Topmo3 npoBonoOKK
BKJTHOUEH)

MontoCHbIN
MOCTUK X4/4

24 B = aKTUBH.

0 B = akTMBH.

Booster manual MontocHbIN 24 B = aKTUBH. 0 B = aKTUBH.
(PykoBoacTBO Mo MocTuK X7/14

aKcnyaTauum byctepa)

Processline Bit 0 MonroCcHbLIN 24 B = aKTUBH. 0 B = aKTUBH.

(CBapo4Has N1Hu4,
paspsga 0)

MOCTUK X7/15

Processline Bit 1
(CBapo4Has NuHu4,

paspsag 1)

MonrocHbIN
MOCTUK X7/16

24 B = aKTUBH.

0 B = aKTMBH.

Working mode
(Pexxnm paboThbl)

CM. onuncaHme cnMrHana Hmxe

Welding characteristic /
Job number

(Homep
XapakTepucTukm /

HOMep 3aaHuS)

CM. onmncaHme curHana Hmxe

[AvnanasoH pexuma paboTbi:

uansonpexmapasons

Bbl6op BHYTPEHHMX NapaMeTpoB

0 0 0 0 1 XapakTepucTrky cneymansHoro 2-
TaKTHOro pexmma
0 0 0 1 0 Pexxunm 3agaHuns
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Welding characte-
ristic / Job num-
ber (Homep
XapakTepucTukm /
HoMep 3ajaHus)

MNapameTpbl CBapKM YKa3bIBaOTCA C UCMONb30BaHUEM aHANIOrOBbIX 3a4aHHbIX
3HaUeHWA.

YpoBeHb CUrHana, ecin ycTaHoB/IeHbl 61T 0 - 6UT 4

YpoBeHb curHana B YpoBeHb cMrHana B
CTaHAapTHOM pexume pexume OC

MontoCHbIM MOCTUK Bbicoknii Hunsknin
X1/6 (6buT 0)
MoNHOCHBIN MOCTUK Bbicokui Huskun
X4/1 (6ut 1)
MoNtOCHBIA MOCTUK Bbicokuii Huskun
X4/2 (buT 2)
MontoCHbIA MOCTUK Bbicoknin Hunsknin
X7/4 (6buT 3)
MoNHOCHBIN MOCTUK Bbicokui Huskun
X7/5 (6uT 4)

Curnanbl Welding characteristic / Job number (Homep rpapunueckoii
XapakTepucTunku / 3ajaHns) AoCTyrnHbl, ecnun B pexxume Working mode (Pexuim
paboThl, pa3psaabl 0-4) BbibpaHa xapakTepucTmKa CrneLmanbHoro 2-TakTHoOro
pexuMa nam pexuvma sagaHunii. JononHuTenbHble cBegeHuns o pexxume Working
mode (Pexunm paboTbl, pa3psagbl 0-4) cm. B pasgene Working mode (Pexxum
paboTkl) Ha cTp. 84.

Mpu nomowwm curHanoB Welding characteristic / Job number (Homep
rpadurueckor xapakTepnucTkn / 3aaHns) COXpaHeHHble napamMeTpbl CBapKy
MO>XXHO BbI3BaTb, YKa3aB HOMep COOTBETCTByI-OU.LGVI XapakTepuctnkn nnnm
3ajaHus.

MontocHkIA CraHfAapTHBLIA pexum
MOCTUK pa6oTbl Pexxum OC Pa3psaa
0B 0

X5/1 24 B

X5/2 24 B 0B 1

X5/3 24 B 0B 2
X5/4 24 B 0B 3
X5/5 24 B 0B 4
X5/6 24 B 0B 5
X5/7 24 B 0B 6
X5/8 24 B 0B 7
X7/6 24 B 0B 8
X717 24 B 0B 9
X7/8 24 B 0B 10
X7/12 24 B 0B 11
X7/13 24 B 0B 12
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N3meHeHune/
Ha3HayeHue
HOMepoB
XapaKkTepucTunk
Wan Nporpamm
(pexxmm Retrofit)

86

MontocHbIn CTaHAApTHBINA pexnm
MOCTUK pa6oTbl Pexxum OC Pa3p;|p,

X7/14 24 B
X7/15 24 B 0B 14
X7/16 24 B 0B 15

B pexxnMme Retrofit gocTynHel Tonbko paspsgel 0-7 (noatocHbIE MOCTUKM X5/1-8).

Hy>kHbIA HOMep xapakTepuCTUKW/3ajaHunsA BbIbMpaeTcs npym noMmoLm 6MToBOM
KoAMpoOBKW. Hanpumep:

- 00000001 = xapakTepucTtumka/zagaHme Ne 1

- 00000010 = xapakTepucTtumka/agaHme Ne 2

- 00000011 = xapakTepucTtumka/dagaHme Ne 3

- 10010011 = xapakTepucTtunka/3agaHue Ne 147

11111111 = xapakTepuctrka/zagaHue Ne 255

JocTynHbIN fManasoH HOMeEpPOB 3aJaHuN;
- pa3spsaabl 0-15 = 0-1000;
- paspsabl 0-7 (Retrofit) = 0-255.

ﬂ,OCTyI'IHbIVI JManasoH HOMepPOB XapaKTepPUCTUK:
pa3spsabl 0-15 = 256-65535;

- pa3psaabl 0-7 (Retrofit) = 0-255. Mpwn ncnonb3oBaHuK pexuvMa Retrofit
NAEHTUPUKATOPBI HYXXHbIX XapaKTepUCTMK HEO6XOAMMO Ha3HAYNTb
COOTBETCTBYIOLLIMM HOMEpaM xapakrepucTuk (1-255). B npotneHoM ciy4yae
BblOpaTb XapakTepMCTUKY Yepes nHTepdeinc He yaacTca — CM. pasgen
M3mMeHeHre/Ha3HavyeHe HOMEpPOB XapakTepUCTUK NAKU NMPOrpaMm (pexum Re-
trofit) Ha cTp. 86.

Xapaktepuctrky/3agaHme ¢ HoMepoM 0 MOXHO BbI6paTb Ha NaHenu ynpaBneHns
CBapOYHbLIM arnnapaToMm.

Ana cBapoyuHbIX annapartos cepun TPS matepuan, AnamMmeTp NpoBOJIOKA 1
3aLLNTHBIN ra3 MOXHO BbI6paTh C MOMOLLIO HOMepa NporpaMmel. [ins 3Toro 6eina
ornpejesieHa WMpUHa B 8 paspajos.

Homep nporpammbl MOXeT 6bITb MPUCBOEH HOMEpPY XapakTepucTmku (1-255),
YTO6bI 8-paspAAHbLIA CUTHAN MOXHO 6bI10 NCMO/b30BaTb B peXMe MoAepHU3aLmn
Retrofit.

3anuwmTe IP-agpec ncnosb3yemoro cBapoYHOro annapara.

MoAakntounTe CBApPOUHbIA annapaTt K KoMMboTepy (Hanpumep, npyv NoOMOLLN
kabensa LAN).



4-step

bl A O ] L S ) Bui6epuTe Defaults (MapameTpbl no

- . YMONYaHMI0) B N1EBOI YacT NaHenu

Information Restore factory

L setings ) ynpaBs/ieHNs CBapoOYHOro annapara.

Website pfhword  Mode Setup " BbibepuTe System (Crctema) B
B v
[&] - NpaBoii YacTV NaHenn ynpasneHus

Netwkgg:'inz eonfehmations . ' CBapoYHOro annapara.
* dm .
r— — HaxmuTe kHonky Information

P gty » (CBegeHnA) Ha NaHenu ynpasJieHUs
CBapoOYHOro anmnapara.

T K B e ' [5] 3anuwure oTo6paxaemslii IP-agpec

= -Seplnformation (HaanMep’ 1 0'5'72'1 3).

Serial number 00001171
Firmware-version 4.0.0-30951.30592

OTKpoiiTe Be6-caiT CBapOUHOro annapaTa B UHTepHeT-6paysepe.

E BeeauTe IP-agpec cBapoYHOro annaparta B MOVCKOBYH CTPOKY MHTEPHET-
6pay3epa v noaTBEpAUTE.
- OT06pa3nTtcsa Beb-caiT CBapOYHOro annapara.

Beegute nms nonb3oBatens m naponb.

3aBo/CKMe HAaCTPOMKMN:

Nms nonb3osatens = admin

Maponb = admin

- OTobpa3snTtcsa Beb-caiT CBapOYHOro annapara.

3anuwmnTe NAEHTUPUKATOPbI HYXKHbIX XapakTepPUCTUK.

Ha Be6-caiiTe cBapoYHOro annapara Bbibepute Bkiaaky Synergic lines overview
(0O630p rpadpuyecKnx xapakTepucTuk).

E 3anuwmnTe NAeHTUPUKATOPbI XapaKTEPUCTUK, KOTOPbIE AO/IXKHbI ObITb
JOCTYMHbI 414 Bbibopa B MHTepdelice.

Ha Beb-caliTe cBapouHOro annapara BbibepuTe BKIaAKY NCMONb3YEeMOro
nHTepoderica.
Hanpumep: RI IO PROVi.

B pa3gene Synergic line assignment (HazHa4veHune rpadunyeckmnx
XapaKTepuCTnK) NPUCBOTe NAEHTUPUKATOPAM HYXXHbIX XapaKTepUCTnK
COOTBETCTBYHLLME HOMEpPa NPOorpaMm (= paspsgbl).

Hanpumep: nporpamma Ne 1 = ngeHTndumkaTop rpadpryeckoin xapakTepucTnkm

2501, nporpamma Ne 2 = ngeHtnpurkatop rpadpmyeckon xapakTepucTukm 3246 n

T. A.

- Tenepb COOTBETCTBYHOLLME XapaKTEPUCTUKM MOXHO BbI3BaTb MPW MOMOLLN
nHTepderica 1 BblI6paHHbLIX HOMEPOB NPOorpaMm (= paspsos).

Korga BceM naeHTUPUKaTOPaM HYXHbIX XapakTepuCcTUK byayT NpUCBOeHbI

HOMepa, HaxXxMuTe Save assignment (CoxpaHUTb Ha3HayeHue).

- Bce HOMepa Nporpamm ¢ NPUCBOEHHBLIMU UM NAeHTUdUKaTOPaMK
XapakTepucTuk otobpaxarotcs B pasgene Actual assigned program num-
bers to synergic lines (PakTnyeckne Homepa NPOrpamMm, HazHayeHHsble
rpaduryecknm xapakTepucTmkam).
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¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program
number

1
2
3

Synergic line-

ID
2566

2785
2765

¥ Change assignment:

Program Synergic line-
number 1D
1 v [ 2566 M
2 \a [ 2785 |
3 v | [ 2765 M
Save
assignment 7N

Beb6-caviT cBapo4YHOro annapara

cecle

Delete
assignment



AHanoroBble BXOAHbI€ CUTHa/bl — CUTHa/bI,
nepesaBaeMsble OT po60Ta K CBapOUYHOMY annapary

O6uwme ceBegeHmns

JocTynHble
CUrHanbI

Bxoabl aHanorosoro anddepeHunanbHOro ycuamTens Ha nHtepderice
ob6ecrneyrBatoT ero 3/IeKTpUYEeCckyo N305LMI0 OT aHaNOoroBbIX BbIXOAOB Ha byioke
ynpaeneHust poboTa. Kaxapbln Bxog nHTepderica obiagaeT CO6CTBEHHbBIM

oTpunyaTeibHbIM NOTEHLMANOM.

Ecnum B 6510Ke ynpaBneHusi po6oTa NCcrnonb3yeTcs To/IbKO O6LLNIA KOHTaKT
3a3em/ieHUs 411 CBOUX aHaNIoroBbIX BbIXOAHbIX CUFHANOB, TO OTpULaTe/IbHble
noTeHUman.l, T. e. BXoAbl Ha NHTepdeiice, LOMKHbI 6bITb CBA3aHblI MeXAY CO60MA.

AHanorosble BXO/Abl, ONMMCAaHHbIE HMXE, aKTUBHbI MPU 3HaUeHUNAX HanpsXXeHus oT 0
£0 10 B. Ecnv oTAenbHble aHanorosble BXOAbl He Ha3HaveHbl (Hanprmep, and Ar-
clength correction), ncNoAb3yOTCA 3HaUEHMS, 3aaHHble Ha CBAapO4YHOM annapare.

OnuncaHve nepeyvynmcneHHbIX HMKe CUrHaaioB MOXKHO HawWTn B AOKYyMeHTE

«OnuncaHmne curHanoB uHTepderica TPS/i».

0O603HaueHne curHanoe Ha3sHauveHue

Ans ceapoyHoro ripoyecca MIG/MAG:
Wire feed speed command value
(3apgaHHOE 3HauYeHme CKOpOCTX Nojaun
NPOBO/IOKM)

Aia ceapoyHoro ripoyecca T1G:
Main current
(Pabounin Tok)

MontocHbIN MocTUK X1/1 =0-10 B
MontoCHbIN MOCTUK X1/8 =
3a3emM/eHne

Ana ceapoyHoro ripoyecca MIG/MAG:
Arclength correction command value
(3apaHHoe 3HaYeHne KoppekLnn ANVHBI
CBapOYHO ayru)

A5 ceapoyHoro ripoyecca TIG:

Wire feed speed command value
(3apaHHOe 3HaYeHMe CKOPOCTY Nogaun
NPOBO/IOKM)

MontocHbIN MOCTUK X1/2 =0-10 B
MontoCHbIN MOCTUK X1/9 =
3a3emMsieHne

A ceapoyHoro ripoyecca MIG/MAG:
Pulse-/dynamic correction command value
(3agaHHoOe 3HaveHVe KoppeKkUnm nmnynsca/
AVIHAMUKN)

Ana ceapoyHoro ripoyecca TIG:
vD correction
(Koppekuws vD)

MontocHbI MOCcTUK X6/3 =0-10 B
MontocHbIM MOCTUK X6/11 =
3a3eM/ieHne

Wire retract correction command value
(3apaHHOe 3HaYeHVe KoppekLmnm 0bpaTHOro
X0/4a NPOBOJIOKN)

MontocHbI mocTuK X3/1 =0-10 B
MontocHbIM MOCTUK X3/8 =
3a3eM/ieHne
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0O603HayeHune cUrHanos Ha3HayeHue

Ana ceapoyHoro ripoyecca MIG/MAG:
Wire forward / backward length

(AnviHa NnpoBONOKM AN NPAMO/0bpaTHOM MoAtCHBIM MOCTUK X3/2 = 0-10 B
nogayv) MONHOCHBIA MOCTUK X3/9 =
A8 ceapoyHoro npoyecca TIG: 3a3emneHune

Plasma gas command value
(3agaHHOe 3HayeHe NiasMeHHOoro rasa)




LindpoBble BbIXOAHbIE CUIHa/Ibl — CUTHANbI,
nepegaBaeMble OT CBApPO4YHOro annapaTa K po6ory

O6uwme ceBegeHmns

Mpu NpepbiBaHWMN COEANHEHMUSI MEXAY CBaPOYHBLIM annapaTom U uHTepdelicom
BCEM LUMUPOBLIM 1 aHaNOroBbIM BLIXOAHBIM CUrHanaM Ha nHTepdeiice
npucBanBaeTcs 3HauveHue «0».

Mopava nuTaHus
ans udppoBbIX

BbIXOAOB CyluecTByeT ONacHOCTb YAapa 3N1eKTPUUECKM TOKOM.
3TO MOXeT NPVBECTU K Cepbe3HbIM TPaBMaM UM CMepPTeNbHOMY UCXOZY.
» lepes Hauanom paboThl BLIKIKOUNTE BCe YCTPOICTBA 1 KOMMOHEHTI,
yuacTByloLLVe B NPOLiecce, U OTKAUMTE UX OT 31eKTPOCeTMU.
» lpoBepbTe BCe 33/eiCTBOBAHHbIE YCTPOCTBA U KOMMOHEHTbI, YTOBbI
npeAoTBPaTUTL VX MOBTOPHOE BK/IHOUEHMe.

/\  OMNACHOCTb!

Ana nogaym NUTaHUA Ha LMPpPOBbLIE BbIXOALI HA MOMIOCHLIA MOCTUK X6/1 AOMKHO
noAaBaTbCs HaNpsKeHWe, KOTopoe He npesbiwaeT 36 B.

- MNuTaHwne Ha undpoBbIe BbIXOAbLI MPY HEOBXOANMOCTU MOXET NOAaBaThCA C
Hanps>eHneMm 24 B oT nHTepdeiica nan c HanpsxxeHeM, onpegeneHHbIM
3aKa3uymkom (0-36 B).

- [lna nojayum nuTaHua Ha LdpoBble BbIXOAbl C HaNpsXXeHneM 24 B Ha
nHTepderice NpUCYTCTBYET BbIXOAHOE HaMNps>XXeHe BTOPUUHON Lenn 24 B.
- BbIxogHoe HanpsxeHWe BTOPUYHOM Lenn 24 B 3nekTpruyeckn

1N301MPOBAaHO OT pasbemMa SpeedNet. Cxema 3aLMThbl OrpaHNYnBaeT
HanpskeHne 3HayeHrem 100 B.

A5 nogaun Ha LdpoBble BbIXOAbl HanpsikeHNs 24 B oT MHTepdelica BbiMofHUTe
OMVCaHHble HUXe AeACTBUS.

|I| PacnonoxunTe nepeknroyvartesib MexXay NoJIFOCHLIMY MOCTUKaMUM X6/1 n X6/7.

Ana nogayum Ha LI,I/ICI)pOBbIe BbIXOAbl HAMpaAXeHWd, onpeaesieHHOro 3aka3d4mkom,
BbIMOJ/IHANTE ONMCaHHbIE HXXE AEI7ICTBI/IF|.

II' MoacoeanHUTe NpefoCTaBeHHbIV 3aKa3unMKOM Kabenb NoAayun NUTaHns K
MOJIDCHOMY MOCTUKY X6/1.

JocTynHble OnucaHne nepedncieHHbIX HUXKe CUFHANI0B MOXHO HAWTV B fJOKYMEHTe
CUrHanbl «OnwncaHwe curHanos nHTepderica TPS/i».
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0O603HayeHune cUrHanos Ha3HayeHue MoaknoyeHue

Arc stable / Touch signal (no ymonuanuo)
(CtabunbHasa gyra / curHan KacaHus)

Current flow
(MpoTekaHwe TOKAa)

MontoCHbIN
MOCTUK X1/12

24 B = aKTUBH.

Power source ready
(CBapouHbIl annapart rotos)

MontoCHbIN
MocTuk X1/14

24 B = aKTUBH.

Collisionbox active
(Bnok CrashBox akTuBeH)

[MontocHbIN
MOCTUK X1/13

24 B = aKTUBH.

Process active MontocHbIN 24 B = aKTNBH.
(Mpouecc akTnBEH) MOCTUK X4/10
Main current signal MontocHbIN 24 B = aKTVBH.

(CurHan pabouyero Toka)

MOCTUK X4/9

Touch signal
(CurHan kacaHwmus)

MontocHbIN
MOCTUK X3/15

24 B = aKTUBH.

Current flow (no ymon4yaHuio)
(MpoTekaHwe TOKAa)

Robot motion release [MontoCcHbIN 24 B = akTVBH
(Pa3bnokupoBKka ABMXKEHMA poboTa) MOCTUK X3/16 ’
Process run
(Mpouecc 3anyLueH)
Limit signal (no ymonyaHmio)
(CurHan orpaHmnyeHus) MoNOCHbI

24 B = aKTUBH.

MOCTUK X6/10

Torchbody gripped
(Kopnyc ropenku yaepxmsaeTcs)




AHanorosble BbiIXOAHble CIHAJIbl — CUATIHa/bl,

nepesaBaeMble OT CBAPO4YHOro anmnapara K po6oTy

O6uwme ceBegeHmns

Mpu NpepbiBaHWMN COEANHEHMUSI MEXAY CBaPOYHBLIM annapaTom U uHTepdelicom
BCEM LUMUPOBLIM 1 aHaNOroBbIM BLIXOAHBIM CUrHanaM Ha nHTepdeiice
npucBanBaeTcs 3HauveHue «0».

AHanoroBble BbIXOAbl HAa UHTepdelice NCNOb3YTCA A8 HacTpoiiki po6oTa, a
TakXe 0TO6paXxeHWs 1 JOKYMEHTMPOBaHMSA NapaMeTpoB npoLecca.

JocTynHble OnuncaHne nepevmncieHHbIX HMXXe CUTHAOB MOXHO HaTW B JOKYMeHTe

CUrHasnbl «OnuncaHmne curHanoB uHTepderica TPS/i».

0O603HaueHne curHanoe MopknouyeHne

Welding voltage
(CBapo4HOe HanpsieHue)

MonrCHBIN MOCTUK X3/4 =
0-10B

MonroCcHbIN MOCTUK X3/11 =
3asemM/ieHune

Welding current
(CBapoYHbI TOK)

MontocHbIN MOCTUK X1/3 =
0-10B

MontocHbIN MocTUK X1/10 =
3a3emneHune

Wire feed speed
(CkopocTb nogaym NpoBOIOKW)

MontocHbIN MOCTUK X3/6 =
0-10B

MontoCHbIN MOCTUK X3/13 =
3a3emM/ieHune

Motor current M1 (default)
(Tok gBuratensa M1)

Motor current M2
(Tok gBuratena M2)

Motor current M3
(Tok gBuratena M3)

MontocHbIN MOCTUK X3/7 =
0-10B

MontoCHbIN MOCTUK X3/14 =
3a3emneHune

Ans ceapoyHoro ripoyecca MIG/MAG:
Actual real value for seam tracking
(TekyLee dpakTnyeckoe 3HaveHme Ans
OTC/IeXMBAHUS LUBA)

Aia ceapoyHoro ripoyecca TIG:
Actual real value AVC
(TekyLyee dakTryeckoe 3HauveHme ans AVC)

MontocHbIN MOCTUK X7/3 = oT
-10 po +10 B

MontocHbIN MOCTUK X7/11 =
3a3emeHune
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[lprimepbl NnpyMeHeHus

06u.|,|/|e cBeieHnA B 3aBucumocTum ot Tpe6OBaHI/II7I, KOTOPbIM 40/DKHa COOTBETCTBOBATb
pO6OTI/I3I/IpOBaHHaF| cncTemMa, He BCe BXO4Hble N BbIXOAHblIE CUTHAJlbI HeO6XO,D,I/IMO

NCNO/b30BaThb.
CurHanbl, UCNONb30BaHMeE KOTOPbIX ABASETCH 0653aTe/IbHbIM, 0603HaYeHbl HUXe
3Be3/104KOW.
MNpumep Robot Power source
npuMeHeHus + 24V > X1/4
CTaHjapTHOro 2, B X1/12
pexuma I~ <
> X1/1
©o-10v > X1/8
> X1/2
@0 -10V > X1/9
oay—t XI5
& «— X114
+24 V < X6/7
. X6/1
or extern™
& N X1/13

X1/4 = Welding start (undposoi Bxoa) *

X1/12 | = Arc stable / Touch signal (undpoBsoli Beixog) *

X1/1 = Wire feed speed command value + (aHanoroBbIli Bxoa) *
X1/8 = Wire feed speed command value - (aHanorosbln Bxoa) *
X1/2 = Arclength correction + (aHanorosebli Bxog) *

X1/9 = Arclength correction - (aHanoroBbIli Bxoa) *

X1/5 = Robot ready (undpoBoii Bxog) *

X1/14 | = Power source ready (un$poBOIN BbIXOA)

X6/7 = HanpsbkeHve NnuTaHUs AN BHELWHWX noTpebutenein *
X6/1 = HanpsixeHne NUTaHUS 419 LMdpoBbIX BbIXOA0B *
X1/13 | = Collisionbox active (undppoBoi BbIX0A)

* = 0bs3aTeNbHbI CUTHaN
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Mpumep
NpMMeHeHus
pexunma OC

Robot Power source
+OV > X174
& — X112
_ X1/1
@o-10v | X1/8
. X1/2
Wo-10v - X1/9
0V _+t ; X1/5
& «—~—X1/14
+24 'V < X6/7
: X6/1
- or extern * X1/13
X1/4 = Welding start (undposoli Bxog) *
X1/12 | = Arc stable / Touch signal (undpoBoii Bbixoa) *
X1/1 = Wire feed speed command value + (aHanoroBbIli Bxoa) *
X1/8 = Wire feed speed command value - (aHanorosebln Bxog) *
X1/2 = Arclength correction + (aHanorosblii Bxog) *
X1/9 = Arclength correction - (aHanoroBbIli Bxoa) *
X1/5 = Robot ready (undpoBoii Bxog) *
X1/14 | = Power source ready (undpoBOi BbIX0OA)
X6/7 = HanpsXeHne NUTaHUSA 419 BHELUHWX NoTpebuTenen *
X6/1 = HanpseHne NUTaHNS 419 LMPpPOBbIX BbIXOA0B *
X1/13 | = Collisionbox active (undpoBoii BbIxoa)
* = 0bsa3aTeNbHbIN CUTHan
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I'Iepequb Ha3Ha4eHUNA KOHTAKTOB

O630p
pacrnosfioXXeHus
KOHTAKTOB

96

MontocHbIN MocTUK X1:

Tun curHana

analog Input

CurHan

151 ceapoyHoro ripoyecca MIG/MAG:
Wire feed speed command value

A1 ceapoyHoro ripoyecca TIG:
Main current

Ana ceapoyHoro npoyecca MIG/MAG:
Arclength correction command value

2 analog Input
i1 cBapoyHoro ripoyecca TIG:
Wire feed speed command value

3 analog Output Welding current

4 digital Input Welding start

5 digital Input Robot ready

6 digital Input Working mode, Bit 0

7 digital Input Gason

8 analog Input GND for X1/1

9 analog Input GND for X1/2

10 | analog Output GND for X1/3

11 | digital Input Wire forward

12 | digital Output Arc stable / Touch signal = 3aBogckoe HazHaueHue
Current flow = npwn >xxenaHun Ha Beb-caliTe
CBApOYHOro arnmnapara KOHTaKTy Takxe MOXHO
NPUCBOUTL 3TOT CUTHanN

13 | digital Output Collisionbox active

14 | digital Output Power source ready




MonocHbIN MOCTUK X3:

Tun curHana

analog Input

CurHan

Wire retract correction command value

s ceapoyHoro ripoyecca MIG/MAG:
Wire forward / backward length

2 analog Input
Ana ceapo4Horo nipoyecca T1G:
Plasma gas command value

3 digital Input GND for digital Inputs

4 analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1 = 3aBofckoe Ha3HaveHune
Motor current M2, M3 = npu xenaHun Ha Beb-carite
CBApPOYHOro arnmnapaTta KOHTaKTy Takxe MOXHO
NPUCBOUTL 3TOT CUTHanN

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow = 3aBojckoe Ha3HaveHue

Robot motion release / Process run = npu XxenaHnu Ha
Beb-caTe CBAPOYHOro annaparta KOHTaKTy Takxe
MOXHO NMPUCBOUTL 3TOT CUrHan
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MontocHbIA MOCTUK X4:

Tun curHana

CurHan

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2
Ana ceapoyHoro npoyecca MIG/MAG:

o Torchbody Xchange

3 digital Input
151 cBapoyHoro ripoyecca T1G:
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output Process active

MonocHbIN MocTUK X5:

Tun curHana

CurHan

1 digital Input Welding characteristic- / Job number, Bit 0
2 digital Input Welding characteristic- / Job number, Bit 1
3 digital Input Welding characteristic- / Job number, Bit 2
4 digital Input Welding characteristic- / Job number, Bit 3
5 digital Input Welding characteristic- / Job number, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 5
7 digital Input Welding characteristic- / Job number, Bit 6
8 digital Input Welding characteristic- / Job number, Bit 7




MontocHbIA MOCTUK X6:

Tun curHana CurHan

1 digital Input Supply Voltage +24 V

2 digital Input Welding simulation
Ana ceapo4Horo npoyecca MIG/MAG:
Pulse-/dynamic correction command value

3 analog Input
Ans ceapoyHoro ripoyecca TIG:
vD correction

4 digital Input GND for digital Inputs

5 digital Input Torch blow out

6 digital Input Wire backward

7 - -

8 digital Output Supply Voltage +24 V

9 - -

10 | digital Output Limit signal = 3aBoackoe Ha3HaueHne
Torch body gripped = npu xenaHun Ha Be6-caliTe
CBApPOYHOro arnmnapaTta KOHTaKTy TakXe MOXHO
NPUCBOUTL 3TOT CUTHanN

11 | analog Input GND for X6/3

MontocHbIA MOCTUK X7:

Tun curHana

2 - -
Ana ceapo4Horo nipoyecca MIG/MAG:
Actual real value for seam tracking
3 analog Output
Ans ceapoyHoro ripoyecca TIG:
Actual real value AVC
4 digital Input Working mode, Bit 3
5 digital Input Working mode, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 8
7 digital Input Welding characteristic- / Job number, Bit 9
8 digital Input Welding characteristic- / Job number, Bit 10
9 - -
10 |- -
11 | analog Output GND for X7/3
12 | digital Input Welding characteristic- / Job number, Bit 11
13 | digital Input Welding characteristic- / Job number, Bit 12
14 | digital Input Welding characteristic- / Job number, Bit 13
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MontocHbIA MOCTUK X7:

Tun curHana

15 | digital Input Welding characteristic- / Job number, Bit 14

16 | digital Input Welding characteristic- / Job number, Bit 15
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Genel bilgi

Cihaz konsepti

Teslimat kap-
sami
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Arayliz, analog ve dijital giris ve ¢ikiglara sahiptir ve hem standart modda hem de
acik kolektér modunda (OC-Modus) galigtirilabilir. Modlar arasinda gegis, Jumper
ile gerceklestirilir.

AraylzUn kaynak cihaziyla baglantisi igin, araytzle birlikte bir kablo agaci teslim
edilir. Kablo agacinin uzatma kablosu olarak, bir SpeedNet baglanti kablosu mev-
cuttur.

AraylzUn robot kumandasiyla baglantisi i¢in hazir bir kablo agaci kullanilir.

Kablo agacinin araylz tarafi Molex figleriyle baglantiya hazir sekilde diizenlen-
mistir. Kablo agacinin robot tarafi, robot kumandasinin baglanti teknigiyle uyumlu
hale getirilmelidir.

—

= Q@

:%‘
P.e®@
—

— 1

co ([T

Robot
Control
(1) (2) 3) 4) )

(1) Cihaz arka tarafinda opsiyonel SpeedNet baglantili kaynak cihazi

(2) SpeedNet baglanti kablosu

(3) Kaynak cihazina baglanti igin kablo agaci

(4) Arayiiz

(5) Robot kumandasiyla baglanti igin kablo agaci

(1) Robot arayiizii

(2) Kaynak cihazina baglanti igin
kablo agaci

(3) Kullanim kilavuzu (resimsiz)




Cevre kosullari

Kurulum karar-
lan

Givenlik

/\ DIKKAT!

Izin verilmeyen cevre kosullari sebebiyle tehlike.

Agir cihaz hasarlari meydana gelebilir.

» Cihazi sadece asagida agiklanan ¢evre kosullarina uygun olarak muhafaza
edin ve galigtirin.

Ortam havasi sicaklik aralig::
- igletim esnasinda: 0 °C ila + 40 °C (32 °F ila 104 °F) arasi
- tasima ve depolama esnasinda: -25 °C ila +55 °C (-13 °F ila 131 °F) arasi

Bagil hava nemi:
- 40 °C'de (104 °F) %50'ye kadar
- 20°C'de (68 °F) % 90'a kadar

Ortam havasi: tozdan, asitlerden, asindirici gazlardan ya da kimyasal maddelerden
vb. arindiritmig olmalidir.

Deniz seviyesinden yukseklik: 2000 m'ye kadar (6500 ft).

Cihazi, mekanik hasardan koruyun/mekanik hasara ugramayacak sekilde ¢alistirin.

Arayuz, bir DIN rayi Uzerinde bir otomat veya robot kumanda panosuna monte
edilmelidir.

/\ TEHLIKE!

Hatali kullanim veya hatali yapilan calismalar sebebiyle tehlike.

Ciddi can ve mal kayiplari meydana gelebilir.

» Bu dokimanda tanimlanan tim galismalar ve fonksiyonlar sadece egitimli
uzman personel tarafindan yerine getirilmelidir.

» Bu dokiman okunmali ve anlasilmalidir.

» Sistem bilesenlerine ait tim kullanim kilavuzlari, 6zellikle de glvenlik ku-
rallari okunmali ve anlagilmali.

/\  TEHLIKE!
Plansiz sinyal aktarimi sebebiyle tehlike.

Ciddi can ve mal kayiplari meydana gelebilir.
» Arayulz Uzerinden guvenlikle ilgili sinyaller aktarmayin.
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Kumanda elemanlari, anahtarlar ve gostergeler

Kumanda
elemanlari ve
baglanti soketle-
ri

(10) (9) (8) (7) (6)
| EEEE
SO oC BERAAN

1] [1]2]3]4]5]6]7]
2| [slofon1h2l13}14

516 [718] [6]718[o10]

—]
(®) (4

() (1|)

(1) X1 fig

(2) X2 fig
fig, araylzun dijital ¢ikiglarinin beslenebilecegi + 24 V gerilim saglar.
Dijital ¢cikislarin gerilim beslemesine yonelik daha ayrintili bilgiler i¢in bkz.
Dijital cikislarin gerilim tedariki sayfa 113.

(3) X3fis

(&) Xuyfig

(5) Xsfis

(6) X6 fig

(7) X8fis
SpeedNet baglanti soketinin beslenmesi igin

(8) Jumper
Isletim modu - standart mod / agik kolektér modu (OC-Modus) ayarlan-
masi igin

(9) SpeedNet baglanti soketi
kaynak cihazi ile baglantiigin

(10) X7fis
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Arayilizde
goriintiileme

(1) +24 V eger +24 V araylz beslemesi mevcut-
sa yanar

(2) +15 V eger +15 V araylz beslemesi mevcut-
sa yanar

(3) -15V eger -15 V arayliz beslemesi mevcut-
sa yanar

(4) +3V3 eger +3,3 V arayliz beslemesi mevcut-

sa yanar

(5)

Arc stable / Touch signal

kaynak cihazinin web sitesindeki ayara
goreArc stable veya Touch signal at-
anmistir. Ekran sinyal atamasina
bagldir

(6)

Robot ready

eger etkinse yanar

(7)

Error reset

eger etkinse yanar

(8)

Welding start

eger etkinse yanar

(9)

Power source ready

eger etkinse yanar

Tlrkge
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Arayuziu monte edin

ventik _
Gaventi /A TEHLIKE!

Elektrik akimi nedeniyle tehlike.

Agir yaralanmalar meydana gelebilir.

» Calismaya baslamadan 6nce galisma kapsamindaki tim cihazlari ve
bilesenleri kapatin ve ana sebekeden ayirin.

» Calisma kapsamindaki tim cihazlari ve bilesenleri tekrar agilmaya karsi
emniyete alin.

» Cihazi agtiktan sonra, uygun bir élgiim cihazi kullanarak elektrik yuklu yapi
pargasinin (kondansatorler gibi) desarj oldugundan emin olun.

/\ TEHLIKE!

Yetersiz koruyucu iletken baglanti sebebiyle elektrikli akim tehlikesi.
Ciddi mal ve can kaybi meydana gelebilir.
» Daima 6nceki sayida orijinal mahfaza vidasi kullanin.

Arayiiziin kurul-
masi

Jumper'in araylizdeki pozisyonunu
kontrol edin - standart mod / acgik
kolektdr modu

Kablo agacini (2) robot kuman-
dasina baglayin

Kablo agacini (2) resimde gosteril-
digi gibi araylize baglayin

Kablo agacini (1) resimde gosteril-
digi gibi araylize baglayin

Kablo agacini (1) kaynak cihazinin
SpeedNet baglanti kablosuna
baglayin

SpeedNet baglanti kablosunu
kaynak cihazinin arka tarafindaki
SpeedNet baglanti soketine
baglayin
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Dijital giris sinyalleri - robottan kaynak cihazina
giden sinyaller

Genel

Parametreler

Mevcut sinyaller

Dijital giris sinyallerinin baglanmasi
- standart modda 24 V (ylksek)

- aclk kolektdér modunda GND (algak)

Acik kolektér modunda biitiin sinyaller ters gevrilmistir (ters cevrilmis
mantik).

Sinyal dizeyi:

- Algak(0)=0-2,5V
- Yiksek(1)=18-30V

Referans potansiyeli: GND = X2/2, X3/3, X3/10, X6/4

Working mode ve Welding characteristic / Job number sinyalleri asagida agiklana-

caktir.

Diger sinyallerin agiklamalarini "Sinyal aciklamalari arayiiz TPS/i" dokiimaninda

bulabilirsiniz.

Devreye alma OC modunu
Sinyal aciklamasi Tahsis Standart mod devreye alma

Tlrkge

Welding start X1/4 fig 24 V = etkin 0V = etkin
(Kaynak yapma acik)
Robot ready X1/5 fis 24 V = etkin OV = etkin
(Robot hazir)
Gason X1/7 fis 24 V = etkin 0oV = etkin
(Gaz acik)
Wire forward X1/11 fig 24 V = etkin 0oV = etkin
(Tel 6ne)
Wire backward X6/6 fig 24 V = etkin OV = etkin
(Geriyanma)
Torch blow out X6/5 fis 24 V = etkin 0oV = etkin
(Torcu sdndirme)
Touch sensing Xy/7 fig 24 V = etkin 0V = etkin
(TouchSensing)
Teach mode X4/6 fig 24 V = etkin OV = etkin
(Teach modu)
Welding simulation X6/2 fig 24 V = etkin 0oV = etkin
(Kaynak simulasyonu)
Error reset Xy/5 fig 24 V = etkin 0V = etkin
(Arizayi onaylama)
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Devreye alma OC modunu
Sinyal aciklamasi Tahsis Standart mod devreye alma

MIG/MAG kaynak isle-
minde:
Torchbody Xchange

(Torg boynunu degistir-
me) X4/3 fig 24 V = etkin 0V = etkin

WIG kaynak isleminde:
Cap shaping
(kGre olugsumu)

Wire brake on X4yl fis 24 V = etkin 0OV = etkin
(Tel freni acgik)

Booster manual X7/14 fig 24 V = etkin 0V = etkin
(Manuel Booster)

Processline Bit 0 X7/15 fis 24 V = etkin 0oV = etkin
(islem hatti bit 0)

Processline Bit 1 X7/16 fig 24V = etkin OV = etkin

(islem hatti bit 1)

Working mode

(Calisma modu) asagidaki sinyal agiklamasina bakiniz

Welding characteris-
tic / Job number
(Ozellik numarasi / Job
numarasi)

asagidaki sinyal agiklamasina bakiniz

Working mode Qallgma modu deger araligi:

(Geamamods R T ——

Dahili parametre segimi

o o] o] o 1 Ozel 2 tetik modu igletimi karakte-
ristik egriler

o] o] 0 1 o] Gorev modu

Kaynak parametreleri analog ayar degerleri vasitasiyla 6nceden belirlenirler.

Eger Bit 0 - Bit 4 olarak diizenlenmigse sinyal diizeyi:

Standart modda sinyal Acik kolektér modunda
diizeyi sinyal diizeyi

X1/6 fig (Bit 0) Yiksek Algak

X4/1 fig (Bit 1) YiUksek Algak

X4/2 fig (Bit 2) Yuksek Alcak

X7/4 fig (Bit 3) Yiksek Algak
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Welding charac-
teristic / Job
number (6zellik
numarasi / Job
numarasi)

Eger Bit 0 - Bit 4 olarak diizenlenmigse sinyal diizeyi:

Standart modda sinyal Acik kolektér modunda
diizeyi sinyal diizeyi

X7/5 fis (Bit 4) Yiksek Algak

Welding characteristic / Job number sinyalleri, Working mode- O - 4 Bit'leri ile
Ozel 2 tetik modu isletimi 6zellikler veya Job isletimi secildiyse mevcuttur. Wor-
king mode-0 - 4 Bit'leri ile ilgili daha fazla bilgi i¢in bkz. Working mode
(Calisma modu) sayfa 108.

Welding characteristic / Job number sinyalleriyle kaydedilen kaynak para-
metreleri ilgili 6zellikler / ilgili job numarasi Gzerinden ¢agrilir.

Acik kolektér mo-
Standart mod du Bit numarasi
oV

X5/1 24V (o]
X5/2 24V oV 1
X5/3 24 V oV 2
X5/4 24V oV 3
X5/5 24V oV 4
X5/6 24 V oV 5
X5/7 24V oV 6
X5/8 24V oV 7
X7/6 24V oV 8
X7/7 24V oV 9
X7/8 24V oV 10
X7/12 24 V oV 11
X7/13 24 V oV 12
X7/14 24 V oV 13
X7/15 24 V oV 14
X7/16 24V oV 15

Retro Fit modunda sadece O - 7 Bit numaralari (X5/1 - 8 fig) mevcut.

iIstenilen 6zellik /Job numarasi Bit kodlamasi iizerinden segilir. Ornek olarak:
- 00000001 = Ozellik / Job numarasi 1

- 00000010 = Ozellik / Job numarasi 2

- 00000011 = Ozellik / Job numarasi 3

- 10010011 = Ozellik / Job numarasi 147

- 11111111 = Ozellik / Job numarasi 255
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Program numa-
rasi / Ozellik nu-
marasi atama /
degistirme (Re-
trofit modu)

110

Job numaralari icin mevcut aralik:

- Bit numarasi 0-15 = 0 - 1000
- Bit numarasi 0-7 (Retro Fit) = 0 - 255

Ozellik numaralari i¢in mevcut aralik:

- Bit numarasi 0-15 = 256 - 65535

- Bit numarasi 0-7 (Retro Fit) = 0 - 255. Retro Fit modu kullanildiginda, ilgili
6zellik numaralarina (1 - 255) istenilen 6zellik ID'leri atanmali, aksi takdirde
arayiiz lizerinden 6zellik se¢imi miimkiin olmaz - bkz. Program numarasi /
Ozellik numarasi atama / degistirme (Retrofit modu) sayfa 110.

"o" 6zellik / Job numarasi, kaynak cihazina ait kumanda panelinde bir 6zellik /

Job segimi mimkiin kiliyor.

TPS cihaz serisinin kaynak cihazlarinda tel ¢api ve koruyucu gaz, program numa-
rasi Uzerinden segilebilir. Bunun i¢in 8 Bit'lik bir Bit genisligi tanimlanmistir.
Retrofit modunun 8 Bit sinyalini kullanabilmesi icin bir 6zellik numarasina bir pro-
gram numarasi (1-255) atama imkani bulunuyor.

Kullanilan kaynak cihazinin IP adresini not edin:

E' Bilgisayari kaynak cihazina baglayin (6rnegin LAN kablosu ile)

&R\  $$  [Aa0s
Pulse

4-step | 11100% Ar
Welding
Information Restore factory

) settings
it D)

Website p iword Mode Setup

[&] @\

Network settings Power source

;5'2.5 = @ configuratio
Wire feeder Next page
setup @t% Sﬁ

$8% |A99s universal
4-step 11 100% Ar ?1.2mm

2 Information
@ Serial number 00001171
Firmware-version  4.0.0-30951.30592
Softw,
«_IP-address

View
ster

Kaynak cihazina ait kumanda pane-
linin sol tarafindaki yan ¢ubukta
"On ayarlar" digmesini segin

Kaynak cihazina ait kumanda pane-
linin sag tarafindaki yan gcubukta
"Sistem" digmesini segin

Kaynak cihazina ait kumanda pa-

nelindeki "Bilgi" digmesini segin

Gosterilen IP adresini not edin
(6rnegin: 10.5.72.13)

Internet tarayicisinda kaynak cihazinin web sitesini agin:

Kaynak cihazinin IP adresini internet tarayicisinin arama gubuguna girin ve

onaylayin

- Kaynak cihazinin web sitesi gosterilir

Kullanici adini ve sifreyi girin

Fabrikaya ayari:
Kullanici adi = admin
Sifre = admin

- Kaynak cihazinin web sitesi goruntulenir



istenilen 6zelliklerin ID'lerini not edin:

Kaynak cihazinin web sitesinde "Ozellikler genel gérinimii" gdstergesini segin

E' Araylz Uzerinden segilebilecek olan 6zellik ID'lerini not edin
Kaynak cihazinin web sitesinde kullanilan araylizin gostergesini segin

Ornegin: RI 10 PRO/i

"Ozellik atamasi" noktasinda ihtiyag duyulan program numaralarina (=Bit nu-

maralar) istenilen 6zellik ID'lerini atayin.

Ornek olarak: Program numarasi 1 = Ozellik ID 2501, program numarasi 2 =

Ozellik ID 32486, ...

- atanan Ozellikler sonrasinda segilmig olan program numarasi (=Bit numa-

rasi) ile arayliz Uzerinden secilebilir
Istenilen tiim &zellik ID'lerinin atamasi yapildiysa, "Atamayi kaydet"

secenegini segin

- "Ozellikler ID'lerine atanan program numaralari" noktasinda tiim program

numaralari atanan 6zellikler ID'leriyle gdsterilir

¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program Synergic line-
number ID

1 2566

2 2785

3 2765

¥ Change assignment:

Program Synergic line-
number ID

1 v 2566

2 v 2785

3 v 2765

Kaynak cihazinin web sitesi

Tlrkge
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Analog giris sinyalleri - Robottan kaynak cihazina
giden sinyaller

Genel hususlar

Mevcut sinyaller

112

Analog fark yukselteci girisleri, araylzin robot kumandasinin analog ¢ikislarindan
galvanik ayrilmasini saglarlar. Araylzdeki her girig, 6zel bir negatif potansiyele sa-
hiptir.

Eger robot kumandasi analog cikis sinyalleri i¢gin sadece ortak bir GND'ye sa-
hipse, girislerin negatif potansiyelleri arayiizde birbirleriyle baglanmaldir.

Asagida tanimlanan analog girisler, 0 - 10 V gerilim degerlerinde etkindir. MlUnfe-
rit analog girisler bosta kalirsa (6rnegin Arclength correction igin) kaynak ci-
hazinda ayarlanan degerler alinir.

Asagidaki sinyallerin agiklamalarini "Sinyal agiklamalari arayiiz TPS/i"
dokiimaninda bulabilirsiniz.

MIG/MAG kaynak isleminde:
Wire feed speed command value

(tel besleme hizi ayar degeri) X1/1fig=0-10V
WIG kaynak isleminde: X1/8 fig = GND
Main current

(ana akim)

MIG/MAG kaynak isleminde:
Arclength correction command value
(ayar degeri ark uzunlugu duzeltimi) X1/2 fis=0- 10V

WIG kaynak isleminde: X1/9 fig = GND
Wire feed speed command value
(tel besleme hizi ayar degeri)

MIG/MAG

Pulse-/dynamic correction command value

(ayar degeri darbe / dinamik diizeltme) X6/3 fig=0-10V
WIG kaynak igleminde: X6/11 fig = GND

vD correction
(vD dlizeltmesi)

Wire retract correction command value X3/1fig=0-10V
(Geri yanma duizeltimi ayar degeri) X3/8 fis = GND

MIG/MAG kaynak igleminde:
Wire forward / backward length
(tel 6n / arka uzunlugu) X3/2 fis=0-10V

WIG kaynak isleminde: X3/9 fig = GND
Plasma gas command value
(ayar degeri plazma gazi)




Dijital cikis sinyalleri - kaynak cihazindan robota
giden sinyaller

Genel hususlar

Dijital cikislarin
gerilim tedariki

Mevcut sinyaller

Kaynak cihazi ile arayiiz arasindaki baglanti kesilirse, araylizdeki tum dijital /
analog cikis sinyalleri "0"a getirilir.

/\ TEHLIKE!

Elektrik akimi nedeniyle tehlike.

Ciddi yaralanma ve 6lum meydana gelebilir.

» Calismaya baglamadan 6nce ¢alisma kapsamindaki tim cihazlari ve
bilesenleri kapatin ve ana sebekeden ayirin.

» Calisma kapsamindaki tiim cihazlari ve bilesenleri tekrar agilmaya karsi
emniyete alin.

Dijital cikislarin beslenmesi i¢in, X6/1 fisinde maksimum 36 V'a kadar bir ge-
rilim olmalidir.

- Dijital ¢ikislar, istege gore 24 V ile araylz tarafindan veya musteri taniml bir
gerilimle (0 - 36 V) beslenebilirler
- Dijital ¢ikiglarin 24 V ile beslenmesi igin araylzde 24 V'luk bir ¢ikis gerilimi
mevcuttur
- 24V tali ¢ikig gerilimi, galvanik bir ayiriciyla SpeedNet baglanti soketine
baglanmigtir. Bir koruma devresi, gerilim diizeyini 100 V seviyesiyle
sinirlar

Dijital ¢ikislarin araylz tarafindan 24 V'luk bir gerilimle beslenmesi i¢cin asagidaki
gibi hareket edin:

IEI X6/1 ve X6/7 figlerin arasina bir kiskag yerlestirin

Dijital ¢ikislarin musteri tanimli bir gerilimle beslenmesi i¢cin asagidaki gibi hareket
edin:

E' musteri tanimli gerilim beslemesinin kablosunu X6/1 figsine baglayin

Asagidaki sinyallerin agiklamalarini "Sinyal agiklamalari araytz TPS/i"
dokimaninda bulabilirsiniz.

Sinyal aciklamasi Devreye alma

Arc stable / Touch signal (varsayilan)
(Ark saglam / Touch sinyal)

X1/12 fig 24 V = etkin

Current flow
(Akim gegisi)
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Power source ready X1/14 fis 24 V = etkin
(kaynak cihazi hazir)

Collisionbox active X1/13 fis 24 V = etkin
(Carpigsma kutusu etkin)

Process active X4/10 fig 24 V = etkin
(Proses etkin)

Main current signal X4/9 fis 24 V = etkin
(Ana akim sinyali)

Touch signal X3/15 fis 24 V = etkin
(Touch sinyal)

Current flow (varsayilan)
(akim akisgi)

Robot motion release

(Robot hareket onayi) X3/16 fig 24 V = etkin
Process run
(islem caligiyor)
Limit signal (varsayilan)
(limit sinyali)
X6/10 fis 24 V = etkin

Torchbody gripped
(Torg boynu eklendi)
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Analog cikis sinyalleri - kaynak cihazindan robota
giden sinyaller

Genel hususlar

Mevcut sinyaller

Kaynak cihazi ile arayiiz arasindaki baglanti kesilirse, araylizdeki tum dijital /
analog cikis sinyalleri "0"a getirilir.

Araylzdeki analog ¢ikislar, robot donanimi ve proses parametrelerinin
goriintilenmesi ve dokiimantasyonu igin kullanilirlar.

Asagidaki sinyallerin agiklamalarini "Sinyal agiklamalari arayiiz TPS/i"

dokiimaninda bulabilirsiniz.

Welding voltage
(Kaynak gerilimi)

X3/4 fig = -0 - 10 V
X3/11 fis = GND

Welding current
(Kaynak akimi)

X1/3 fig=0-10 V
X1/10 fis = GND

Wire feed speed
(Tel besleme hizi)

X3/6 fis=0-10V
X3/13 fig = GND

Motor current M1 (default)
(Motor akimi M1)

Motor current M2
(Motor akimi M2)

Motor current M3
(Motor akimi M3)

X3/7fig=0-10V
X3/14 fis = GND

MIG/MAG kaynak igleminde:
Actual real value for seam tracking
(Dikis arama igin mevcut gerceklesen deger)

WIG kaynak isleminde:
Actual real value AVC
(Mevcut gerceklesen deger AVC)

X7/3 fig =-10 - +10 V
X7/11 fig = GND

Tlrkge
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Ornek uygulamalar

Genel bilgiler Robot uygulamasindan isteklere gore, giris ve ¢ikis sinyallerinin hepsi kullanilmak
zorunda degildir.
Kullanilmasi gereken sinyaller, asagida bir yildizla isaretlenmigtir.

Standart mod Robot Power source
uygulama ornegi REYRY ~ X1/4
B < X1/12
I~ -
> X1/1
Mo-10V > X1/8
> X1/2
©o-10v xug
L+24 V_/i/ » X1/5
& - X1/14
+24 V < X6/7
. X6/1
or extern™
& | S X1/13

X1/4 | = Welding start (dijital girig) *

X1/12 | = Arc stable / Touch signal (dijital ¢ikig) *

X1/1 = Wire feed speed command value + (analog girig) *
X1/8 | = Wire feed speed command value - (analog girig) *
X1/2 = Arclength correction + (analog girig) *

X1/9 | = Arclength correction - (analog girig) *

X1/5 | = Robot ready (dijital girig) *

X1/14 | = Power source ready (dijital ¢ikig)

X6/7 = Harici igin besleme gerilimi *

X6/1 = Dijital ¢ikiglar igin besleme gerilimi *

X1/13 | = Collisionbox active (dijital ¢ikig)

= Sinyal kullanilmalidir
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OC modu uygu-
lama ornegi

Robot Power source
+OV > X174
S - X1/12
_ X1/1
@o-10v | X1/8
n X1/2
Wo-10v - X1/9
0V _+ ; X1/5
& «— X114
+24 'V < X6/7
- X6/1
- or extern * X1/13
X1/4 = Welding start (dijital girig) *
X1/12 | = Arc stable / Touch signal (dijital ¢ikig) *
X1/1 = Wire feed speed command value + (analog girig) *
X1/8 = Wire feed speed command value - (analog girig) *
X1/2 = Arclength correction + (analog girig) *
X1/9 = Arclength correction - (analog girig) *
X1/5 = Robot ready (dijital girig) *
X1/14 | = Power source ready (dijital ¢ikig)
X6/7 = Harici igin besleme gerilimi *
X6/1 = Dijital ¢ikiglar i¢in besleme gerilimi *
X1/13 | = Collisionbox active (dijital ¢ikig)
* = Sinyal kullanilmalidir

Tlrkge
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Pin tahsis genel bakis

Pin tahsisine ge-
nel bakig

1 analog Input

MIG/MAG kaynak isleminde:
Wire feed speed command value

WIG kaynak isleminde:
Main current

2 analog Input

MIG/MAG kaynak isleminde:
Arclength correction command value

WIG kaynak isleminde:
Wire feed speed command value

analog Output

Welding current

digital Input

Welding start

digital Input

Robot ready

Working mode, Bit O

digital Input

Gas on

analog Input

GND for X1/1

3
4
5
6 digital Input
7
8
9

analog Input

GND for X1/2

10 | analog Output

GND for X1/3

11 | digital Input

Wire forward

12 | digital Output

Arc stable / Touch signal = fabrika ¢ikisli tahsis

Current flow = kaynak cihazinin web sitesinde Pin'e
opsiyonel olarak bu sinyal de tahsis edilebilir

13 | digital Output

Collisionbox active

14 | digital Output

Power source ready
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X3 fis:

Pin

Sinyal turi

SIVEL

1 analog Input Wire retract correction command value
MIG/MAG kaynak isleminde:
Wire forward / backward length

2 analog Input
WIG kaynak isleminde:
Plasma gas command value

3 digital Input GND for digital Inputs

4 analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1 = fabrika ¢ikisli tahsis
Motor current M2, M3 = Kaynak cihazinin web
sitesinde Pin'e opsiyonel olarak bu sinyal de tahsis
edilebilir

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow = fabrika ¢ikisli tahsis

Robot motion release / Process run = Kaynak ci-
hazinin web sitesinde Pin'e opsiyonel olarak bu sinyal
de tahsis edilebilir
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Xy fis:

Pin

Sinyal turi

SIVEL

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2
MIG/MAG kaynak isleminde:
Torchbody Xchange

3 digital Input
WIG kaynak isleminde:
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output Process active

X5 fis:

Pin | Sinyal tiirii

digital Input

Sinyal

Welding characteristic- / Job number, Bit 0

digital Input

Welding characteristic- / Job number, Bit 1

digital Input

Welding characteristic- / Job number, Bit 2

digital Input

Welding characteristic- / Job number, Bit 3

digital Input

Welding characteristic- / Job number, Bit 4

digital Input

Welding characteristic- / Job number, Bit 5

digital Input

Welding characteristic- / Job number, Bit 6

o N0 | W |N| R

digital Input

Welding characteristic- / Job number, Bit 7




X6 fis:

Pin | Sinyal tiirii

1 digital Input

SIVEL

Supply Voltage +24 V

2 digital Input

Welding simulation

3 analog Input

MIG/MAG kaynak isleminde:
Pulse-/dynamic correction command value

WIG kaynak isleminde:
vD correction

digital Input

GND for digital Inputs

digital Input

Torch blow out

digital Input

Wire backward

digital Output

Supply Voltage +24 V

O | oo NOo| o | &~

10 | digital Output

Limit signal = fabrika ¢ikisli tahsis

Torch body gripped = Kaynak cihazinin web sitesinde
Pin'e opsiyonel olarak bu sinyal de tahsis edilebilir

11 | analog Input

GND for X6/3

Pin | Sinyal turu Sinyal
1 - -
2 - -

3 analog Output

MIG/MAG kaynak isleminde:
Actual real value for seam tracking

WIG kaynak isleminde:
Actual real value AVC

digital Input

Working mode, Bit 3

digital Input

Working mode, Bit 4

Welding characteristic- / Job number, Bit 8

digital Input

Welding characteristic- / Job number, Bit 9

digital Input

Welding characteristic- / Job number, Bit 10

4
5
6 digital Input
7
8
9

10 -

11 | analog Output

GND for X7/3

12 | digital Input

Welding characteristic- / Job number, Bit 11

13 | digital Input

Welding characteristic- / Job number, Bit 12

14 digital Input

Welding characteristic- / Job number, Bit 13

15 | digital Input

Welding characteristic- / Job number, Bit 14

16 | digital Input

Welding characteristic- / Job number, Bit 15
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HR

BB ettt ettt ettt ettt ettt 124
B R T T2 oo 124
B T S ... 124
R Rt oo 125
B e 125
B B I ettt 125
R TT I ~ BB A T e 126
B B B T e 126
B BT R TR T e 127
B B T e 128
B et 128
B B T et 128
BFHA BN AR R B R B S e 129
BT e, 129
B B e, 129
121 5= OO 129
Working mode (TTAERETE) .o 130
Welding characteristic / Job number (FFEBIZEARS /job ) oo, 131
BN/ D MEHERS IZFRS (Retro FitARTN) e, 132
A S - ML B A R R R B B B S e 134
S 4 1= SOOI 134
B B B S e 134
R E S - MBI B R R A B S S e 135
B B e 135
HFRLEIE. . 135
AH 'é."':'a ........................................................................................................................................................... 135
B S - MR B R B A B G S e 137
_Hy1lﬂ 57 S 137
B B B ettt 137
BZERTIRIU ..o, 138
B ettt 138
FRAERETURZE TV ..o 138
OCHRTURZEITIIN. ... 139
S B T .o 140
S B e .o 140

sy 123
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REFILIT R

124

ZOEIELURBFREA Bl > JERERANEBRARER (0CERRX) TI
1 o TIRETIE S BRI TR o

BARACH AT EEENEEREREDO o SpeedNet BXIZB4 A BIFBAIRAVIEK L o
TR B4R A] B R IZ QMM 88 A1 o

EB4IRAVIZ O IHTACA Molex EE223 » RIMERIESE © 7ENER ARG > BBARUTURIEN A
PERIERRAFITIHE o

—
-

Robot
Control

(1) IFEEERBEER SpeedNet 3£ » I FIKEE M@
(2) SpeedNet BXiZea 45

(3) ATEERNISEEENBEAR

(4) ®0O

(5) AT EEIINSEAZERRTAYBLAR

(1)  #HEARZO

(2) BTFESRIREERENBESR

(3) #BEHEAE (ki)




RS

RENE

REIRIR

A R

MRRETEMNEFERR

HERS AT AE SRR B ERIF o

> SEEFFIIFREMHEFENIRERE -

HIEESEESEHE :

- 32/EHBIE] : 0°CE +40°C (32°F & 104 °F)

- iEWMFfETEEAE - -25°C E +55°C (-13 °F = 131 °F)
HEXEE -

- 40°C (104 °F) &&= 50%

- 20°C (68 °F) &= 90%

ERIFEBFBEESHTRE ~ B~ BHMSKEARYIES -
AMERIRENERS BN 2000 m (6500 ft) o

WITERIEIR & RZNMBB R RN TR E/1RFIRE o

OB NZETEN 2888 AFFRABRISZANIE £ o

A fEk!

RIFER TERYRITFERR o
LERSPIBES B ERA B BN P55k o

> (NERIFINBERRARGIJRITASHEPFAIRR E SRR IEMIOEE

> R IRARASAY o

> FEIRAERAXARAHNFIERFRES > LHELER

VAN 1
BEIMERISSHFEERK -

LB RIBES B BRI A B HEMU 75K o
> UINEIEROXEERNRZRES -

3L
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HR1ETHF ~ BOMET

BREEAEO

[1]2[3]4]5]6]7]

T mmmmm
(5) (4) (2) (1)
(1) EEE X1
2) EERX2

TIEERRRM + 24V BE » I ARONKFRLMHS -
BEXBFRHERIFAEE - FSNH 135 T8 HFHIH B o

(3)  EEBEX3
(4)  EEEX4
(5)  HEEEXS
(6)  EREEX6
(1)  HEHE/X8
BT 7 SpeedNet O
(8) Bk

BTISERIFER - tEEIN / OC R

(9) SpeedNet &0
BT ERIIREEE

(10) HEEHBXT
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0O _EavismsT

(1) +24V BOBRER +24 VRS

(2) +15V BOBFER+15VH RS

(3) 15V O -15 V B &5

(4) +3V3 BEOBERAN+33 VRS

(5) Arc stable / Touch signal SBC A Arc stable 3% Touch signal » &f&
BURFIZZRENMINSE - ETRES
i BRTFESAECIER

(6) Robot ready BEER

(7) Error reset b Ol =)=t

(8) Welding start SRR

(9) Power source ready BEERS
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RxREO

LEEO
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A faR

ERTFERK o

IERIRTSES B ERABIRE ©

> EFRIFZA > XAFRBRXEISENEN » FRE]REMEFF

> RIFFFBRXIREMEHUERTEERSE -

> {TARER > ERASENIENSEOETBIG (WERR) ESEEME -

A R

RFRFEBhLERT RIS BN BREEEk -
LB PIBES B ERA B B 5K o
> SUERREDHNABEERRT IR -

B ERZO EGE - iEER /
OC #&x{

KRR (2) ERENSAZY

KRR (2) EEERO > MBI

KRR (1) EEERO > MBI

[6] HFERLIR (1) EREIREREN
SpeedNet BXiZeB4

& SpeedNet BXIZEBAIE IR IFIEREE
HEH SpeedNet 0




BFRALS - REVBANEREENES

B

ARES

BFHAESEL

- HERRT > B#E 24V (B)
- EHRFFRENXT o it (1F)

ERRABERT » MEGESHARAES (RAZE) -

SE BN it =X2/2 ~ X3/3 ~ X3/10 ~ X6/4

Working mode #1 Welding characteristic / Job number {SS3#BEI0TF ©

HRESHNEA > BB “TPS/i #OES A" XY -

AR OC %5
ESBM i PE 2 P

Welding start ¥EOSIH X1/4 24V = HE 0V=3UF
(BT R)

Robot ready #O5( X1/5 24V =8% 0V=3§u&
(NBBNEFLE)

Gas on OS5I/ X1/7 24V =38F 0V=3%0E
(REFE)

Wire forward OS5I X1/11 24V = #E o0V=38u%
(MAIXLL)

Wire backward #O5(P X6/6 24V =38& 0V=3§0%
(MEEL)

Torch blow out OS5I/ X6/5 24V =38F 0V=3%0E
(B SER)

Touch sensing ¥EOSIR X4/7 24V = 3E 0V=3UF

(TouchSensing)

Teach mode ZO5(H# X4/6 24V = #5E 0V=#E
(BHEER)

Welding simulation ¥EOS1R X6/2 24V = BiE 0V=3U%
(JRHER)

Error reset #BOSIR) X4/5 24V = #E 0V=380%
(BfIHrE)

3L




FRAEST OC #5{
558 Sic P25 PE3 £

HHF MIG/MAG
BT Z
Torchbody Xchange
(FEHEIEEN)
- 11310 X4/3 24V = $E 0V= 5%
HFTIG
JEFETZ
Cap shaping
(B ThHIEK)
Wire brake on #EO5|H X4/4 24V =3E 0V=3#&
(JRLBIFR)
Booster manual ZOSIH XT7/14 24V = B5E 0V=#E
(FohigE)
Processline Bit 0 OS5I X7/15 24V =BE 0V=38&
(TZ %A1 0)
Processline Bit 1 OS5I X7/16 24V = #E 0V=3#&
(T2 1)
Working mode - v o
Welding characteristic /
Job number BRI TAESHR
($FM4EHhLERS [ job S)
Working mode TEERBE :
(TEER)
I
0 0 0 0 0 RIS EHEEF
0 0 0 0 1 BB EI U SR
0 0 0 1 0 Job &z

ERBLLISE IR RESE -

RRE 0 i - 4 IETRIES BT :
RAERTUT OC#E{F

S S BT HE S8BT
X1/6 W45 (0 1i) = =
X4/1 WA (1 1i) ) =8
X4/2 ##F (2 1i1) = 5
XT/4 1A% (3 1i1) = 1&
X7/5 WA (4 1i) =) 1&
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Welding

characteristic /
Job number (4%
Y eh%4mS / job

S)

Welding characteristic / Job number {57/ Working mode 0 - 4 {454 —
SHERE Job ERIFIERLRITIA - % Working mode 0 - 4 IAF4HER > BB N
% 130 7189 Working mode (TfE#=) o

H Welding characteristic / Job number {ESBE XM AHFE L / job SKRERE
BIRESE o

f1=
X5/1 24V 0
X5/2 24V ov 1
X5/3 24V ov 2
X5/4 24V oV 3
X5/5 24V ov 4
X5/6 24V ov 5
X5/7 24V oV 6
X5/8 24V ov 1
X7/6 24V ov 8
X7/7 24V oV 9
X7/8 24V ov 10
X7/12 24V ov 11
X7/13 24V ov 12
X7/14 24V ov 13
X7/15 24V ov 14
X7/16 24V ov 15

RE!

IS 0-7 (EOSIBIX5/1-8) EABTF Retrofit ##3 ©

VA ﬂﬁﬁﬁﬁﬁﬂﬁ?‘ﬁﬁ%ﬂ@ﬁﬁﬂiﬁ /job = - filim :
00000001 = 4514804 / job 5 1

- 00000010 = %51Erh%% / job 5 2

- 00000011 =%51Erh%: / job 5 3

- 10010011 = 4514 / job = 147
- 11111111 =45Ma8% / job = 255

job SHIRTAEH :
- {iS 0-15=0-1000
- {5 0-7 (Retrofit) =0 - 255

LRI e ¢

- {iiS 0-15=256-65535

- IS 0-7 (Retrofit) = 0 - 255 f&5M Retrofit #R\EY » FRFBIFERIZA) ID A3 ACLEHE
BV 4R S (1 - 255) » BUFTABIZOEFIFIERL - ESNE 132 7189
B/ DECREEAS /BBFHRS (Retro Fit#830) -
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B/ ECiF eh sk
WE/RRFERS
(Retro Fit #&3%)

132

ML /job S 07 XiGFRIFEEIRIERIER DEFSEZ / job

STF TPS iREARTIMIREEE » AlI@EIIEFRESIEEME « IRLERNFRIFSE - AlLE
XT— 8 iRIfiIF o

AL IZ RS DA &S (1-255) » LUETE retrofit R TERZ 8 (iIf5S ©
DT HAEAREEER IP L :

BRI EEZINTEN (FIUER LAN B43)

e, omml s omm RS R AR A MR iy
- Information Restore factory o “ Defa u lts” (%ﬁ i}\i&%)
W == o [= IR R B R A MDA R
Website p iword Mode Setup 'st:'l“ “Syste m ” ( %éﬁ)

[&]

sssssss

nnnnnnnnnn R IR RIS E R _ERY
“Information” (EB) &4

Network settings

h configurations
=T @ . ‘m'

Wire feeder Next page Lt Zatom

setup O{;Sﬁ .

o 3 . T 2 s TR IP it (Bign :
open Soi Information 10.5.72. 13)

Serial number 00001171

Firmware-version 4.0.0-30951.30592
Softwar, 3039
XXXXXXX D

B E B M 28 I B U

[6] 12 BRI S B0 242 i ASRIZSE B0 |P MU HA
- HEER IR BRI

AP R FIEER

HIRE ©
BAFP%& =admin

2 = admin
- MERNE IR BRI ML

BT ID :
TR E ML E > R “Synergic lines overview”  ($FERRZAEL) EIN£
[o] BT rIREET & AIAF I HALE 1D
IR E WL b EFFRZOMNED &
f51%0 : RI10 PRO/i
£ “Synergic line assignment” ($HERRZEDER) T » KEAFERVERILE ID DEcss
BFES (=3) -
B0 : I2FRS 1 =4351E/h%E 1D 2501 > 12F4RS 2 =151EM4L ID 3246 % o
- AERMUERBOMNMENEREAES CUS) ORIENFFEHL
ENEEE TR ID /5 > BT “Save assignment”  (fRESED)

- FERERSKESEAF L ID #ETRE “Actual assigned program
numbers to synergic lines” (LR ECAIFIERMEMIZFHRS) T



¥ Synergic line assignment:

¥ Actual assigned program numbers to synergic lines:

Program
number

1
2
3

Synergic line-

ID
2566

2785
2765

¥ Change assignment:

Program Synergic line-
number 1D
| 1 v | 2566
| 2 v | | 2785
| 3 v | | 2765
Save
assignment

VSRR EMI

X

EEE

cecle

Delete
assignment
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REBAGS - MIIBAZRZRERENGES

—MRfE8

AAES

134

O _ERERE DA MA T BAER O SIS AZESG LR L 2 8 ST B SR
B o EZO ENSTHARE S BN

RN BAEA S EERE S SUER— Mttty - Wik (BMEORA)
DIERE—IE ©

TRABEBEAATEREN 0- 10V EECE c MRKRAZMEMRADEE (FU0 > Arclength
correction) » NMIEEREREEE HIRTENE

XFLUTESHHER - 5518 “TPS/i #OES A" XY o

FF MIG/MAG JZ#5 T Z -

Wire feed speed command value
(RLEEIRER) BO3IMIX1/1=0-10V

BFTIGIE#ETE - BOSIH X1/8 = #53h

Main current
(FEEH)

HF MIG/MAG I T Z

Arclength correction command value
GIAEIEIREE) #O3IMX1/2=0-10V

FHFTIGIEETE - OS5I X1/9 = 53t

Wire feed speed command value
(R4REIREE)

HF MIG/MAG YE# T Z .

Pulse-/dynamic correction command value
(B /chSIEEIREE) #3|MIX6/3=0-10V

HF TIGIEETE ! OS5I X6/11 = 33t

vD correction
(vD {BIE)

Wire retract correction command value #HOSIM X3/1=0-10V
(VR [EHEIEIREE) ZOS| R X3/8 = #5340

FHF MIG/MAG IE#5T % :

Wire forward / backward length
(PIRTRZ/PERLKE) HO2IMIX3/2=0-10V

HFTIGIEETZ ZOS|RI X3/9 = #5340

Plasma gas command value
(FBEFRHIREE)




HFahEs - MEREREIVBANGS

—MRfE8
IFERBE MR ORNEZDEE - #0 ENFARFNEMNEESHEER “0° -

HEHHER A B

IRIFERRAFERER o

LR RIBES B EMAGHAT o

> HEFRIFZA > XAFRBRXEILENEMN - FREREMNETFF
> (RIFFFBRXIREMEUERTEERAS -

RA5 X6/1 M AAFERRIT 36 VHEBE » UEAKFRIHRMBER

- ANEXRK@EIRONBFREMN 24V BE > EIHEEPIERE (0-36V)

- ATERFHEHMEN 24V EBE  FORRM 24 VIREKBE
24V RERHHBES SpeedNet EORILIFE o (RIFFEEG B ERTFIREZE 100
v

BB FORMFREME 24V EE  BRITN TSR ¢
TEMRAT X6/1 F1 X6/7 Z BIRE — Bk

EmEFRHENEFRERE  BFRITNTEE
RE PR BIRBAERERN X6/1

ARES XFUTESHREA > 555 “TPS/i #OESHEA” XH o

=

Arc stable / Touch signal (Z%iA)
(BBINETE / MEES

Current flow
(887

Power source ready #BOSIMIX1/14 | 24V =30F
(BB BEEEMSE)

Collisionbox active BOSIM X1/13 | 24V=30F
(CrashBox #5&)

Process active EBOSIMIX4/10 | 24V=30F
(TZ2#E)

Main current signal #BOSIHIX4/9 | 24V=8F
(FBFRES)

Touch signal #EOSIMIX3/15 | 24V =80F
(iEES

EOSIMIX1/12 | 24V =380F
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Current flow (ZRIA)
(EB37%)

Robot motion release N s
(M2 ATHIERER) #OSIMIX3/16 | 24V =30F

Process run
(TZE179%)

Limit signal (ZRiA)
(PRAIES)

Torchbody gripped
(RECIN)

EBOSIEIX6/10 | 24V =30F
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REahEsS - MEREREIVBANGS

—MRfE8
IFERBE MR ORNEZDEE - #0 ENFARFNEMNEESHEER “0° -

FOEREMEEATIRENSAURETMIERTIZESH

AAES XFUTESHUEA > S “TPS/i EOESHIE” XM -

ES &

Welding voltage #EOSIM X3/4=-0-10V
(JR¥EB[E) ZEOSIM X3/11 = %3

Welding current #EOSI#I X1/3=0-10V
(JRHEERIR) EOSIM X1/10 = 353t

Wire feed speed ¥O5|MIX3/6=0-10V
(FLEE) EOS M X3/13 = 153t

Motor current M1 (default)
(SRR ML)

Motor current M2 #O5|MIX3/7=0-10V
(BIKETE M2) O X3/14 = 153
Motor current M3
(ST M3)

FF MIG/MAG }F1ETLZ -

Actual real value for seam tracking
(VB42ERERAY 1 A1 SEFTE) O3 X7/3=-10-+10V

EF TIG IEET S BOSIM XT/11 = 33

Actual real value AVC
(AVC B9 HRISERRIE)
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Az n il

B RIENBANABNER > ATEERZFMEIRANBLES -
RESIHMCEERINGES - TR

AR ARSI Robot Power source
+ 24V > X1/4
> P X1/12
- : X111
Mo-10V ; X1/8
. X1/2
©o-10v xug
24 v—"t XIS
& “—> X1/14
+24 V. < X6/7
. X6/1
— or extern™ X113
X1/4 | =Weldingstart (¥=Fi#A) *
X1/12 | =Arcstable / Touch signal (3x=%HiH) *
X1/1 | =Wire feed speed command value + ({E#liHA) *
X1/8 | =Wire feed speed command value - (#&E#lEHA) *
X1/2 | =Arclength correction + (f#lEHA) *
X1/9 | =Arclength correction - (HEHIEA) *
X1/5 | =Robotready (¥F#A) *
X1/14 | =Power source ready (¥x=iaH)
X6/7 | =9MEBIREBERE *
X6/1 | =#¥FRMHIREBEE "
X1/13 | =Collisionbox active (¥=#iH)
* =AES
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OC #zUpz AR

Robot Power source
+0V > X1/4
S ~_X1/12
- _ X1/1
Wo-10V ; X1/8
. X1/2
@o-1ov X1/9
0V _+ ; X1/5
& «— X1/14
+24 V < X6/7
> X6/1
= or extern X113
X1/4 | =Weldingstart (38{=F%#A) *
X1/12 | =Arcstable / Touch signal ($x=%iH) *
X1/1 =Wire feed speed command value + (#E£lEHA) *
X1/8 | =Wire feed speed command value - (E#EHA) *
X1/2 | =Arclength correction + (#&#l5A) *
X1/9 | =Arclength correction - (t&#l3HA) *
X1/5 | =Robotready (#{F#A) *
X1/14 | =Power source ready (¥(FiH)
X6/7 | =5hERISERBERIE *
X6/1 | =¥FRLIREBBE"
X1/13 | =Collisionbox active (¥x=F#it)
* = WAES

3L
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5| Bl Bt i

51 Bt

140

5]
FF MIG/MAG V##2 T Z -
Wire feed speed command value

1 analog Input S
BFTIGIEETLE -
Main current
FF MIG/MAG JZ# T Z -
Arclength correction command value

2 analog Input S
BFTIGIE#ZTE
Wire feed speed command value

3 analog Output Welding current

4 digital Input Welding start

5 digital Input Robot ready

6 digital Input Working mode, Bit 0

7 digital Input Gason

8 analog Input GND for X1/1

9 analog Input GND for X1/2

10 | analog Output GND for X1/3

11 | digital Input Wire forward

12 | digital Output Arc stable / Touch signal = T 2fc
Current flow = TEARHEREMIL E > ZESAIMURIERE
HECEREESIH

13 | digital Output Collisionbox active

14 | digital Output Power source ready




Eilll ESRH B5

1 analog Input Wire retract correction command value
FF MIG/MAG JF1E#TLZ ©
Wire forward / backward length

2 analog Input
BFTIGIF#ETLZ
Plasma gas command value

3 digital Input GND for digital Inputs

4 analog Output Welding voltage

5 -

6 analog Output Wire feed speed

7 analog Output Motor current M1=T] 73fc
Motor current M2, M3 = TEIRIZEEMIL E » ZESEIY
RIERENECEREES M

8 analog Input GND for X3/1

9 -

10 | digital Input GND for digital Inputs

11 | analog Output GND for X3/4

12 -

13 | analog Output GND for X3/6

14 | analog Output GND for X3/7

15 | digital Output Touch signal

16 | digital Output Current flow = T S#c
Robot motion release / Process run = TE 2153 B Wi
£ ZESTURIERED R EEES | M
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HEEEI X4

B ESRE
1 digital Input

=1
==

Working mode, Bit 1

2 digital Input

Working mode, Bit 2

T MIG/MAG JE##T Z .
o Torchbody Xchange

3 digital Input "
BFTIGIE#ZETE
Cap shaping

4 digital Input Wire break on

5 digital Input Error reset

6 digital Input Teach mode

7 digital Input Touch sensing

8 - -

9 digital Output Main current signal

10 | digital Output

Process active

£l

B ES%E =5

1 digital Input Welding characteristic- / Job number, Bit 0
2 digital Input Welding characteristic- / Job number, Bit 1
3 digital Input Welding characteristic- / Job number, Bit 2
4 digital Input Welding characteristic- / Job number, Bit 3
5 digital Input Welding characteristic- / Job number, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 5
7 digital Input Welding characteristic- / Job number, Bit 6
8 digital Input Welding characteristic- / Job number, Bit 7




IS X6 ¢

E§I|] =S XE 55
1 digital Input Supply Voltage +24 V
2 digital Input Welding simulation
HF MIG/MAG JZ## T Z .
Pulse-/dynamic correction command value
3 analog Input —
BFTIGIE#ETE -
vD correction
4 digital Input GND for digital Inputs
5 digital Input Torch blow out
6 digital Input Wire backward
7 - -
8 digital Output Supply Voltage +24 V
9 - -
10 | digital Output Limit signal =T 53#c
Torch body gripped = TEREEEML E > Z{E5S oI MUR
EREDEERES| M
11 | analogInput GND for X6/3
B XT
5]
B ESRE
1 - -
2 - -
T MIG/MAG JE#T Z .
Actual real value for seam tracking
3 analog Output —
BFTIGIE#ETE -
Actual real value AVC
4 digital Input Working mode, Bit 3
5 digital Input Working mode, Bit 4
6 digital Input Welding characteristic- / Job number, Bit 8
7 digital Input Welding characteristic- / Job number, Bit 9
8 digital Input Welding characteristic- / Job number, Bit 10
9 - -
10 |- -
11 | analog Output GND for X7/3
12 | digital Input Welding characteristic- / Job number, Bit 11
13 | digital Input Welding characteristic- / Job number, Bit 12
14 | digital Input Welding characteristic- / Job number, Bit 13
15 | digital Input Welding characteristic- / Job number, Bit 14
16 | digital Input Welding characteristic- / Job number, Bit 15
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