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Generelt

Apparatkonsept

Leveranseinn-
hold

Grensesnittet har analoge og digitale inn- og utganger og kan brukes bade i stan-
dardmodus og i Open-Collector-modus (OC-modus). Omkoblingen mellom modi-
ene foregéar ved hjelp av krysskobling.

Det folger et kabeltre med grensesnittet slik at det kan kobles til stramkilden.
Som forlengelse til kabeltreet finnes det en SpeedNet-forbindelsesledning.

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.

Robot
Control

(1) () (3) (4) (®)

(1) Stremkilde med valgfri tilkobling for SpeedNet pa baksiden av apparatet
(2) SpeedNet-forbindelseskabel

(3) Kabeltre for tilkobling til stremkilden

(4) Grensesnhitt

(5) Kabeltre for tilkobling til robotstyringen

(1) Robot-grensesnitt

(2) Kabeltre for tilkobling til
stromkilden

(3) Bruksanvisning (ikke avbildet)




Omgivelsesbe-
tingelser

Installasjonsbe-
stemmelser

Sikkerhet

/\  FORSIKTIG!

Fare pa grunn av ikke-tillatte omgivelsesbetingelser.

Falgene kan bli alvorlige skader pa 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.

Hayde over havet: inntil 2000 m (6500 ft).

Beskytt apparatet mot mekaniske skader ved oppbevaring/bruk.

Grensesnittet mé 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.

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

» Les og forstd dette dokumentet.

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

/\  FARE!

Fare pa grunn av utilsiktet signaloverfoering.
Folgene kan bli alvorlige personskader og materielle skader.
» Ikke overfor sikkerhetsrelevante signaler over grensesnittet.




Betjeningselementer, tilkoblinger og visninger

Betjeningsele-
menter og til-
koblinger pa
grensesnittet

Visninger i
grensesnittet

(6) ®) (4) ©)
(B ‘OOO 12[1110[9[8 7
STD 0OC 6l5]4[3]2]1
1]2]3 1]2]3]4]5]6]7
5|6 89 [tol1112f13}14

(1) Plugg X1
(2) Plugg X2
(3)  PluggX3
(4) Krysskobling
for innstilling av driftstypen — standardmodus / OC-modus
(5) Plugg X8
for forsyning av tilkoblingen SpeedNet
(6) Tilkobling SpeedNet

for tilkobling til stremkilden

T Pos. LEDindikator
OOOI
E STD oC HEEBH

(1) STD/OC

lyser nar OC er aktiv

(2) Welding start
(7) lyser nar aktiv

(3) Robotready

HHE HHEE lyser nar aktiv

(4)  Touch Sensing
lyser nar aktiv
(5)  Arcstable / Touch signal

lyser nar aktiv



(6) Power source ready
lyser nar aktiv

(7)  +3V3
lyser nar grensesnittet forsynes




Installere grensesnitt

Siernet a oo |

Fare pa grunn av elektrisk strom.

Falgene kan bli alvorlige personskader og dadsfall.

» For arbeidet starter, méa alle involverte apparater og komponenter slés av og
kobles fra stramnettet.

» Alle involverte apparater og komponenter ma sikres mot gjeninnkobling.

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

Fare pa grunn av elektrisk strom ved utilstrekkelig jordledningsforbindelse.
Falgene kan bli alvorlige personskader og materielle skader.
» Bruk alt 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 pa bildet

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

Koble kabeltreet (1) til SpeedNet-
forbindelseskabelen pa stremkil-
den

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




Digitale inngangssignaler — sighaler fra roboten til
stromkilden

Generelt

Parameter

Tilgjengelige sig-
naler

Working mode
(arbeidsmodus)

Kobling av de digitale inngangssignalene
- istandardmodus péa 24 V (high)
- i Open-Collector-modus pad GND (low)

MERKNAD!

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

Signalniva:
- Low(0)=0-25V
-  High(1)=18-30V

Referansepotensial: GND = X1/13, X1/14, X3/4, X3/12

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

Signalbetegnelse Kobling standardmodus
Programmering Kobling OC-modus

Welding start (sveising pa) 24 V = aktiv

Plugg X1/1 0V = aktiv

Robot ready (robot klar) 24 V = aktiv

Plugg X1/2 0V = aktiv

Wire forward (trdd fremover) 24 V = aktiv

Plugg X1/3 0V = aktiv

Torch blow out (blase ut sveisepistol) | 24 V = aktiv

Plugg X15 0V = aktiv

Touch sensing (TouchSensing) 24 V = aktiv

Plugg X1/4 0V = aktiv

Working mode (arbeidsmodus) Se beskrivelsen av signalene nedenfor
Job number (jobbnummer) Se beskrivelsen av signalene nedenfor

Verdiomrade arbeidsmodus:

Bit2 | Bit1 | Bito Beskrivelse

olo]o Internt parametervalg

olo|1 Karakteristikker drift spesiell 2-takts-
drift

olilo Jobbdrift




MERKNAD!

Sveiseparameterne fastsettes gjennom de analoge nominelle verdiene.

Signalniva nar bits 0-2 er satt:

Signalniva i standardmodus

Signalniva i OC-modus

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

Job number - Signalet Job number er tilgjengelig nar det i Working mode-bits 0—2 er valgt
(jobbnummer) karakteristikken drift spesiell 2-taktsdrift eller jobbdrift.
- Du finner mer informasjon om Working mode-bits 0—2 Working mode
(arbeidsmodus) pa side 9
- Med signalet Job number dpnes lagrede sveiseparametere via nummeret til
tilsvarende jobb.

Standardmodus
Plugg OC-modus
X1/10 24V - Bit1
oV-Bit1
X1/11 24V - Bit2
oV-Bit2
X1/12 24V - Bit 3
oV-Bit3

Velg gnsket jobbnummer ved hjelp av bitskoden (0—7 mulige jobbnumre):
- 00000001 = jobbnummer 1
- 00000010 = jobbnummer 2
- 00000011 = jobbnummer 3

- 00000111 = jobbnummer 7

MERKNAD!

Jobbnummer "0" gjor det mulig a velge jobb pa betjeningspanelet til streamkil-
den.

10



Analoge inngangssignaler — sighaler fra roboten
til stremkilden

Generelt

Tilgjengelige sig-
naler

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.

MERKNAD!

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

De analoge inngangene som beskrives nedenfor er aktive ved en spenning pa 0—
10 V. Hvis enkelte analoge innganger ikke er i bruk (eksempelvis for Arclength
correction), overferes verdiene som er innstilt pa stramkilden.

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

Signalbetegnelse Programmering
Wire feed speed command value Plugg X2/1 =0-10V
(Nominell verdi tradhastighet) Plugg X2/4 = GND
Arclength correction Plugg X2/2 =0-10V
(Nominell verdi lengdekorrigering av Plugg X2/5 = GND
lysbue)

11



Digitale utgangssignaler — signaler fra stromkil-
den til roboten

Generelt

Spenningsforsy-
ning av de digita-
le utgangene

Tilgjengelige sig-
naler

12

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

/\ FARE!

Fare pa grunn av elektrisk strem.

Falgene kan bli alvorlige personskader og dgdsfall.

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

» Alle involverte apparater og komponenter méa sikres mot gjeninnkobling.

De digitale utgangene ma forsynes med en kundespesifikk spenning (inntil maks.
36 V). Ga frem pa felgende méte for forsyning av de digitale utgangene med en
kundespesifikk spenning:

E koble kabelen for den kundespesifikke spenningsforsyningen til plugg X3/1

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

Programmering

Signalbetegnelse Kobling

Arc stable / Touch signal Plugg X3/7
(Stremflyt / Touch-signal) 24 V = aktiv
Power source ready Plugg X3/9
(Stremkilde klar) 24 V = aktiv
Collisionbox active Plugg X3/8
(CrashBox aktiv) 24 V = aktiv




Brukseksempler

Generelt

Brukseksempel
standardmodus

Brukseksempel
OC-modus

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.

Robot Power source
+24V — L
> < X3/7
J_'\l |
> X2/1
@o-10v > X2/4
> X2/2
@O -10V > X2/5
[ +24 V—/i/ > X1/2
b < X3/9
J_ N l 1
+24 > X3/1
J_-% < ~__X3/8

X1/1 = Welding start (digital inngang) *

X3/7 = Arc stable / Touch signal (digital utgang) *

X2/1 = Wire feed speed command value + (analog inngang) *
X2/4 = Wire feed speed command value - (analog inngang) *
X2/2 = Arclength correction + (analog inngang) *

X2/5 = Arclength correction - (analog inngang) *

X1/2 = Robot ready (digital inngang) *

X3/9 = Power source ready (digital utgang)

X3/1 = tilferselsspenning for digitale utganger *

X3/8 = Collisionbox active (digital utgang)

= signalet ma brukes

Robot Power source
+OV > X111
> < X3/7
J_'\l |
> X2/1
Wo-10Vv > X2/4
> X2/2
@O -10V > X2/5
. X1/2
ov——"=E » !
b < X3/9
J_ N | 1
+24 \ > X3/1
& ¢ Y~ X3/8

13
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X1/1
X3/7
X2/1
X2/4
X2/2
X2/5
X1/2
X3/9
X3/1
X3/8

= Welding start (digital inngang) *

= Arc stable / Touch signal (digital utgang) *

= Wire feed speed command value + (analog inngang) *
= Wire feed speed command value - (analog inngang) *
= Arclength correction + (analog inngang) *

= Arclength correction - (analog inngang) *

= Robot ready (digital inngang) *

= Power source ready (digital utgang)

= tilfgrselsspenning for digitale utganger *

= Collisionbox active (digital utgang)

= signalet méa brukes



Oversikt plugg-programmering

Oversikt plugg-
programmering

Plugg X1 - digital inngang:

Plugg Signal

1 Welding start

2 Robot ready

3 Wire forward

4 Touch sensing

5 Torch blow out

6 -

7 Working mode, BIT O
8 Working mode, BIT 1
9 Working mode, BIT 2
10 Job number, BIT O
11 Job humber, BIT 1
12 Job number, BIT 2
13 GND

14 GND

Plugg X2 - analog inngang:

Plugg Signal

1 Wire feed speed command value

2 Arclength correction command value

3 -

4 GND Wire feed speed command value

5 GND Arclength correction command value
6 -

Plugg X3 - digital utgang:

Plugg Signal

1 Tilferselsspenning for digitale utganger
2 -

3 -

4 GND

5 -

6 -

15
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Arc stable

Collisionbox active

9 Power source ready
10 -

11 -

12 GND
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Informacje ogdélne

Koncepcja
urzagdzenia

18

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 ze zrodtem pradu spawalniczego, 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.

Robot
Control

(1) () (3) (4) (®)

(1) Zrédto pradu spawalniczego z opcjonalnym przytagczem SpeedNet z tytu
urzadzenia

(2) Kabel potgczeniowy SpeedNet

(3) Wiazka kablowa do potaczenia ze zrédtem pradu spawalniczego

(4) Interfejs

(5) Wiazka kablowa do potaczenia ze sterownikiem robota




Zakres dostawy

Warunki otocze-
nia

Zasady instalacji

(1) Interfejs robota

(2) Wiazka kablowa do potaczenia
ze zrodtem pradu spawal-
(1) niczego

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

/\ OSTROZNIE!

Niebezpieczenstwo wywotane niedopuszczalnymi warunkami otoczenia.

Skutkiem moga by¢ powazne uszkodzenia urzadzenia.

» Urzadzenie przechowywac i uzytkowac wytgcznie w nizej okreslonych warun-
kach 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).

Urzadzenie nalezy przechowywac i eksploatowa¢ w sposdb zapewniajgcy ochrong
przed uszkodzeniami mechanicznymi.

Interfejs nalezy zainstalowacd na szybie profilowanej w szafie sterowniczej robota
lub automatu.

19




Bezpieczenstwo

20

Niebezpieczenstwo wskutek btedow obstugi i nieprawidtowego wykonywania

prac.

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

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

» Nalezy doktadnie zapozna¢ sig z niniejszym dokumentem.

» Przeczytad i zrozumie¢ wszystkie instrukcje obstugi komponentéw systemu,
w szczegolnosci przepisy dotyczace bezpieczenstwa.

Niebezpieczenstwo wskutek nieplanowanej transmisji sygnatu.
Skutkiem mogg byé powazne uszczerbki na zdrowiu i straty materialne.
» Za pomocg interfejsu nie przesytac sygnatéw istotnych dla bezpieczenstwa.




Elementy obstugi, przytacza i wskazniki

Elementy
6 5 4 3
obetugt 6) <|> 4) <|>
i przytacza in- ‘ ‘
terfejsu O O OO0O| [ifoe]8]7
STD oC 6l5]4[3]2]1
112]3 112]3]4]5]6]7
5]6 8|9 J1al11h2l3h4
2) (1)

(1) Wtyk X1

(2) Wtyk X2

(3) Wtyk X3

(4) Zworka
do ustawiania trybu pracy — tryb standardowy / tryb OC

(5) Wtyk X8
do zasilania przytgcza SpeedNet

(6) Przytacze SpeedNet
do potgczenia ze zrodtem pradu spawalniczego

Wskazniki na in-

terfejsie Q E S_:“CD) OZICO)C EEEBH Poz. Wskaznik diodowy

(1) SsTD/OC
swieci, gdy aktywny jest tryb OC

(2) Welding start
(7 swieci, gdy aktywny

(3) Robotready

HH HHHHH swieci, gdy aktywny

(4)  Touch Sensing
Swieci, gdy aktywny

(5)  Arcstable / Touch signal
swieci, gdy aktywny

21
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(6)

Power source ready
swieci, gdy aktywny

(7)

+3V3
swieci, gdy dostepne jest zasilanie interfejsu




Instalacja interfejsu

Bezpieczenstwo

Instalacja in-
terfejsu

Niebezpieczenstwo stwarzane przez prad elektryczny.

Skutkiem moga by¢ powazne obrazenia ciata i Smier¢.

» Przed rozpoczeciem prac wytgczyc¢ wszystkie uczestniczgce urzgdzenia i
komponenty i odtgczyc¢ od sieci zasilajgce;.

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

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

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 wkretow 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
zrodta spawalniczego.

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



Cyfrowe syghaty wejsciowe — sygnaty od robota
do zrddta pradu spawalniczego

Informacje
ogolne

Parametry

Dostepne syg-
naty

Working mode
(tryb pracy)

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

WSKAZOWKA!

W przypadku trybu Open Collector wszystkie syghaty sg odwrécone (odwrécona
logika).

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

Potencjat referencyjny: GND = X1/13, X1/14, X3/4, X3/12

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

Nazwa sygnhatu Okablowanie trybu standardowego
Przypisanie Okablowanie trybu OC
Welding start (spawanie wtgczone) 24 V = aktywne

Wtyk X1/1 0 V = aktywne

Robot ready (robot gotowy) 24 V = aktywne

Wtyk X1/2 0O V = aktywne

Wire forward (drut do przodu) 24 V = aktywne

Wtyk X1/3 O V = aktywne

Torch blow out (przedmuchiwanie pal- | 24 V = aktywne

nika spawalniczego) 0 V = aktywne

Wtyk X15

Touch sensing (TouchSensing) 24 V = aktywne

Wtyk X1/4 O V = aktywne

Working mode (tryb pracy) patrz ponizszy opis sygnatu
Job number (numer zadania) patrz ponizszy opis sygnatu

Zakres wartosci w trybie pracy:

Bit2 | Bit1 | Bito Opis

Napigcie zasilajgce wyjs¢ cyfrowych Wybdr parametréw wewnetrznych

Napiecie zasilajgce wyjs¢ cyfrowych Charakterystyki 2-taktu specjalnego

Napiecie zasilajgce wyjs¢ cyfrowych Tryb Job

25



Job number (Nu-
mer zadania)
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WSKAZOWKA!

Parametry spawania ustala si¢ za pomoca analogowych wartosci zadanych.

Signal-Level, gdy ustawione sa Bit 0 — Bit 2:

Signal-Level w trybie standardowym

Signal-Level w trybie OC

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

Sygnat Job number jest dostepny, gdy bitami 0—2 trybu Working mode cha-

rakterystyk wybrano tryb 2-takt specjalny lub tryb Job.
- Blizsze informacje dotyczace bitéw 0—2 trybu Working mode — patrz
Working mode (tryb pracy) od strony 25.
- Sygnat Job number wywotuje zapisane parametry spawania za posred-

nictwem numeru danego zadania.

Tryb standardowy
Wtyk Tryb OC
X1/10 24V —bit1
oV —bit1
X1/11 24V — bit2
oV —bit2
X1/12 24V —bit 3
oV —-bhit3

Zadany numer zadania wybraé za pomocg kodowania bitowego (0—7 to mozliwe

numery zadan):

- 00000001 = numer zadania 1
- 00000010 = numer zadania 2
- 00000011 = numer zadania 3

- 00000111 = numer zadania 7

WSKAZOWKA!

Numer zadania ,,0" umozliwia wyboér zadania na panelu obstugowym zrédta spa-

walniczego.




Analogowe syghaty wejsciowe — sygnaty od ro-
bota do zrddta pradu spawalniczego

Informacje
ogolne

Dostepne syg-
naty

Analogowe wejscia wzmacniacza roznicowego 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 wspoélne GND dla swoich analogow-
ych sygnatow 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 poszczegodlne wyjscia analogowe pozostang nieobtozone
(przyktadowo te dla parametru Arclength correction), zostang przyjete wartosci
ustawione w zrddle spawalniczym.

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

Nazwa sygnatu Przypisanie

Wire feed speed command value Wtyk X2/1=0-10V
(warto$c¢ zadana predkos$ci podawania | Wtyk X2/4 = GND
drutu)

Arclength correction Wtyk X2/2 =0-10V
(wartos$c¢ zadana korekty dtugosci tuku | Wtyk X2/5 = GND
spawalniczego)
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Cyfrowe syghaty wyjsciowe — syghaty od zrddta
pradu spawalniczego do robota

Informacje
ogolne

Zasilanie na-
pieciem wyjsé
cyfrowych

Dostepne syg-
naty

28

Jezeli potaczenie miedzy zrédtem spawalniczym a interfejsem robota jest przer-
wane, system ustawi wszystkie cyfrowe sygnaty wyjsciowe interfejsu na ,,0".

/A NIEBEZPIECZENSTWO!

Niebezpieczenstwo stwarzane przez prad elektryczny.

Skutkiem moga byé powazne obrazenia ciata i $mierc¢.

» Przed rozpoczeciem prac wytgczy¢ wszystkie uczestniczgce urzadzenia i
komponenty i odtgczyc¢ od sieci zasilajgce;.

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

Wyjscia cyfrowe muszg by¢ zasilane napieciem wtasciwym dla danego klienta
(maks. 36 V). W celu zasilenia wyj$¢ cyfrowych napieciem wtasciwym dla danego
klienta wykona¢ nastepujgce czynnosci:

Do wtyku X3/1 podtgczy¢ kabel zasilania napigciem wtasciwym dla danego
klienta.

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

Przypisanie
Nazwa sygnatu Okablowanie
Arc stable / Touch signal Stecker X3/7
(przeptyw pradu / TouchSignal) 24 V = aktywny
Power source ready Stecker X3/9
(zrodto spawalnicze gotowe) 24 V = aktywny
Collisionbox active Stecker X3/8
(CrashBox aktywny) 24 V = aktywny




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- X1/1
. +24V >
bie standardow- - P X3/7
ym " h
> X2/1
Mo-10V > X2/4
> X2/2
©o-10v o
[ +24 v—=—_ X1/2
p3] < X3/9
J_ T o 1
+24 V. > X3/1
J_.% < ~__X3/8

X1/1 = Welding start (wejscie cyfrowe) *

X3/7 = Arc stable / Touch signal (wyjscie cyfrowe) *

X2/1 = Wire feed speed command value + (wejscie analogowe) *
X2/4 = Wire feed speed command value - (wejscie analogowe) *
X2/2 = Arclength correction + (wejscie analogowe) *

X2/5 = Arclength correction - (wejécie analogowe) *

X1/2 = Robot ready(wejscie cyfrowe) *

X3/9 = Power source ready (wyjscie cyfrowe)

X3/1 = napiecie zasilajgce dla wyjs¢ cyfrowych *

X3/8 = Collisionbox active (wyjscie cyfrowe)

= syghat musi by¢ uzyty

Przyktad zas- Robot Power source
tosowania w try- X1/
. +0V >
bie OC S P X3/7
= h
> X2/1
@o-10v | X2/4
> X2/2
@O -10V > X2/5
0V A, X1/2
2, P X3/9
J_ N ) 1
+24 V > X3/1
& P~ X3/8
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X1/1
X3/7
X2/1
X2/4
X2/2
X2/5
X1/2
X3/9
X3/1
X3/8

= Welding start (wejscie cyfrowe) *

= Arc stable / Touch signal (wyjscie cyfrowe) *

= Wire feed speed command value + (wejscie analogowe) *
= Wire feed speed command value - (wejscie analogowe) *
= Arclength correction + (wejscie analogowe) *

= Arclength correction - (wejscie analogowe) *

= Robot ready (wejscie cyfrowe) *

= Power source ready (wyjscie cyfrowe)

= napiecie zasilajgce dla wyjs¢ cyfrowych *

= Collisionbox active (wyjscie cyfrowe)

= sygnat musi by¢ uzyty



Przeglad przypisania stykow

Przeglad przypi- Wtyk X1 — wejscie cyfrowe:
sania stykow

Styk Sygnat

1 Welding start

N

Robot ready

Wire forward

Touch sensing

Torch blow out

Working mode, BIT O

Working mode, BIT 1

3
A
5
6 -
7
8
9

Working mode, BIT 2

10 Job number, BIT O

11 Job number, BIT 1

12 Job number, BIT 2

13 GND

14 GND

Wityk X2 — wejscie analogowe:

Styk Sygnat

1 Wire feed speed command value

2 Arclength correction command value

3 -

4 GND Wire feed speed command value

5 GND Arclength correction command value
6 -

Wityk X3 — wyjscie cyfrowe:

Styk Sygnat

1 Napiecie zasilania dla wyjs$¢ cyfrowych
2 -

3 -

4 GND

5 -

6 -
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Arc stable

Collisionbox active

9 Power source ready
10 -

11 -

12 GND
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Informacgoes gerais

Conceito de dis-
positivo

34

A interface dispde de entradas e saidas analdgicas e digitais e pode ser operada
tanto no modo padrao quanto no modo Open-Collector (Modo OC). A comutacéo
entre os modos ocorre através do Jumper.

Para a conex&o da interface com a fonte de solda é fornecido juntamente com a
interface um chicote de cabo. Como extensdo para o chicote de cabo esta
disponivel um cabo de conexdo SpeedNet.

Para a conexao da interface com o comando do robd esté disponivel um chicote
de cabo pré-fabricado.

O chicote de cabo é pré-confeccionado de forma pronta para a conexdo com co-
nectores Molex do lado da interface. Do lado do rob6, o chicote de cabo deve se
adaptado a tecnologia de conexdo do comando do robd.

Robot
Control

(1) () (3) (4) (®)

(1) Fonte de solda com conexao SpeedNet opcional no lado traseiro do apa-
relho

(2) Cabo de conexdo SpeedNet

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

(4) Interface

(5) Chicote de cabo para a conexao com o comando do robd




Escopo de for- (2)
necimento

Interface do robo

(2) Chicote de cabo para conexio
da fonte de solda

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

PT-BR

Condig¢oes ambi-

1
ontals /\ CUIDADO!

Perigo devido a condi¢gées ambientais inapropriadas.

Graves danos no dispositivo podem ser provocados.

» Armazenar e operar o dispositivo apenas nas condigdes ambientais indicadas
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 p9d, 4cidos, gases ou substéncias corrosivas etc.

Altitude acima do nivel do mar: até 2000 m (6500 ft).

Armazenar/operar o dispositivo protegido de danos mecénicos.

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

Seguranea /A 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 rea-
lizados por pessoal especializado e treinado.

» Este documento deve ser lido e entendido.

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




Elementos de comando, conexodes e indicagoes

Elementos de
6 5 4 3
comando e co- (6) (®) (4) 3)
nexoes na inter- ‘ | ‘ |
face O O OO0O| [ifoe]8]7
STD ocC Lels 4]3]2]1
o
@
|—
o
112]3 112[3]4]5]6]7
5|6 ARNHEEED
(2) (1)

(1) Conector X1

(2) Conector X2

(3) Conector X3

(4) Jumper
para o ajuste dos modos de operagdo - Modo padrao / Modo OC

(5) Conector X8
para alimentagao das conexdes SpeedNet

(6) Conexao SpeedNet
para a conexdo com a fonte de solda

Indicag¢ées nain- i Pos. LEDIndicaca
. cao
terface @
O B «°%% HHHH| e

acende quando OC ativo

(2) Welding start (iniciar solda-
(7) gem)
acende quando ativo

HHE H:H:H:H (3) Robot ready (robé pronto)

acende quando ativo

(4) Touch Sensing (touchsensing)
acende quando ativo

(5) Arc stable / Touch signal (fluxo de corrente / sinal de toque)
acende quando ativo
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(6)

Power source ready (fonte de solda pronta)
acende quando ativo

(7)

+3V3
acende quando houver alimentacgéo da interface




Instalar a interface

erR A PR

Perigo devido a corrente elétrica.

Podem ocorrer morte e ferimentos graves.

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

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

» Depois de abrir o aparelho, certificar-se, com a ajuda de um medidor adequa-
do, de que os componentes elétricos (por exemplo, capacitores) estejam des-
carregados.

PT-BR

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

Podem ocorrer danos pessoais € materiais graves.

» Sempre use todos os parafusos originais da carcaca.

Instalar inter-
face

Verificar a posigéo do jumper na in-
terface - modo padrdo / 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 fon-
te de solda

Conectar o cabo de conexao
SpeedNet na conexdo SpeedNet na
parte de tras da fonte de solda
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Sinal de entrada digital - sinal do rob6 para a fon-

AVISO!

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

As descri¢cdes dos sinais a seguir podem ser encontradas no documento ,De-

te de solda
Informacdes ge- Cabeamento dos sinais de entrada digitais
rais - no modo padrao em 24 V (High) (Alto)

- no modo Open Collector em GND (Low) (Baixo)
Parametros Nivel do sinal:

- Low(0)=0-2,5V

-  High(1)=18-30V

Potencial de referéncia: GND = X1/13, X1/14, X3/4, X3/12
Sinais
disponiveis scricdo dos sinais da interface TPS/i".

Working mode
(modo de trabal-
ho)

40

Designacao do sinal

Ativagdao modo padréao

Ocupaciao Ativacdo modo OC
Welding start (iniciar soldagem) 24 V = ativo
Conector X1/1 0V = ativo
Robot ready (robd pronto) 24 V = ativo
Conector X1/2 0V = ativo
Wire forward (avancar arame) 24 V = ativo
Conector X1/3 0V = ativo
Torch blow out (purgar tocha de sol- 24 V = ativo
da) 0V = ativo
Conector X15

Touch sensing (touchsensing) 24 V = ativo
Conector X1/4 0V = ativo

Working mode (modo de trabalho)

consulte a descrigéo a seguir do sinal

Job number (nimero do servigo)

consulte a descrigéo a seguir do sinal

Intervalo de valores no modo de trabalho:

Bit2 | Bit1 | Bito Descricao

olo]o Selegdo do parametro interna

olo|1 Curvas sinérgicas da operagéo especi-
al em 2 tempos

oli]o Modo de trabalho




Job number
(nimero do ser-
vigo)

AVISO!

Os parametros de soldagem sao indicados com valores hominais analégicos.

Nivel de sinal quando for definido Bit 0 - Bit 2:

Nivel de sinal no modo padréao

Nivel de sinal no modo OC

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

PT-BR

- O sinal Job number (nimero do servigo) esta disponivel se, com os Bits 0 - 2

do Working mode (modo de trabalho) das curvas sinérgicas, tiver sido se-
lecionada a operacgéao especial em 2-tempos ou 0 modo de trabalho.
- Para mais informacbes sobre os Bits 0 - 2 do Working mode (modo de

trabalho), consulte Working mode (modo de trabalho) a partir da pagina
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- Com o sinal Job number (nimero do servigo), sdo acessados os pardmetros
de soldagem salvos através do numero do servigo correspondente.

Modo padrao
Conector Modo OC
X1/10 24V -Bit1
oV-Bit1
X1/11 24V - Bit2
oV-Bit2
X1/12 24V - Bit 3
oV-Bit3

Selecionar o nimero do servigo desejado com a codificagao Bit (0-7 nimeros do

servigo possiveis):

- 00000001 = numero do servigo 1
- 00000010 = numero do servigo 2
- 00000011 = numero do servigo 3

- 00000111 = numero do servigo 7

AVISO!

O numero do servigo ,,0" possibilita uma selecédo de servigo no painel de coman-

do da fonte de solda.
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Sinal de entrada analégica - sinal do robé para a
fonte de solda

Informacgdes ge-
rais

Sinais
disponiveis

42

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

AVISO!

Se o controle do robé somente possuir um GND comum para os seus sinais
analogicos 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 néao ocupadas (por exemplo, para
Arclength correction (corregdo do comprimento do arco voltaico)), os valores
configurados na fonte de solda séo aplicados.

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

Designacao do sinal Ocupacgao

Wire feed speed command value Conector X2/1=0-10V
(valor nominal do avango de arame) Conector X2/4 = GND
Arclength correction Conector X2/2=0-10V
(valor nominal da corregdo do compri- | Conector X2/5 = GND
mento do arco voltaico)




Sinais de saida digital - Sinais da fonte de solda
para o robd

Informacgdes ge-
rais

Alimentacao
elétrica das
saidas digitais

Sinais
disponiveis

Se a conexao entre a fonte de solda e a interface € interrompida, todos os sinais
de saida digitais na interface sdo ajustados para ,0".

PT-BR

/\ PERIGO!

Perigo devido a corrente elétrica.

Podem ocorrer morte e ferimentos graves.

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

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

As saidas digitais precisam ser alimentadas com uma tenséo especifica do cliente
(até no max. 36 V). Para alimentar as saidas digitais com uma tenséo especifica
do cliente, proceder da seguinte forma:

E' conectar o cabo da alimentagao elétrica especifica do cliente no conector
X3/1

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

Ocupacgéao

Designacao do sinal Ativacéo

Arc stable / Touch signal Conector X3/7
(fluxo de corrente / sinal de toque) 24 V = ativo
Power source ready Conector X3/9
(fonte de solda pronta) 24 V = ativo
Collisionbox active Conector X3/8
(CrashBox ativa) 24 V = ativo
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Exemplos de aplicagao

Geral

Exemplo de apli-
cacao no modo
padrao

44

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 p— X111
> P X3/7
J_'\l |
> X2/1
Wo-10V > X2/4
> X2/2
@O -10V > X2/5
- X1/2
+2av—"L—»
& <« X3/9
+24 V q X3/1
J_.% < ~__X3/8

X1/1
X3/7

X2/1
X2/4
X2/2
X2/5
X1/2
X3/9

X3/1
X3/8

= Welding start (iniciar soldagem) (entrada digital) *

= Arc stable / Touch signal (fluxo de corrente / sinal de toque) (saida digi-
tal) *

= Wire feed speed command value (valor nominal do avango de arame) +
(entrada analogica) *

= Wire feed speed command value (valor nominal do avango de arame) -
(entrada analdgica) *

= Arclength correction (corregdo do comprimento do arco voltaico) +
(entrada analdgica) *

= Arclength correction (corregdo do comprimento do arco voltaico) - (ent-
rada analdgica) *

= Robot ready (robé pronto) (entrada digital) *

= Power source ready (fonte de solda pronta) (saida digital)

= Tensao de alimentacgéo para saidas digitais *

= Collisionbox active (CrashBox ativa) (saida digital)

= o sinal precisa ser utilizado



Exemplo de apli-
cagcao no modo
oC

Robot Power source
+0V > X1/1
hoo < X3/7
J_'\l |
> X2/1
@o-10v > X2/4
> X2/2
@O -1o0v. X2/5
w 14
o X1/2
ov——=C » ! m
2 « >~ X3/9 e
+24 V. > X3/1

& T~ X3/8

X1/1
X3/7

X2/1
X2/4
X2/2
X2/5
X1/2
X3/9

X3/1
X3/8

= Welding start (iniciar soldagem) (entrada digital) *

= Arc stable / Touch signal (fluxo de corrente / sinal de toque) (saida digi-
tal) *

= Wire feed speed command value (valor nominal do avango de arame) +
(entrada analdgica) *

= Wire feed speed command value (valor nominal do avango de arame) -
(entrada analogica) *

= Arclength correction (corregdo do comprimento do arco voltaico) +
(entrada analdgica) *

= Arclength correction (corregdo do comprimento do arco voltaico) - (ent-
rada analdgica) *

= Robot ready (rob6 pronto) (entrada digital) *

= Power source ready (fonte de solda pronta) (saida digital)

= Tensao de alimentacao para saidas digitais *

= Collisionbox active (CrashBox ativa) (saida digital)

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

Visdo geral da Conector X1 - entrada digital:
ocupagao dos pi-
nosp ¢ P Pino Sinal
1 Welding start (iniciar soldagem)
2 Robot ready (robé pronto)

Wire forward (avancgar arame)

Touch sensing (touchsensing)

Torch blow out (purgar tocha de solda)

Working mode, BIT 0 (modo de trabalho)

Working mode, BIT 1 (modo de trabalho)

3
A
5
6 -
7
8
9

Working mode, BIT 2 (modo de trabalho)

10 Job number, BIT 0 (modo de trabalho)

11 Job nhumber, BIT 1 (modo de trabalho)

12 Job number, BIT 2 (modo de trabalho)

13 GND

14 GND

Conector X2 - entrada analdgica:

Pino Sinal

1 Wire feed speed command value (valor nominal do avanco de arame)

2 Arclength correction command value (correcdo do comprimento do arco
voltaico)

3 -

4 GND Wire feed speed command value (valor nominal do avango de arame
GND)

5 GND Arclength correction command value (corre¢do do comprimento do

arco voltaico GND)

6 -

Conector X3 - saida digital:

Pino Sinal

1 Tensao de alimentacgao para saidas digitais
2 -

3 -

4 GND
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Collisionbox active (CrashBox ativa)

5
6
7 Arc stable (fluxo de corrente)
8
9

Power source ready (fonte de solda pronta)

10 -

PT-BR

12 GND
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O6Lme cBeaeHuUs

KoHuenuwus
annapaTta

50

NHTepdelic ocHalleH aHanorosbIMu 1 LdpOoBLIMIN BXOAAMU U BbIXxogamu. OH
MOXeT paboTaTb Kak B CTaHAAPTHOM pexume, Tak 1 B pexxume Open Collector
(«OTKpPbITbIA KONNEKTop», pexum OC). [Ina nepexofa Mexay pexvMamu
MCMonb3yeTcsa nepekatoyvaTesib.

Ans nogknoveHnsa nHTepdeinca K UCTOYHNKY TOKa B KOMMJIeKTe MoCTaBseTcs
KabenbHbIM XryT. B JononHeHmne K kabenbHOMY XryTy NpejocTaBaseTcs
coeanHUTENbHbIV Kabenb SpeedNet.

C NoMoLL b0 FOTOBOro KabenbHOro Xryta nHTepdeinc NoagKN4aeTcs K 610Ky
ynpasneHusa pobora.

3aBOACKOM KabenbHbIN XryT roToB K MOAK/IOYEHWNI0 1 OCHaLLeH pa3beMamu Molex
€O cTOpOHbI MHTepdelica. Co CTOPOHbLI p060Ta KabenbHbIN XryT AOSIXKEH 6bITh
MOANPULMPOBAH, YTOObI COOTBETCTBOBATbL CUCTEME MOAKIOUEHMS, NCMONb3YEeMOIA
B 6noke ynpaBneHus poborTa.

Robot
Control

I
(1) () (3) (4) (®)

(1) McTouHUK ToKa € AononHUTeNIbHbIM pa3beMoM SpeedNet Ha 3aAHell NaHenn

2) CoeanHUTENbHbIN Kabenb SpeedNet

3) KabenbHbIA XryT Ans NOAK/IHOYEHUS K UCTOYHUKY TOKa

4) UHTepdeiic

(5) KabenbHbIl XryT Ans noakntoueHns K 610Ky ynpaeneHus poborta




KomnnekT
NOCTaBKU

Okpyxatowpme
ycnosums

MNpaBuna
MOHTaxa

1 UHTepdelic poboTa

2) KabenbHbIA XryT Ans
NOAKNHOUYEHMSA K UCTOUHUKY TOKa

3 PykoBO/CTBO Mo aKcnayatauum
(He nokasaHo)

/A OCTOPOXHO!

JKcnnyaTauus yCTpoicTBa B HeHaANEXaLLMX OKPYXKaIOLLIMX YCNOBUSAX MOXET UMeTb

onacHble Noc/IeACTBUA.

B pe3ynbTaTe Takoro obpalleHuns yCTPOMCTBO MOXET BbITb CEpbe3HO NOBPEXAEHO.

» XpaHuTe 1 aKCNIyaTUpYTe YCTPOCTBO TONLKO B CTPOro onpeAeneHHbIX
OKPY>XatoLLMX YCNOBUSAX.

JnanasoH TemnepaTyp OKpyXatoLen cpejb:
- BO Bpewms paboTbl: oT 0 go +40 °C (oT 32 go 104 °F)
- BO BpeMms TPaHCNOPTMPOBKN 1 XpaHeHus: oT -25 o +55 °C (o1 -13 go 131 °F)

OTHOCUTENIbHaA BNaXHOCTb!
- 4050 % npun40°C (104 °F)
- 1090 % npun 20 °C (68 °F)

He AOHyCKaIZTe nonagaHma B BO34yX BHYTPU NMoMeLLLeHNA Nblan, KNCNOT,
KOPPO3NOHHbIX Fa30B U BELLECTB 1 Npo4ero.

YCTPOICTBO MOXET MCM0b30BaThCs Ha BbicoTe A0 2000 m (6500 ¢pyToB) Hag
YPOBHEM MOPS.

Mpwv XpaHeHUN/3KCNAyaTauum yCTPOMCTBa HEOBX0AVIMO 06eCreUnBaThb €ro 3aLnTy
OT MeXaHWNYeCKNX NoBPEXAEHWIA.

NHTepdelic Heobxoamo MoHTMpoBaTb Ha DIN-pelike B pacnpegenvtensHOM
wkady annapaTa unm pobora.
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be3onacHocCTb

52

OwmnbKM B 06CNYyXMBaHMM U HapyLLEHWe YCTaHOB/IEHHOIO NopsjKa NpoBeAeHNS

paboT MoryT noeneyb 3a cobo onacHble NOCNeACTBUS.

3TO MOXeT MPMBECTU K TAXKENbIM TPaBMaM 1 MOBPEXAEHMIO MYLLECTBa.

» Bce paboTbl 1 yHKLNN, ONNCAHHbIE B HACTOSALLLEM JOKYMEHTE, JO/IKHbI
BbINOJIHATb U MCMOJIb30BaTb KBaANPULMPOBaHHbIE CeLnanmncThbl,
npoLuegLune Kypc Hagaexatllero obyyeHus.

» BHMMaTeNbHO 03HaKOMbTECh C 3TUM JOKYMEHTOM.

» BHMMaTeNnbHO 03HAaKOMbTECh C PyKOBOACTBaMM NO 3KCMAyaTaLmm BCex
CUCTEMHbIX KOMMOHEHTOB, B 0CO6EHHOCTM C MPaBMAaMN TEXHUKN
6e3onacHoCTu.

OnacHo nepegaBaTtb CUrHasbl He3arnjaaHMPOBaHHbLIM COCO60M.
OTO MOXeT NPUBECTU K TAXebIM TPaBMaM 1 MOBPEXAEHNIO NMYLLeCTBa.
» He nepepaBaiiTe aBapuiiHble CUTHaNbI Yepes nHTepdelic.




DNeMeHThl yrnpaBneHus, padbeMbl U MHANKATOPbI

OpraHsbl
ynpaBneHusa n
pasbembl
nHTepdelica

(6) ®) (4) ©)
(‘.D 'OOO 12[1110[9[8 7
STD 0OC 6l5]4[3]2]1
1]2]3 1]2]3]4]5]6]7
5|6 89 [tol1112f13}14

(2) (1)

(M

MontocHbIN mocTuK X1

2

MontoCHbIV MOCTUK X2

3

MontoCHLIA MoCTUK X3

4

Mepeknouatens
ANSI HACTPOVKN pexxma paboTbl — CTaHAAPTHLIN pexum / pexxim OC

(5

MontoCHLIA MOCTUK X8
ANS Nojayum NTaHWs Ha pasbeM SpeedNet

(6)

Pa3bem SpeedNet
AN NOAKNOYEHNSA K MCTOYHMKY TOKa

NHankaums
uHTepdeiica

I dneMme CBETOAUNOAHLIANHAMKATOP
000
H 9ed HHH

D oC HT
(1)  STD/OC
CBeTuTCH, eC/i akKTnBeH pe)KVIM
(1)(2) (3) (4) (5) (6) (7) ocC

2) Welding start

Hﬂﬂﬂ HEEBH HauMHaeT CBETUTbLCS, KOrAa

bYHKLMSA aKTMBHA

3) Robot ready
Ha4vnNHaeT CBeTUTbCA, Koraa
byHKUMS akTVBHA

4

Touch Sensing
HaUMHaEeT CBETUTLCS, Koraa GyHKLMSA akTUBHA

)

Arc stable / Touch signal
Ha4yMHaeT CBeTUTbCA, Korga q)yHKLU/IFl dKTUBHa
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(6)

Power source ready
HaUMHaEeT CBETUTLCS, Koraa GyHKLMSA akTUBHA

(7)

+3V3
CBETUTCS, eC/IN Ha COEANHUTE/IbHbIN 31IEMEHT NMOAAEeTCA NUTaHUE




MOHTaX coeANHNTE/IbHOro 3/;IeMeHTa

besonacHocTb /A OMACHOCTb!

CyLyecTByeT onacHOCTb yjapa 31eKTpUYecknm TOKOM.

3TO MOXET NPUBECTU K CEPbE3HbIM TPaBMaM WA CMepPTEeIbHOMY NCXOaY.

» lepeg Hayanom paboThbl BbIK/IOYMTE BCE YCTPOMCTBA N KOMMOHEHTbI,
y4yacTByloLLe B MPOLEecce, N OTKIHUNTE UX OT /IEKTPOCETN.

» [poBepbTe BCe 334eliCTBOBAHHbIE YCTPOCTBA U KOMMOHEHTbI, YTO6bI
npeAoTBPaTUTb NX MOBTOPHOE BKIOUEHME.

P> [locne OTKPbITUS YCTPOMCTBA, MCMOJb3ysi COOTBETCTBYOLLMIA N3MEPUTENbHBbIN
npunéop, ybeamTech, YTO cogepKallme 3N1eKTPUYeCcKmii 3apss KOMMOHEHTI
(Hanpumep, KOHAEHCATOPbI) pa3psKeHbI.

/\  ONACHOCTb!

OnacHocTb NOopaXxeHnsa 3N1eKTp4YeCKUM TOKOM M13-3a HEMPaBUIBHOIO

noakntyeHus 3almmTHoro coegmHeHms € 3aseMneHmem.

JTO MOXeT NMPUBECTU K TAXe/IbIM TpaBMaM 1N NOBPEXAEHUNIO NMYLLECTBA.

> Bcerpa I/ICI'IO}'II::3yI7ITe OopuUrnMHaabHble BUHTbI KOpPMyCa B TOM KO/J1INYeCTBE, B
KOTOPOM OHM 6bI/IV MOCTaB/IEHbI.

YcTaHoBKa
uHTepdeiica
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MpoBepbTe NonoxeHNe
nepekntoyaTtens Ha MHTepdence —
CTaHAaPTHbIV pexum / pexxum 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, nogKn4YaeMOMY K MCTOUHUKY
TOKa.

MoaknoumnTe CoeANHNTENBbHbI
kabenb SpeedNet k
COOTBETCTBYHOLLLEMY pa3beMy Ha
3aAHeVI naHeanm NCToYyHmMKa TokKa.



LindbpoBble BXOAgHbIE CUTHANbl — CUFHaNbI,
nepegasaemMble OT pO60Ta K NCTOYHUKY TOKaA.

O6uwue ceegeHnss  MoacoeanHeHne LNGPOBLIX BXOAHBIX CUTHANOB;
- B CTaHZApTHOM pexunme K 24 B (BbICOKMIA);
- B pexume Open Collector K 3a3emMneHnto (HU3KMA).

YKASAHUE!

B pexxnme Open Collector Bce curHanbl UHBEPTUPYHOTCS (MHBEPTVPOBAHHas
Norvka).

NapamMeTpbl YpoBeHb curHana:
- Hu3kun (0) =0-2,5B;
- Bblcokuia (1) = 18-30 B.

OnopHbI NoTeHUMan: 3asemneHne = X1/13, X1/14, X3/4, X3/12

JoctynHble CBeAeHVsA 06 yKazaHHbIX HMXe CUrHanax cM. B JOKymeHTe «OnncaHne cMrHanos
CUrHanbl ans nHtepderica TPS/i».

KoHTyp ToKka npu cTaHAApPTHOM

O603Ha4eHune cMrHanos pexume

Ha3sHaueHue KoHTyp TOKa npu pexume OC
Welding start(3anyck cBapku) 24 B = dyHKLUNSA aKTUBHA
MontoCHbI MOCTMK X1/1 0 B = dyHKLMA aKTUBHA
Robot ready (Po60T roTtos) 24 B = dyHKLUNSA aKTMBHA
MontocHbIA MocTUK X1/2 0 B = dyHKLMA aKTUBHA

Wire forward (MepemelyeHne 24 B = dyHKUMA aKTUBHA
NMpoBOJIOKM BMnepes) 0 B = dyHKLMA aKTUBHA

MontocHbIN MocTUK X1/3

Torch blow out (MpoayBka cBapo4YHO 24 B = pyHKUMA aKTUBHA
ropeskn rasom) 0 B = dyHKLMA aKTUBHA
MontoCHBbIA MOCTUK X15

Touch sensing(TouchSensing) 24 B = pyHKUMA aKTUBHA
MontocHbI MocTUK X1/4 0 B = dyHKLMA aKTUBHA
Working mode(Pexx1m paboTbl) CM. OnMucaHue CUrHanoB HUXe
Job number(Homep 3agaHus) CM. ONCaHe CUTHAIOB HXe
Working mode [AnanasoH pexunmoB paboTbl:
(Pexxm paboTbl)
But2 | but1 | but 0 OnucaHne
0j]0]0 Bbl6op BHYTpPEHHMX NapaMeTpoB
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Job number
(Homep 3apaHms)

58

but2 | but1 | but 0

OnuncaHwne

0|01 XapakTepucTuku cneumanbHoOro 2-
TaKTHOro pexunma
0j1]0 Pexxum 3agaHnii

YKASAHUE!

I'Iapameprl CBapKW yKa3sblBaloTCA C NCMOJ1Ib30BaHNEM aHa/10roBbiX 3aiaHHbIX

3HayYeHWi.

YpOBeHb CMrHana, eciv ycTaHoBAEHbI 6UT 0 - 6UT 2:

YpoBeHb cMrHania B CTaHAAPTHOM
pexvme

YpoBeHb curHana B pexume OC

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

- CurHan Job number (Homep 3agaHus) goctyneH, ecam B pexume Working mode
(Pexxnm paboTbl) ana 6utos 0-2 BbibpaHa xapakTepuUCTmKa CrneLmanbHoro 2-
TaKTHOrO pexunMa Unuv pexxmma 3agaHus.

- [JononHuteneHble cBegeHms o pexxume Working mode (Pexxum paboThl,
6u1T 0-2) cm. Working mode (PexunmM paboTbl) Ha cTpaHuLe 57.

- Mpw nomowuwm curHana Job number (Homep 3agaHns) coxpaHeHHbIe NapameTpbl

CBapK/ MOXHO BbI3BaTb, YKa3aB HOMep COOTBETCTBYHOLLErO 3a4aHUS.

CTaHAapTHBIN peXxxum

MonoCHLIN MOCTUK Pexxnum OC
X1/10 24B-6ut1
0B-6ut1
X1/11 24B-6ut?2
0OB-6ut2
X1/12 24B-6ut3
0OB-6ut3

Hy>HbIi HOMep 3aAaHnsa BbI6MpPaeTCs NpY MOMOLLM ABOVYHOW KOAUPOBKM

(BO3MOXHble HOMepa 3ajaHuia: 0-7):

- 00000001 = 3agaHme Ne 1
- 00000010 = 3agaHue Ne 2
- 00000011 = 3agaHuve Ne 3
- onT.n

- 00000111 =3agaHve Ne 7

YKASAHUE!

3agaHune Ne 0 MOXHO Bbl6paTb Ha naHesin ynpassieHnA UCTOYHMKA TOKa.




AHanoroBble BXOAHbI€ CUrHa/bl — CUTHabI,
nepeaaBaemble 0T po60Ta K UICTOYHMKY TOKa

O6uwue cBefeHNss  Bxoabl aHANOroBoro AndpdepeHLUmnansHoro ycunmtens Ha uHtepderice
ob6ecrneyrBatoT ero 3/IeKTpUYEeCckyo N305LMI0 OT aHaNOoroBbIX BbIXOAOB Ha byioke
ynpaeneHust poboTa. Kaxapbln Bxog nHTepderica obiagaeT CO6CTBEHHbBIM
oTpunyaTeibHbIM NOTEHLMANOM.

YKASAHUE!

Ecnn B 6n0oke ynpaBneHUs poboTa NCnosb3yeTcs TONbKO O6LNA KOHTaKT
3a3eMJIeHUs AN CBOUX aHANOrOBbIX BbIXOAHbLIX CUTHANOB, TO OTpULIATENbHbIE
noTeHUMan.l, T. €. BXOAbl Ha NHTepdeiice, JOMKHBI BbITb CBA3aHbI MeXAY COBON.

AHanorosble BXO/bl, ONMNCAHHbIE HMXE, aKTUBHbI MPU 3HaUEeHUAX HanpsXxeHus oT 0
£0 10 B. Ecnv otaenbHble aHanorosble BXOoAbl He Ha3HayveHbl (Hanprmep, and Ar-
clength correction), NCNONBL3YOTCA 3HAaYEHMA, 3ajlaHHbIE HA NCTOYHKKE TOKa.

JocTtynHele CBefieHVs 06 yKa3aHHbIX HUXXE CUTHanax cM. B JokyMeHTe «OnuncaHne curHaaoB
CUrHanbl ansa nHTepdeiica TPS/i».
O603HayeHne cMrHanos HasHaueHwne
Wire feed speed command value MOJIOCHBI MOCTUK X2/1 =0-10 B
(3asaHHOe 3HaYeHre CKOPOCTM NOAAUM | MOAKCHBIN MOCTUK X2/4 = GND
NPOBOJIOKN)
Arclength correction NOMKOCHBIA MOCTUK X2/2 = 0-10 B
(3apaHHOe 3HayYeHVe KoppekLunn NOMKOCHLIA MOCTUK X2/5 = GND
A/IMHBI CBaPOYHOI Ayri)
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LindpoBbie BbIXOAHbIE CUTHAMIbl — CUTHANbI,
NnepegaBaeMble OT UICTOUHMKA TOKA K poboTy

O6bLine cBefleHMs  [Mpy NpepbiBaHUN COAMHEHNS MEXAY MCTOYHNKOM TOKa 1 MHTepdericom Bcem
LM $POBbLIM BLIXOAHBLIM CUFHaMaM Ha COejMHUTE/IbHOM 3/1eMeHTe NPUCBanBaeTCcs
3HaueHue «0».

Mopgaya nuTaHus /A OMACHOCTb!
ANa UPpoBbIX :

BbIXoZ0B CyuwiecTByeT ornacHOCTb yaapa 3/1eKTPUYECKUM TOKOM.
3TO MOXeT NPUBECTU K CePbe3HbIM TpaBMaM WAV CMepTenbHOMY UCXOAY.
» [lepeps HavyanoM paboThbl BbIKAKOUMTE BCE YCTPOMCTBA U KOMMOHEHTHI,
y4acTByroLLMe B npoLecce, N OTKAHUNTE VX OT 31eKTpoceTH.
» [lpoBepbTe BCe 3a4eNCTBOBaHHbIE YCTPOMCTBA N KOMMOHEHTLI, UTOObI
npesoTBPaTUTb NX NMOBTOPHOE BK/OUEHNMeE.

Ha umdpoBble BbIXOAbl AOMKHO NOAABATLCS HAMPSXXEHWE, ONpeseneHHoe
3aKa3umnkoM (He Bbiwe 36 B). Ans nogaun Ha UMPPOBLIE BbIXOALI HAMPSXKEHWS,
onpezeneHHOro 3akazumkoM, BbIMOIHUTE OMUCAHHbIE HUXE AeACTBUS.

MoacoeanHWTe NpefoCTaB/IeHHbIV 3aKka34YnMKoOM Kabeb NoAauun NUTaHns K
MOJIDCHOMY MOCTUKY X3/1.

JocTtynHele CBeseHuns 06 ykasaHHbIX HUXe CUrHanax cM. B JOKyMeHTe «OnncaHme CMrHanoB
CUrHanbl ansa nHTepdeiica TPS/i».
HasHaueHune

0O603HaueHme cMrHanoBs KoHTyp TOKa

Arc stable / Touch signal MontocHbIA MocTuK X3/7

(CurHan Hannums Toka / KacaHus) 24 B = aKTBHa

Power source ready MontocHbI MOCTUK X3/9

(McTouHKK TOKa roToB) 24 B = dyHKUMA aKTUBHA

Collisionbox active MoNtoCHBIN MOCTUK X3/8

(6nok CrashBox akTuBeH) 24 B = dyHKUMA aKTUBHA
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[lprimepbl NnpuMeHeHus

06u.|,|/|e cBeieHnA B 3aBucumocTm ot Tpe6OBaHI/II7I, KOTOPbIM 40/DKHa COOTBETCTBOBATb
pO6OTI/I3I/IpOBaHHaF| cncTemMa, He BCe BXO4Hble N BbIXOAHblIE CUTHAJ1bI HeO6XO,D,I/IMO

1Crosib30BaThb.
CurHanbl, UCNONb30BaHMeE KOTOPbIX ABASeTCH 0653aTe/IbHbIM, 0603HaYeHbl HUXe
3Be3/104KOW.
Mpumep Robot Power source
npuMeHeHus +24V > X1
CTaHAapTHOro 5, B X3/7
pexuma ™ <
> X2/1
©o-10v > X2/4
> X2/2
@0 -1V X2/5
[ +24 v—-=1 X1/2
oA < X3/9
I~ al 1
+24 V > X3/1
J_I% < ~__X3/8

X1/1 = Welding start (unppoBoii Bxoa) *

X3/7 = Arc stable / Touch signal (undpoBoli Beixoa) *

X2/1 = Wire feed speed command value + (aHanoroBbIi Bxoa) *
X2/4 = Wire feed speed command value - (aHanoroBbIli Bxoa) *
X2/2 = Arclength correction + (aHanoroBbli Bxoa) *

X2/5 = Arclength correction - (aHanoroseblin Bxog) *

X1/2 = Robot ready (undposoit Bxog) *

X3/9 = Power source ready (LPpOBOII BbIXOA)

X3/1 = HanpseHne NUTaHNS 4159 LMPpPOBbIX BbIXOA0B *

X3/8 = Collisionbox active (undpoBoii BbIXOA)

* = ob6A3aTeNbHbIA CUTHanN
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MNpumep Robot Power source
npuMeHeHus 4OV > X1/1
pexuma OC - X3/7
lK.‘ <
> X2/1
Wo-10V > X2/4
> X2/2
@0 -10V . X2/5
0V S X1/2
& «—~—X3/9
+24 V > X3/1
o X3/8

X1/1  =Welding start (undposoin Bxog) *

X3/7 = Arc stable / Touch signal (undpoBoii Bbixoa) *

X2/1 = Wire feed speed command value + (aHanorosbIi Bxoa) *
X2/4 = Wire feed speed command value - (aHanorossbIli Bxog) *
X2/2 = Arclength correction + (aHanoroBbIi Bxoa) *

X2/5 = Arclength correction - (aHanorosblli Bxog) *

X1/2 = Robot ready (undposoi Bxoa) *

X3/9 = Power source ready (LNPPOBOL BbIXOA)

X3/1 = HanpsxeHne NuTaHWs AN LMPPOBLIX BbIXOAOB *

X3/8 = Collisionbox active (undpoBoit BbIxos)

* = 06A3aTeNbHbIN CUTHanN
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I'Iepequb Ha3Ha4eHUNA KOHTAKTOB

0630p MontocHbIA MOCTUK X1 — LMdppOBOIA BXOA:

HasHayeHus
KOHTaKTOB KoHTa CurHan

KT

-_—

Welding start

Robot ready

Wire forward

Touch sensing

Torch blow out

Working mode, BIT 0

Working mode, BIT 1

W | I N|oojU»nn | b W|N

Working mode, BIT 2

-
o

Job number, BIT 0

11 Job number, BIT 1
12 Job number, BIT 2

13 GND
14 GND

MontoCHbI MOCTUK X2 — aHaNoroBbIii BXOA:

Konta CurHan

KT
1 Wire feed speed command value

2 Arclength correction command value

3 -

4 GND Wire feed speed command value

5 GND Arclength correction command value
6 -

MontocHbIA MOCTUK X3 — LMPpPOBOIA BbIXOA:

Konta CurHan

KT
1 HanpsikeHve nuTaHns A1s LMPOBLIX BbIXOLOB
2 -

3 -

4 GND
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Arc stable

Collisionbox active

O | 0 | N || un»

Power source ready

11

12

GND
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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.

Araylzin gl¢ kaynagiyla 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.

Robot
Control

(1) () (3) (4) (®)

(1) Cihaz arka tarafinda opsiyonel SpeedNet baglantili gii¢ kaynagi

(2) SpeedNet baglanti kablosu

(3) Gii¢c kaynagina baglantiigin kablo agaci

(4) Arayiiz

(5) Robot kumandasiyla baglanti igin kablo agaci

(1) Robot arayiizii

(2) Gili¢ kaynagina baglantiigin
kablo agaci

(3) Kullanim kilavuzu (resimsiz)




Cevre kosullari

Kurulum karar-
lar

Giivenlik

/\ DIKKAT!

izin verilmeyen cevre kosullari sebebiyle tehlike.

Agir cihaz hasarlari meydana gelebilir.

» Cihazi sadece asagida agiklanan ¢evre kogullarina uygun olarak muhafaza
edin ve galistirin.

Ortam havasi sicaklik araligr:
- 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. arindirilmis olmalidir.

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

Cihazi, mekanik hasardan koruyun/mekanik hasara ugramayacak sekilde calistirin.

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

/\  TEHLIKE!

Hatali kullanim veya hatali yapilan gcalismalar sebebiyle tehlike.

Ciddi can ve mal kayiplari meydana gelebilir.

» Bu dokiimanda tanimlanan tim ¢alismalar ve fonksiyonlar sadece egitimli uz-
man personel tarafindan yerine getirilmelidir.

» Bu dokiiman okunmali ve anlagilmalidir.

» Sistem bilesenlerine ait tim kullanim kilavuzlari, 6zellikle de guvenlik kural-
lari okunmali ve anlasilmall.

/\  TEHLIKE!

Plansiz sinyal aktarimi sebebiyle tehlike.
Ciddi can ve mal kayiplari meydana gelebilir.
» Arayuz Uzerinden glvenlikle ilgili sinyaller aktarmayin.
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Kumanda elemanlari, anahtarlar ve gostergeler

Arayiiz kumanda
elemanlan ve
baglanti soketle-
ri

Araylizde
goriintiileme
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(6) ®) (4) ©)
(B ‘OOO 12[1110[9[8 7
STD 0OC 6l5]4[3]2]1
1]2]3 1]2]3]4]5]6]7
5|6 89 [tol1112f13}14

(1) X1 fig
(2) X2 fig
(3) X3fis
(4) Jumper
Isletim modu - standart mod / acik kolektér modu (OC-Modus) ayari igin
(5) X8fis
SpeedNet baglanti soketinin beslenmesi igin
(6) SpeedNet baglanti soketi

Gug kaynagina baglantiicin

T Poz. LEDgo6sterge
OOO|
E STD OC HEEBH

(1) STD/OC

eger OC etkinse yanar

(2) Welding start
(7) eger etkinse yanar

(3) Robotready

HHE HHEE eger etkinse yanar

(4)  Touch Sensing
eger etkinse yanar
(5)  Arcstable / Touch signal

eger etkinse yanar



(6) Power source ready
eger etkinse yanar

(7)  +3V3
eger arayuzln beslemesi mevcutsa yanar
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Arayuziu monte edin

svent 4 o]

Elektrik akimi nedeniyle tehlike.

Ciddi yaralanma ve 6lum meydana gelebilir.

» Calismaya baglamadan &nce ¢alisma kapsamindaki tim cihazlari ve bilesenle-
ri kapatin ve ana sebekeden ayirin.

» Calisma kapsamindaki tlim cihazlari ve bilegenleri tekrar agilmaya karsi emni-
yete alin.

» Cihazi uygun bir 6lgme aleti yardimiyla agtiktan sonra, elektrik yuklu yapi
parcalarinin (6rnegin kondansatdrler) desarj oldugundan emin olun.

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

Arayiiziin kurul-
masi

Jumper'in araylizdeki pozisyonunu
kontrol edin - standart mod / agik
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) glic kaynaginin
SpeedNet baglanti kablosuna
baglayin

SpeedNet baglanti kablosunu gig¢
kaynaginin arka tarafindaki Speed-
Net baglanti soketine baglayin
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Dijital giris sinyaller - Robottan gu¢ kaynagina si-

nyaller

Genel

Parametreler

Mevcut sinyaller

Working mode
(Calisma modu)

Dijital giris sinyallerinin baglanmasi
- standart modda 24 V (ylksek)
- aclk kolektdér modunda GND (algak)

Acik kolektdr modunda biitiin sinyaller ters gevrilmistir (ters gevrilmis mantik).

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

Referans potansiyeli: GND = X1/13, X1/14, X3/4, X3/12

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

Sinyal agiklamasi Standart modu devreye alma
Tahsis OC modu devreye alma

Welding start (kaynak yapma acik) 24 V = aktif

Fis X1/1 0oV = aktif

Robot ready (Robot hazir) 24 V = aktif

Fis X1/2 0V = aktif

Wire forward (Tel dne) 24 V = aktif

Fis X1/3 OV = aktif

Torch blow out (Torcu sdndiirme) 24 V = aktif

Fis X15 0oV = aktif

Touch sensing (TouchSensing) 24 V = aktif

Fis X1/4 0V = aktif

Working mode (Calisma modu) asagidaki sinyal agiklamasina bakiniz
Job number (Job numarasi) asagidaki sinyal aciklamasina bakiniz

Calisma modu deger aralig:

Bit2 | Bit1 | Bito Tanim

olo]o Dabhili parametre segimi

olol1 Ozel 2 tetik modu isletimi karakteris-
tik egriler

oli]o Gorev modu
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Job number (Job
numarasi)

72

Kaynak parametreleri analog ayar degerleri vasitasiyla 6nceden belirlenirler.

Eger Bit O - Bit 2 olarak diizenlenmigse sinyal diizeyi:

Standart modda sinyal diizeyi

OC modda sinyal diizeyi

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

Job number sinyali, Working mode- O - 2 Bit'leri ile 6zel 2 tetik modu isletimi

karakteristik egrileri veya Job igletimi segildiyse mevcuttur.
- Working mode-0 - 2 Bit'leri ile ilgili daha fazla bilgi icin Working mode
(Calisma modu) sayfaya bakiniz71
- Job number sinyaliyle kaydedilen kaynak parametreleri ilgili job numarasi

Uzerinden cgagrilir.

Standart mod
Fis OC modu
X1/10 24V -Bit1
oV-Bit1
X1/11 24V - Bit2
oV-Bit2
X1/12 24V - Bit 3
oV-Bit3

Istenilen Job numarasi Bit kodlamasiyla segcilir (0-7 mimkiin olan Job numarasi):

- 00000001 = Job numarasi 1
- 00000010 = Job numarasi 2
- 00000011 = Job numarasl 3

- 00000111 = Job numarasi 7

"0" Job numarasi, gli¢c kaynaginin kumanda panelinde bir Job se¢imi miimkiin

kiliyor.




Analog giris sinyaller - Robottan guc¢ kaynagina si-

nyaller

Genel

Mevcut sinyaller

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

Eger robot kumandasi analog cikis sinyalleri i¢cin sadece ortak bir GND'ye sahip-
se, girislerin negatif potansiyelleri araytizde birbirleriyle baglanmalidir.

Asagida tanimlanan analog girisler, 0 - 10 V gerilim degerlerinde etkindir. Minfe-
rit analog girigler bosta kalirsa (6rnegin Arclength correction igin) glic kaynaginda
ayarlanan degerler alinir.

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

Sinyal aciklamasi Tahsis

Wire feed speed command value X2/1fig=0-10V
(Tel sirme ayar degeri) X2/4 fig = GND
Arclength correction X2/2fig=0-10V
(Ark uzunlugu dizeltimi ayar degeri) X2/5 fig = GND
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Dijital cikis sinyalleri - gu¢ kaynagindan robota si-

nyaller

Genel

Dijital cikislarin
gerilim tedariki

Mevcut sinyaller

74

Gug kaynagi ile araylz arasindaki baglanti kesilirse, araylzdeki tum dijital ¢ikis si-
nyaller "0O"a getirilir.

/\ TEHLIKE!

Elektrik akimi nedeniyle tehlike.

Ciddi yaralanma ve 6lim meydana gelebilir.

» Calismaya baslamadan dnce galisma kapsamindaki tim cihazlari ve bilesenle-
ri kapatin ve ana sebekeden ayirin.

» Calisma kapsamindaki tim cihazlari ve bilesenleri tekrar agilmaya kargi emni-
yete alin.

Dijital ¢ikiglar, mUsteri tanimli (azami 36 V'a kadar) bir gerilimle beslenmelidir. Di-
jital ¢ikigslarin musteri tanimli bir gerilimle beslenmesi igin asagidaki gibi hareket
edin:

E' musteri taniml gerilim beslemesinin kablosunu X3/1 fisine baglayin

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

Tahsis

Sinyal aciklamasi Devreye alma
Arc stable / Touch signal Fis X3/7
(Akim gegisi / Touch sinyal) 24 V = aktif
Power source ready Fis X3/9

(Gug kaynagi hazir) 24 V = aktif
Collisionbox active Fis X3/8
(Carpigsma kutusu etkin) 24 V = aktif




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 6rnegi NPYRY . X1
& < X3/7
I~ -
> X2/1
©o-10V | xom
> X2/2
@O -10V > X2/5
2av—1t » X1/2
po3 < X3/9
J_ ~ u 1
+24 > X3/1
J_.% < ~__X3/8

X1/1 = Welding start (dijital girig) *

X3/7 = Arc stable / Touch signal (dijital gikig) *

X2/1 = Wire feed speed command value + (analog girig) *
X2/4 = Wire feed speed command value - (analog girig) *
X2/2 = Arclength correction + (analog girig) *

X2/5 = Arclength correction - (analog girig) *

X1/2 = Robot ready (dijital girig) *

X3/9 = Power source ready (dijital ¢ikig)

X3/1 = Dijital ¢ikiglar igin besleme gerilimi *

X3/8 = Collisionbox active (dijital ¢ikig)

= Sinyal kullanilmalidir

Acik kolektor Robot Power source
modu uygulama
J_K.‘ <
> X2/1
@o-10v | X2/4
> X2/2
@O -10V > X2/5
. X1/2
ov——"=— » /
2 - X3/9
J_ N ) 1
+24 V > X3/1
& T~ X3/8

75



76

X1/1
X3/7
X2/1
X2/4
X2/2
X2/5
X1/2
X3/9
X3/1
X3/8

= Welding start (dijital girig) *

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

= Wire feed speed command value + (analog girig) *
= Wire feed speed command value - (analog girig) *
= Arclength correction + (analog girig) *

= Arclength correction - (analog girig) *

= Robot ready (dijital girig) *

= Power source ready (dijital ¢ikig)

= Dijital ¢ikiglar icin besleme gerilimi *

= Collisionbox active (dijital ¢ikig)

= Sinyal kullanilmalidir



Pin tahsis genel bakis

Pin tahsisine ge- Fis X1 - dijital girdi:
nel bakig

Pin Sinyal

1 Welding start

N

Robot ready

Wire forward

Touch sensing

Torch blow out

Working mode, BIT O

Working mode, BIT 1

3
A
5
6 -
7
8
9

Working mode, BIT 2

10 Job number, BIT O

11 Job number, BIT 1

12 Job number, BIT 2

13 GND

14 GND

Fis X2 - analog girdi:

Pin Sinyal

1 Wire feed speed command value

2 Arclength correction command value

3 -

4 GND Wire feed speed command value

5 GND Arclength correction command value
6 -

Fis X3 - dijital ¢ikis:

Pin Sinyal

1 Dijital ¢ikiglar icin besleme gerilimi
2 -

3 -

4 GND

5 -

6 -
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Arc stable

Collisionbox active

9 Power source ready
10 -

11 -

12 GND




HR

B ettt 80
B B B ettt 80
B T B .ottt 80
B R T oottt ettt 81
B B R B oottt 81
e = e 1 OO T PRSP OPRRRRRTRTRRON 81
B ETTIE S B B T oot 82
B L e A T A oottt 82
B R T T oottt 82
B B A ] oottt ettt 83
B B oottt ettt ettt 83
B B ] ettt 83
B I A TS S - M BB A B B R S B oot 84
oottt 84
B B ettt 84
B B B B oottt ettt 84
Working mode (TTAERETE) ..o 84
JOD NUMDBET (JOD B) oottt 85
B A TS S - M B A B BB S S oottt 86
B ettt ettt e ettt en e 86
B B B B oottt ettt 86
B I S S - BB R R R A I B oottt 87
B ettt ettt 87
B Al BB R ettt ettt 87
== L =TT UPRPUR 87
L P TR 0 ettt ettt ettt 88
oot 88
AT R T R B TTRIT oottt ettt 88
OC RETURZBTTRIG ...t e et et e et et e et e e 88
DB B AT .ottt e et 90
D BB B AT .ottt ettt 90

79




RERE

80

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

BARACH AT EE T RIRIED o SpeedNet EIZB LRI AIEEBARAVERKL

T EB 4 R A) B TR NI 88 A ISR o

XARFH B 45 3R AT BERYERE » BEZOIRACA Molex Hisk o AIBEEN 28 AlnBY LR
fEZ SH188 AIEHI2F LFT AR IR RFUTE o

i =

Robot
Control

~—e —

(1) () (3) (4) (®)

(1) (I FEEHEBHA AL SpeedNet EIZRIEIR
(2)  SpeedNet FEiZFHBLE

(3) HFEEIERABELR

(4 =0

(5) BT EEINEIAZEHSRHBELER

(1)  #HEARZO

2) AT EEEBERNBLAR

(3) #BEHEAE (k)




SR

TEME

REIRIR

A V1YY

WRERGFEMNEFERR -
LR PIBE S B iR &/ EHALA o
> RETF FIIFMRRAEENIRIFIRE -

MRESRESER !

- 12{EHAIE) 1 0°CE +40°C (32°FE 104 °F)
- ERMEFRRE C -25°C E +55°C (-13°F £ 131°F)

TR

- 40°C (104 °F) Bt &= 50%

- 20°C (68 °F) Bt &= 90%
BRFREAEZESPLRE ~ B - BRIESERMERT -
AIEAIRERNERE BRI 2000 m (6500 ft) o

WA RIEIR & RZNMBBR RN FEE/1RFIRE o

BOGMZEEN SR AFF R IENZANIE £

N

REBER TR YURFEERR -
LERSPIBES B ERA B HEMM 75K o

> (EZIFNIBBERZRARS AIRITARXAERFTRBY 2SRRI EFIIOEE -
> FIRHIRRAAY o

> FIRAEREXRRGAGIFTEIRERAS > LERZEMIZ -

A R

RIMERIS SEREFEERK o
LERSPIBE S B ERA B HEMM 75K o
> PINEIERAREEAZRES -

81



BRERH ~ OMETR

el ol ok e 2
EE{& iR

e Wl ol S5 A )

82

®)

2[11fo[9
4|3

(o]
~

(2]
[&]
N
-

-
[$;1 LN
w

-
N
w
o2}
~

X1 1Rt

(2)

X2 1A

(3)

X3 WA

(4)

7§53
BAFRELIFRRN - toEED / OC 1

X8 iF
FATF 7 SpeedNet &R

(6)

SpeedNet ZE#ZHEO
BT EEBIR

' ES LED #&8mYT
(e)e) O|
E STD oC EE

(1)

STD/0C
4 OCENBE RS

(2)

Welding start
BEER

FE |

Robot ready
BEERTE

(4)

Touch Sensing
BEER

(5)

Arc stable / Touch signal
BEE R

(6)

Power source ready
HEERT

(7)

+3V3
HEOFRRHENRSE




=i

o

=R A
IRIREBE R
LERS AT RES B EMA RGBT ©
> FEFIRIIEZAT > RAFTAMEXENSEMEN - FHF TR BT o
> RFFFBERXIKEMBHUEETEZEMASE -
> ITHRER  EAAENNENSOERBEMT (WBEEH) EEEME-

ERPIEBEGERT RT3 N BREERR
LERSPIBES B BRI A B HEMM 375K o
> SUERREIHNHNBECRR TR -

LEEO

KEREEEO ERNUE - iR /
OC &=

REBAR (2) EEENBRAEY

[4] HEEBLER (2) EEERO > WEPAT

B4R (1) EEERO > MBI

[6] RreB4E3R (1) EHEZEFIRAEY SpeedNet
EREERL

¥ SpeedNet EIZBAERERRSE
By SpeedNet %0
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HFRALES - MIBARIBEFENES

B

AAES

Working mode
(TEER)

84

BFHAESEL
- HERRT > B#E 24V (B)

- EHRFFRENXT o it (1F)

SEHERABRBERXT - RAEESHARAES (RAZE) -

SSHT:
- {%(0)..0-2.5V
- =(1)..18-30V

SEBAL = X1/13 ~ X1/14 ~ X3/4 ~ X3/12

“TPS/i #ZOESHFE” XAEFRME T U TNESHMBEXIAA -

ESH/M InERTURER
Pl OC =R
Welding start (J2#Z/55h) 24V = BiE
X1/1 ¥ 0V=38&
Robot ready (#1285 ARi4E) 24V = BiE
X1/2 #eifF oV=#E
Wire forward ([MIATi%%) 24V = #CE
X1/3 tRA5 oV=3#E
Torch blow out (25 {kMT) 24V =30E
X15 &A% 0V=38&
Touch sensing(TouchSensing) 24V =#0E
X1/4 tRA5 oV=3#E

Working mode (T{EE=()

Job number (Job &)

BB TS ESHE
BN TS ESHE

THREREE :
fir2 1[0 335

0[0]0 MERS HILE
0[0]1 B SRR
0|10 Job 18z

SRR EEIRE -




Job number (Job
)

RREN O - i 2 RASSBF

ERA THES BT

OCEATHESHE

Stecker X1/7 (Bit 0) = High

Stecker X1/7 (Bit 0) = Low

Stecker X1/8 (Bit 1) = High

Stecker X1/8 (Bit 1) = Low

Stecker X1/9 (Bit 2) = High

Stecker X1/9 (Bit 2) = Low

- Job number {ES7EfEH Working mode 0 - 2 iLEFRFH S E L Job ERFFE

HAERIEIA ©

- BX Working mode 0 - 2 iifi¥4ER » i5S LB S Working mode (T{EE

) TIHEAY 84

- H Job number ESEIXLAY Job SERERENIEZESIL -

ER
AT OC 83
X1/10 24V -{i 1
0V-fil
X1/11 24V -2
0V-1i2
X1/12 24V -3
0V-1i3

WAE FAIREDIEZEPREER Job S (RIAEH Job 579 0-7)

00000001=Job =1
- 00000010=Job =2
- 00000011=Job =3
- =

=~
- 00000111=Job =7

Job 5 “0" AWERRIAZEER LIEREFE— Job o
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REBAES - MIBAZIBEFENES

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

B
MEHI A E A S S R — M A RSl BHEOHA) &
TR o

THELIMATEREN 0- 10 VBTECE c MREKAZNMELMADEE (BI90 > Arclength
correction)  NIERAERELIZERNE °

AAES “TPS/i #QESHEE” XAPRMTUTESHEXRIA -
ESBHR par o
Wire feed speed command value X2/1#&#F=0-10V
(R4REIREE) X2/4 WAy = Hith
Arclength correction X2/2 ®#F=0-10V
(MKEELER) X2/5 WAy = HEith
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HFHHIES - NBIREIVIBARGES

it SRR O 2 B FERE T ITEY > 0 EMFTE RS R ESHEER 00
BEHH R A B
IR o

LR PIBES B ENARMBT ©
> EFRIEZA > XFFMABRXIREMEM - FREIREMNETF
> FIFFMAERXIREMESGFUERTEZERARE -

HARBFREHNEFREBRE (RETE36V) c ERBFRHHNEFIFESE
BRITHO TSR
RBEPRERRBAERERT X3/1

AAES “TPS/i #EOESHEA” MIEPRME T U TESHIMEXIER o
Al
ES8F FRE&
Arc stable / Touch signal X3/7 Rt
(BB / iB(ES) 24V = BiE
Power source ready X3/9 A%
(R RRLLE) 24V =#5E
Collisionbox active X3/8 A%
(CrashBox B#5E) 24V = BiE
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Rz Al

B RIENBANABNER > ATEERZIFMENRANBLES -
RESIHMCEERINGES - TR

RN BRG] Robot Power source
+24V »o XA
S P X3/7
J_'\l |

R X2/1
o-10V > X2/4
> X2/2
o-10V > X2/5
r2av—t 5 X12
S, P X3/9

J_ ™~ o 1
+24 V q X3/1
& <« X38

X1/1 =Weldingstart ($FHA) *

X3/7 =Arcstable / Touch signal (¥t=iiH) *

X2/1 =Wire feed speed command value + ({E#laA) *
X2/4 =Wire feed speed command value - (&85 A) *
X2/2  =Arclength correction + ({E#I#A) *

X2/5 =Arclength correction - (##l5A) *

X1/2 =Robotready (#FiA) *

X3/9 =Power source ready (X F#HiH)

X3/1 =¥{FHmHIRBBE"

X3/8 = Collisionbox active (¥=FiaiH)

* = hAES
OC #EX [ Al Robot Power source

LoV > X1/1
'\% «— X3/7
> X2/1
Wo-10V > X2/4
- X2/2
@o-10V > X2/5
% «— X3/9
+24 V. > X3/1
L% < ~+~__ X3/8
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X1/1 =Weldingstart (FxFi#A) *

X3/7 =Arcstable / Touch signal (¥=#iH) *

X2/1 =Wire feed speed command value + (#E#laA) *
X2/4 =Wire feed speed command value - (#E#l5mA) *
X2/2  =Arclength correction + (E#l5A) *

X2/5 =Arclength correction - (#E#l5&A) *

X1/2 =Robotready ($i=F#A) *

X3/9 =Power source ready (¥xFHiH)

X3/1 =#,FimHIREBEBRE*

X3/8 =Collisionbox active (¥=F#iH)
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SIS ECHER

90

X1 %45 - FHIA ¢

51 B55

1 Welding start

2 Robot ready

3 Wire forward

4 Touch sensing

5 Torch blow out

6 -

7 Working mode, BIT 0
8 Working mode, BIT 1
9 Working mode, BIT 2
10 Job number, BIT 0
11 Job number, BIT 1
12 Job number, BIT 2
13 GND

14 GND

X2 1845 - A A

51 BE5

1 Wire feed speed command value

2 Arclength correction command value

3 -

4 GND Wire feed speed command value

5 GND Arclength correction command value
6 -

X3 145 - HFa

I 55

1 Supply voltage for digital outputs
2 -

3 -

4 GND

5 -

6 -



7 Arc stable

8 Collisionbox active
9 Power source ready
10 -

11 -

12 GND
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spareparts.fronius.com

A5 SPAREPARTS
6o ONLINE

0

Fronius International GmbH
Froniusstrafie 1
4643 Pettenbach
Austria
contact@fronius.com
www.fronius.com

Under www.fronius.com/contact you will find the addresses
of all Fronius Sales & Service Partners and locations.




