/ Perfect Charging / Perfect Welding / Solar Energy

RI 10 PRO/i

42,0410,2057 017-17082021

Bruksanvisning
Robotalternativ

Instrukcja obstugi
Opcja - robot

Manual de instrucdes
Opgéao de robd
PykoBoOCTBO Mo aKcnyaTaumm
Onums nogkntoYeHnsa podoTa
Kullanim kilavuzu

Robot opsiyonu

BRAE LR

HLes NI

Fronius prints on elemental chlorine free paper (ECF) sourced from certified sustainable forests (FSC).






Innholdsfortegnelse

GBINEIEIL........oieieieceeee ettt ettt ettt s ettt b s s s bt s st s s et ettt s et et b st sesees 4
APPArAtKONSEPL. ...ttt ettt ettt ettt ettt enens 4
LeveranSeiNNNOId..............c.ocooiiiiiiiiiieecceet ettt ettt ettt sttt s bt 4
OMQIVEISESDEIINGEISEY ..ot 5
INStallasjonsSbesStEMMEISEr...... ..o, 5
SIKKEINEL ...ttt ettt et e s e s et et et e et et e et et e eaeeneeteenis 5

Betjeningselementer, tilkobliNger 0g VISNINGET .............coooiiiiiiiiieeeeeeeeeeee e 6
Betjeningselementer 0g tiIKODINGET ...............ooviiiiieeeeeeeee e 6
ViSNINGEr i reNSESNItIEL............ooiiiiiiiiie ettt ettt ettt 7

INStallere GreNSESNIL..... .. ... ettt 8
SIKKEINEL ...ttt ettt s bt s et b s st s et et s et e st se s enas 8
INStallere greNSESNItL.............oooiii et 8

Digitale inngangssignaler — signaler fra roboten til stramkilden...............ccooooioiiieei o, 9
GBNEIEIL. ...ttt ettt ettt et b et s et s et bbbt et s ettt s et n et ne 9
PArAMEIET. ...ttt b et bttt b et sttt s st ens 9
TIGIENGEIIGE SIGN@IET . ...ttt 9
Working mode (ArbeidSMOAUS)............c.ccooiiiiiiiiioeieeeeee e 10
Welding characteristic / Job number (Karakteristikknummer/jobbnummer) ... 10
Tilordne/redigere programnummer/karakteristikknummer (Retrofit-modus).............c..cccccooiiiiiiin. 11

Analoge inngangssignaler — signaler fra roboten til stremkilden....................c.ccoooiiiiiiice 14
GBINETEIL. ...ttt ettt ettt bbbt et bt s st s et s et es st s et e 14
TIGIENGEIGE SIGNAIET ..o ettt eaeaae s 14

Digitale utgangssignaler — signaler fra streamkilden til roboten....................ocoooiiiie 15
GENEIEIL. ...ttt ettt s ettt h et b bt bt s et s et s s st e 15
Spenningsforsyning av de digitale utgangene...................cocooiioiiiiiiceeeeeeeeeeeeeee e 15
TIlGIENGEIIGE SIGN@IET . ...ttt 15

Analoge utgangssignaler — signaler fra stramkilden til roboten................coiiioi i 17
GBNEIEIL. ...ttt ettt ettt s et bbbt et s et s et et s ettt es et s et e 17
TIlGIENGElIGE SIGN@IET ...ttt 17

BIUKSEKSEIMPIET ... ..o et e ettt et e et e eaeeneenaea 18
GBNEIEIL. ...ttt ettt b et b et et b et e b et b s b st s st a st et e b st st se b eneenens 18
Brukseksempel standardmMOAUS...............c.ooiiiiiiiiece e 18
Brukseksempel OC-MOTUS............c.oooiiiiie ottt 19

Oversikt plugG-PrOgramMEIiNG............c.ccuiieiiiieieeeeeeeeeee ettt ettt ettt ee e 20
Oversikt plugg-ProgrammMEIiNg............c.ccooiiiiiiiieeeee e 20



Generelt

Apparatkonsept Grensesnittet har analoge og digitale inn- og utganger og kan brukes bade i standardmo-
dus og i Open-Collector-modus (OC-modus). Omkoblingen mellom modiene foregar ved
hjelp av krysskobling.

Det falger et kabeltre med grensesnittet slik at det kan kobles til stremkilden. Som forlen-
gelse til kabeltreet finnes det en SpeedNet-forbindelsesledning.

For tilkobling av grensesnittet til robotstyringen finnes det et klargjort kabeltre.

Pa grensesnittsiden er kabeltreet forhandsinstallert med bruksklare molexplugger. Pa
robotsiden ma kabeltreet tilpasses tilkoblingen pa robotstyringen.

J=-T—- =)

i n

Robot
Control

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

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

(2) SpeedNet-forbindelsesledning

(3) Kabeltre for tilkobling til stramkilden

(4) Grensesnitt

(5) Kabeltre for tilkobling til robotstyringen

Leveranseinn- 1)

hold Robot-grensesnitt

(2) Kabeltre for tilkobling til
stromkilden

(3) Bruksanvisning (ikke avbildet)




Omgivelsesbetin-

gelser

Installasjonsbe-
stemmelser

Sikkerhet

/\ FORSIKTIG!

Fare pa grunn av ikke-tillatte omgivelsesbetingelser.

Folgene kan bli alvorlige skader pa apparatet.

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

Lufttemperatur i omgivelsen:
- ved bruk: 0 °C til + 40 °C (32 °F til 104 °F)
- ved transport og oppbevaring: -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.

Hoyde 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 robotkoblingsskap.

/\ FARE!

Fare pa grunn av feilbetjening og mangelfullt utfort arbeid.

Falgene kan bli alvorlige personskader og materielle skader.

» Alt arbeid og alle funksjonene som er beskrevet i dette dokumentet, skal uteluk-
kende utfgres av oppleert fagpersonale.

» Les og forsta dette dokumentet.

» Les og forsta alle bruksanvisningene for systemkomponentene, iseer sikkerhetsfor-
skriftene.

/\  FARE!

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




Betjeningselementer, tilkoblinger og visninger

Betjeningsele-
menter og tilkob-
linger |

1] [1]2]3]4]5]6]7]
2| [slofon1h2l13}14
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7 |
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(1) Plugg X1

(2) Plugg X2
Pluggen gir tilgang til en spenning pa +24 V som kan forsyne de digitale utgan-
gene pa grensesnittet.
Mer informasjon om stremforsyning til de digitale utgangene, se Spenningsfor-
syning av de digitale utgangene pa side 15.

(3) Plugg X3

(4) Plugg X4

(5) Plugg X5

(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 stramkilden

(10)  Plugg X7




Visninger i
grensesnittet
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Nummer | LED Visning

(1) +24 'V lyser nar grensesnittet forsynes med +24
\Y

(2) +15V lyser nar grensesnittet forsynes med +15
\Y,

(3) -15V lyser nar grensesnittet forsynes med — 15
\

(4) +3V3 lyser nar grensesnittet forsynes med +3,3
\Y

(5) Arc stable / Touch signal programmert med Arc stable eller Touch
signal, avhengig av innstillingen pa nettsi-
den til strgmkilden. Visningen avhenger
av signalprogrammeringen

(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




Installere grensesnitt

Sikkerhet

Installere grense-
shitt

Fare pa grunn av elektrisk strem.

Folgene kan bli alvorlige personskader og dadsfall.

» For arbeidet starter, ma alle involverte apparater og komponenter slas av og kobles
fra stramnettet.

» Alle involverte apparater og komponenter ma sikres mot gjeninnkobling.

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

Fare pa grunn av elektrisk strem ved utilstrekkelig jordledningsforbindelse.
Folgene kan bli alvorlige personskader og materielle skader.
» Bruk alt det opprinnelige antallet originale apparathusskruer.

|Z| Kontroller krysskoblingens posisjon pa
grensesnittet — standardmodus / OC-
modus

E| Koble kabeltreet (2) til robotstyringen
[4] Koble kabeltreet (2) il grensesnittet
som vist pa bildet
Koble kabeltreet (1) til grensesnittet
som vist pa bildet
Koble kabeltreet (1) til SpeedNet-for-
bindelseskabelen pa strgmkilden

Koble SpeedNet-forbindelseskabelen
til tilkoblingen SpeedNet pa baksiden
av strgmkilden




Digitale inngangssignaler — signaler fra roboten til
stremkilden

Generelt

Parameter

Tilgjengelige sig-

naler

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

MERKNAD!

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

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

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 grense-

snitt TPS/i".

Signalbetegnelse Programme- Programmering Programmering
ring Standardmodus OC-modus

Welding start Plugg X1/4 24V = aktiv 0V = aktiv

(Sveising pa)

Robot ready Plugg X1/5 24 V = aktiv 0V = aktiv

(Robot klar)

Gas on Plugg X1/7 24 V = aktiv 0V = aktiv

(Gass pa)

Wire forward Plugg X1/11 24V = aktiv 0V = aktiv

(Trad frem)

Wire backward Plugg X6/6 24 V = aktiv 0V = aktiv

(Tradtilbaketrekking)

Torch blow out Plugg X6/5 24 V = aktiv 0V = aktiv

(Blase ut sveisepistol)

Touch sensing Plugg X4/7 24 V = aktiv 0V = aktiv

(Touch sensing)

Teach mode Plugg X4/6 24 V = aktiv 0V = aktiv

(Teach-modus)

Welding simulation Plugg X6/2 24 V = aktiv 0V = aktiv

(Sveisesimulering)

Error reset Plugg X4/5 24V = aktiv 0V = aktiv

(Kvittere feil)

Torchbody Xchange Plugg X4/3 24 V = aktiv 0V = aktiv

(Skifte sveispistolenhet)




Working mode
(Arbeidsmodus)

Welding charac-
teristic / Job
number (Karakte-
ristikknummer/
jobbnummer)

10

(Tradsbrems pa)

Signalbetegnelse Programme- Programmering | Programmering
ring Standardmodus OC-modus
WireBrake on Plugg X4/4 24 V = aktiv 0V = aktiv

Working mode
(Arbeidsmodus)

Se beskrivelsen av signalene nedenfor

Job number

jobbnummer)

Welding characteristic /

(Karakteristikknummer/

Se beskrivelsen av signalene nedenfor

Verdiomrade arbeidsmodus:

Bit 4 Bit 3 Bit 2 Bit 1 Bit 0 | Beskrivelse
0 0 0 0 0 Internt parametervalg
0 0 0 0 1 Karakteristikker drift spesiell 2-takts-
drift
0 0 0 1 0 Jobbdrift

MERKNAD!

Sveiseparameterne fastsettes gjennom de analoge nominelle verdiene.

Signalniva nar bit 0-bit 4 er satt:

Signalniva i Signalniva i
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

Signalene Welding characteristic / Job number er tilgjengelige nar spesiell 2-syklusdrift
eller jobbdrift er valgt med Working mode-bits 0—4 for karakteristikkene. Du finner mer
informasjon om Working mode-bits 0—4 Working mode (Arbeidsmodus) pa side 10.

Med signalene Welding characteristic / Job number apnes lagrede sveiseparametere
via nummeret til tilsvarende karakteristikk/tilsvarende jobb.

Plugg Standardmodus OC-modus Bit-nummer
X5/1 24V oV 0
X5/2 24V ov 1
X5/3 24V oV 2
X5/4 24V oV 3




Tilordne/redigere
programnummer/
karakteristikk-
nummer (Retrofit-
modus)

Plugg Standardmodus OC-modus Bit-nummer
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

MERKNAD!

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

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

- 10010011 = karakteristikk-/jobbnummer 147
- 11111111 = karakteristikk-/jobbnummer 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 = 25665535

- Bit-nummer 0-7 (Retrofit) = 0-255. Ved bruk av Retrofit-modus ma hvert karakte-
ristikknummer (1-255) tilordnes ID-ene til onsket karakteristikk, fordi det ellers
ikke er mulig a velge karakteristikk via grensesnittet — se Tilordne/redigere
programnummer/karakteristikknummer (Retrofit-modus) pa side 11.

MERKNAD!

Karakteristikk-/jobbnummer "0" gjer det mulig a velge karakteristikk/jobb pa betje-
ningspanelet til stremkilden.

Pa stremkilder i TPS-apparatserien kunne material, traddiameter og beskyttelsesgass
velges med programnummeret. Til dette var det definert en bitbredde pa 8 bit.

For at 8-bits signalet skal kunne brukes i Retrofit-modus, kan karakteristikknummeret til-
ordnes et programnummer (1-255).

Notere IP-adressen til streamkilden som brukes:
E| Koble stramkilden til datamaskinen (eksempelvis med LAN-kabel).

11
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o\ 1y ‘AIMgs universal

MIG Pulse 2:step 11.100% Ar @ 12mm

|Z| Velg knappen "Forhandsinnstillinger" i
venstre menylinje pa betjeningspane-

11:07
05.08.19

Information Restore factory

=3 MM 9 I let til strgmkilden.
Website d Mode Setup _ E Velg knappen "Systemu | hﬁyre meny-
2 - linje pa betjeningspanelet til stramkil-
ssssss Network ;::i:gs. zgma!; usr‘:tlizc:s i den.
—— ) [4] Velg knappen "Informasjon” pa betje-
gy » . ningspanelet til stramkilden.
[

o A e S 2. [5] Noter den viste IP-adressen (eksem-

Information pel 1 0572 1 3)
| @ Serial number 00000001

Image version 1.9.0-16501.9508
Softwar .995

Apne nettsiden til stremkilden i nettleseren:

Skriv inn og bekreft IP-adressen til stremkilden i sgkelinjen pa nettleseren.
- Nettsiden til stramkilden vises.

Skriv inn brukernavn og passord

Fabrikkinnstillinger:

Brukernavn = admin

Passord = admin

- Nettsiden til stramkilden vises.

Notere ID-en til snskede karakteristikker:

Velg fanen "Kennlinien-Ubersicht (karakteristikk-oversikt) pa nettsiden til stremkil-
den.

|E| Noter ID-ene til karakteristikkene som skal kunne velges via grensesnittet.

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

Tilordne de ngdvendige programnumrene (= bit-nummer) til de gnskede karakteris-

tikk-ID-ene under punktet "Kennlinienzuordnung" (karakteristikktilordning).

Eksempel: Programnummer 1 = karakteristikk-1D 2501, programnummer 2 = karak-

teristikk-ID 3246, ...

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

Nar alle gnskede karakteristikk-ID-er er tilordnet, velger du "Zuweisung speichern”

(lagre tilordning).

- Under punktet "Zugewiesene Programmnummern zu Kennlinien-ID" (tilordne
programnumre til karakteristikk-ID) vises alle programnumre med tilordnet
karakteristikk-1D-er.



¥ 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 1D

1T [ 2566 w @
2 v [ 2785 m
3 v [ 2765 w O

C

Nettsiden til stramkilden

13




Analoge inngangssignaler — signaler fra roboten til
stremkilden

Generelt De analoge differanseforsterkningsinngangene pa grensesnittet sikrer galvanisk skille
mellom grensesnittet og de analoge utgangene pa robotstyringen. Hver inngang 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),
overfgres verdiene som er innstilt pa stremkilden.

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

Signalbetegnelse Programmering
Wire feed speed command value Plugg X1/1 =0-10V
(Nominell verdi tradhastighet) Plugg X1/8 = GND
Arclength correction Plugg X1/2 =0-10V
(Nominell verdi lengdekorrigering av lysbue) Plugg X1/9 = GND
Pulse-/ dynamic correction Plugg X6/3 = 0-10 V
(Nominell verdi puls-/dynamic-korrigering) Plugg X6/11 = GND
Wire retract correction Plugg X3/1 =0-10V
(Nominell verdi tradtilbaketrekkingskorrigering) Plugg X3/8 = GND

14



Digitale utgangssignaler — signaler fra stremkilden
til roboten

Generelt MERKNAD!

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

Spenningsforsy- '
ning av de digi- A\ FARE!
tale utgangene Fare pa grunn av elektrisk strem.

Falgene kan bli alvorlige personskader og dedsfall.

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

» Alle involverte apparater og komponenter ma sikres mot gjeninnkobling.

MERKNAD!

Pa plugg X6/1 ma det veere 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 grensesnittet
eller med en kundespesifikk spenning (0-36 V).
- Til forsyning av de digitale utgangene med 24 V er en sekundeer utgangsspenning
pa 24 V tilgjengelig i grensesnittet.
+  Den sekundeere utgangsspenningen 24 V er konstruert med et galvanisk skille
mot tilkoblingen SpeedNet. En vernekobling begrenser spenningsnivaet til 100
V.

Ga frem pa falgende mate for forsyning av de digitale utgangene med en 24 V spenning
fra grensesnittet:

[1] Sett en bayle mellom plugg X6/1 og plugg X6/7.

Ga frem pa felgende mate for forsyning av de digitale utgangene med en kundespesifikk
spenning:

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

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

Signalbetegnelse Programmering | Kobling
Arc stable / Touch signal Plugg X1/12 24 V = aktiv
(lysbue stabil / Touch-signal)

Power source ready Plugg X1/14 24 V = aktiv
(Strgmkilde klar)

Collisionbox active Plugg X1/13 24 V = aktiv
(CrashBox aktiv)

15
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Signalbetegnelse Programmering | Kobling
Process active Plugg X4/10 24V = aktiv
(Prosess aktiv)

Main current signal Plugg X4/9 24 V = aktiv
(Hovedstrgmsignal)

Touch signal Plugg X3/15 24 V = aktiv
(Touch-signal)

Current flow Plugg X3/16 24 V = aktiv
(Stremflyt)

Torchbody gripped Plugg X6/10 24 V = aktiv

(Sveisepistolenhet tatt opp)




Analoge utgangssignaler — signaler fra streamkilden
til roboten

Generelt

MERKNAD!

Hvis forbindelsen mellom stremkilden 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 grense-

naler

snitt TPS/i".

Signalbetegnelse

Kobling

Welding voltage
(Sveisespenning)

Plugg X3/4 = -0-10V
Plugg X3/11 = GND

Welding current
(Sveisestrgm)

Plugg X1/3 = 010 V
Plugg X1/10 = GND

Wire feed speed
(Tradhastighet)

Plugg X3/6 = 0-10 V
Plugg X3/13 = GND

Motor current M1
(Motorstrgm M1)

Plugg X3/7 = 0-10 V
Plugg X3/14 = GND

Actual real value for seam tracking

(Aktuell faktisk verdi for semsgk)

Plugg X7/3 = —10 til +10 V/
Plugg X7/11 = GND

17




Brukseksempler

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

Brukseksempel Robot Power source
standardmodus PYRY: > X1/4
h! < X1/12
I~ N
> 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™
& I 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 = tilfgrselsspenning for ekstern *

X6/1 = tilfgrselsspenning for digitale utganger *

X1/13 | = Collisionbox active (digital utgang)

= signalet ma brukes

18



Brukseksempel
OC-modus

Robot Power source
+OV > X174
& — X112
_ X1/1
Mo-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 (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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Oversikt plugg-programmering

Oversikt plugg-
programmering
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Plugg X1:

Plugg | Signaltype Signal

1 analog Input Wire feed speed command value

2 analog Input Arclength correction 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 Wire feed speed command value

9 analog Input GND Arclength correction command value

10 analog Output GND Welding current

11 digital Input Wire forward

12 digital Output = programmert fra fabrikken
Currentflow = pa nettsiden for stremkilden kan pluggen
valgfritt ogsa programmeres med dette signalet

13 digital Output Collisionbox active

14 digital Output Power source ready

Plugg X3:

Plugg | Signaltype Signal

1 analog Input Wire retract correction command value

2 -

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 for strgmkilden kan
pluggen valgfritt ogsa programmeres med dette signalet

8 analog Input GND Wire retract correction command value

9 -

10 digital Input GND for digital Inputs

11 analog Output GND Welding voltage

12 -

13 analog Output GND Wire feed speed

14 analog Output GND Motor current M1




Plugg X3:

Plugg | Signaltype Signal

15 digital Output Touch signal

16 digital Output Currentflow
Robot motion release = péa nettsiden for stremkilden kan
pluggen valgfritt ogsa programmeres med dette signalet

Plugg X4:

Plugg | Signaltype Signal

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2

3 digital Input Torchbody Xchange

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:

Plugg | Signaltype

Signal

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
Plugg X6:

Plugg | Signaltype

Signal

1 digital Input Supply Voltage +24 V

2 digital Input Welding simulation

3 analog Input Pulse-/dynamic correction command value
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
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Plugg X6:

Plugg | Signaltype Signal

9 - -

10 digital Output Ikke i bruk fra fabrikken
Torch body gripped = pa nettsiden for stremkilden kan
pluggen valgfritt ogsa programmeres med dette signalet

11 analog Input GND Pulse-/dynamic correction command value

Plugg X7:

Plugg | Signaltype Signal

1 - -

2 - -

3 analog Output Actual real value for seam tracking

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 Actual real value for seam tracking

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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Informacje ogoine

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

Aby umozliwi¢ potgczenie interfejsu ze zrodtem prgdu spawalniczego, razem z interfej-
sem jest dostarczana wigzka kablowa. Do przedtuzenia wigzki kablowej mozna
wykorzystac kabel potgczeniowy SpeedNet.

Do potaczenia interfejsu ze sterownikiem robota stuzy specjalna, fabryczna wigzka kab-
lowa.

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

Robot
Control

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

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

(2) Kabel potaczeniowy SpeedNet

(3) Wiagzka kablowa do polaczenia ze zrédiem pradu spawalniczego

(4)  INTERFEJS

(5) Wiagzka kablowa do polaczenia ze sterownikiem robota




Zakres dostawy

Warunki otocze-
nia

Zasady instalacji

Bezpieczenstwo

(1) Interfejs robota

(2) Wiagzka kablowa do potaczenia
ze zrédlem spawalniczym

(3) Instrukcja obstugi (nieprzedsta-
wiona na rysunku)

/\  OSTROZNIE!

Niebezpieczenstwo wywotane niedopuszczalnymi warunkami otoczenia.

Skutkiem mogg by¢ powazne uszkodzenia urzgdzenia.

» Urzadzenie przechowywac i uzytkowaé wytacznie w nizej okreslonych warunkach
otoczenia.

Zakres temperatur powietrza otoczenia:
- Podczas pracy: od 0°C do +40°C (od 32°F do 104°F);
- Podczas transportu i przechowywania: od -25°C do +55°C (od -13°F do 131°F).

Wilgotnos¢ wzgledna powietrza:
- do50% przy 40°C (104°F);
- do90% przy 20°C (68°F).

Powietrze otoczenia: wolne od pytu, kwasow, powodujgcych korozje gazéw lub sub-
stancji itp.

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

Urzadzenie nalezy przechowywac i eksploatowaé w sposob zapewniajgcy ochrone
przed uszkodzeniami mechanicznymi.

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

/A NIEBEZPIECZENSTWO!

Niebezpieczenstwo wskutek btedow obstugi i nieprawidlowego wykonywania prac.

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

» Wszystkie czynnosci i funkcje opisane w tym dokumencie moga wykonywac tylko
przeszkoleni pracownicy wykwalifikowani.

» Nalezy dokfadnie zapoznac sie z niniejszym dokumentem.

» Przeczytaé i zrozumie¢ wszystkie instrukcje obstugi komponentéw systemu,
w szczegolnosci przepisy dotyczace bezpieczenhstwa.
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Niebezpieczenstwo wskutek nieplanowanej transmisji sygnatu.
Skutkiem mogg by¢ powazne uszczerbki na zdrowiu i straty materialne.
» Za pomocg interfejsu nie przesyta¢ sygnatow istotnych dla bezpieczenstwa.




Elementy obstugi, przytacza i wskazniki

Elementy obstugi
i przytacza (10) ©) (8)

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

516 [718] [6]718[o10]

—]
(®) (4

() (1|)

(1) Wtyk X1

(2) Wityk X2
wtyk dostarcza napiecie +24 V, ktérym mozna zasila¢ cyfrowe wyjscia interfejsu.
Blizsze informacje dotyczgce napiecia zasilania wyjs¢ cyfrowych — patrz Zasila-
nie napieciem wyjs¢ cyfrowych na stronie 36.

(3)  Wtyk X3
(4)  Wtyk X4
(5)  Wtyk X5
(6)  Wtyk X6
(7)  Wtyk X8

do zasilania przytgcza SpeedNet

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

(9) Przytacze SpeedNet
do potgczenia ze Zrodtem prgdu spawalniczego

(10)  Wtyk X7
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Wskazniki na
interfejsie
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(1)(2)(3) (4)(5)(8)(7)(8)

HHEHH HHHH HHHHH

Numer Dioda swiecaca Wskazanie

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

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

(3) -15V Swieci, gdy dostepne jest zasilanie -15V
interfejsu

(4) +3V3 Swieci, gdy dostepne jest zasilanie +3,3 V
interfejsu

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

(6) Robot ready Swieci, gdy aktywny

(7) Error reset Swieci, gdy aktywny

(8) Welding start Swieci, gdy aktywny

(9) Power source ready swieci, gdy aktywny




Instalacja interfejsu

sepeeeve A NesezeEczENSTWOL

Niebezpieczenstwo stwarzane przez prad elektryczny.

Skutkiem mogg by¢ powazne obrazenia ciata i Smierc¢.

» Przed rozpoczeciem prac wytgczy¢ wszystkie uczestniczgce urzgdzenia i kompo-
nenty i odtgczy¢ od sieci zasilajgce;j.

» Zabezpieczy¢ wszystkie uczestniczace urzadzenia i komponenty przed ponownym
wigczeniem.

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

Niebezpieczenstwo stwarzane przez prad elektryczny wskutek niedostatecznego
potaczenia z przewodem ochronnym.

Skutkiem mogg byé powazne uszczerbki na zdrowiu i straty materialne.

» Zawsze uzywac oryginalnych wkretow obudowy w pierwotnej liczbie.

Instalacja
interfejsu

Sprawdzi¢ pozycje zworki w interfejsie
— tryb standardowy / tryb OC.

[3] Podtaczy¢ wigzke kablowg (2) do
sterownika robota.

[4] Podtaczy¢ wigzke kablowa (2) do
interfejsu zgodnie z ilustracja.

[5] Podtaczy¢ wigzke kablowg (1) do
interfejsu zgodnie z ilustracja.

[6] Podtaczy¢ wigzke kablowg (1) do
kabla potaczeniowego SpeedNet
zrédta spawalniczego.

Podtgczy¢ kabel potgczeniowy Speed-
Net do przytgcza SpeedNet z tytu
zrodfa spawalniczego.
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Cyfrowe sygnaly wejsciowe — sygnatly od robota
do zrodta pradu spawalniczego

Informacje Okablowanie cyfrowych sygnatéw wejsciowych
ogolne - w trybie standardowym na 24 V (High);
- wtrybie Open Collector na GND (Low).

WSKAZOWKA!

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

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

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

Dostepne Sygnaty Working mode oraz Welding characteristic / Job number opisano w dalszej
sygnaty czesci tekstu.
Opisy pozostatych sygnatéw znajdujg sie w dokumencie ,,Opis sygnatow interfejsu
TPS/i".
Oznaczenie sygnatu Przypisanie Okablowanie Okablowanie
Tryb standardowy trybu OC
Welding start Wityk X1/4 24 V = aktywny 0 V = aktywny
(Spawanie wt.)
Robot ready Wtyk X1/5 24 V = aktywny 0V = aktywny
(Robot gotowy)
Gas on Wityk X1/7 24 V = aktywny 0V = aktywny
(Gaz wt.)
Wire forward Wityk X1/11 24 V = aktywny 0V = aktywny
(Nawlekanie drutu)
Wire backward Wtyk X6/6 24 V = aktywny 0V = aktywny
(Cofanie drutu)
Torch blow out Wtyk X6/5 24V = aktywny 0V = aktywny
(przedmuchiwanie palnika
spawalniczego)
Touch sensing Wityk X4/7 24 V = aktywny 0V = aktywny
(TouchSensing)
Teach mode Wtyk X4/6 24 V = aktywny 0V = aktywny
(Tryb Teach)
Welding simulation Wityk X6/2 24V = aktywny 0V = aktywny
(symulacja spawania)
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Working mode
(tryb pracy)

Welding charac-
teristic / Job
number (numer
charakterystyki/
zadania)

Oznaczenie sygnatu Przypisanie Okablowanie Okablowanie
Tryb standardowy trybu OC

Error reset Wtyk X4/5 24V = aktywny 0V = aktywny
(potwierdzanie btedu)
Torchbody Xchange Wiyk X4/3 24 'V = aktywny 0 V = aktywny

(Wymiana korpusu pal-
nika spawalniczego)

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

Working mode

(Tryb pracy) patrz ponizszy opis sygnatu

Welding characteristic /
Job number

(numer charakterystyki/
zadania)

patrz ponizszy opis sygnatu

Zakres wartosci w trybie pracy:

Bit 4 Bit 3 Bit 2 Bit 1 Bit0 | Opis
0 0 0 0 0 Wybor parametrow wewnetrznych
0 0 0 0 1 Charakterystyki 2-taktu specjalnego
0 0 0 1 0 Tryb Job

WSKAZOWKA!

Parametry spawania ustala sie za pomoca analogowych wartosci zadanych.

Signal-Level, gdy ustawione sg bit 0 — bit 4:
Signal-Level Signal-Level
w trybie standardowym w trybie OC

Wtyk X1/6 (bit 0) High Low

Wiyk X4/1 (bit 1) High Low

Wiyk X4/2 (bit 2) High Low

Wtyk X7/4 (bit 3) High Low

Wtyk X7/5 (bit 4) High Low

Sygnaty Welding characteristic / Job number (charakterystyka spawania / numer zada-
nia) sg dostepne, gdy bitami 0—4 trybu Working mode (tryb roboczy) charakterystyki
wybrano tryb 2-takt specjalny lub tryb Job. Blizsze informacje dotyczace bitéw 0—4
trybu Working mode (tryb roboczy) — patrz Working mode (tryb pracy) na stronie
31.

Sygnaty Welding characteristic / Job number (charakterystyka spawania / numer zada-

nia) wywotujg zapisane parametry spawania za posrednictwem numeru danej charak-
terystyki / danego zadania.
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Wtyk Tryb standardowy Tryb OC Numer bitu
X5/1 24V oV 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 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

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
bitowego. Przykiad:

- 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

Dostepne zakresy numerdw zadan:
- Bity numer 0-15 = 0-1000
- Bity numer 0-7 (Retro Fit) = 0-255

Dostepne zakresy numerdw charakterystyk:

- Bity numer 0-15 = 256-65535

- Bity numer 0-7 (Retro Fit) = 0-255. W przypadku korzystania z trybu Retro Fit,
do danych numerdéw charakterystyk (1-255) muszg by¢ przypisane ID
zadanych charakterystyk, poniewaz w przeciwnym przypadku nie mozna
wybraé charakterystyki w interfejsie — patrz Przypisanie/zmiana numeru pro-
gramu/charakterystyki (tryb Retrofit) na stronie 33.

WSKAZOWKA!

Numer charakterystyki/zadania ,,0” umozliwia wyboér charakterystyki/zadania na
panelu obstugowym zrédta spawalniczego.




Przypisanie/
zZmiana numeru
programu/charak-
terystyki (tryb
Retrofit)

W przypadku zrodet spawalniczych serii TPS podajgc numer programu mozna wybrac
materiat, Srednice drutu i rodzaj gazu ostonowego. W tym celu zdefiniowano wartos¢ 8-
bitowa.

Aby umozliwi¢ wykorzystanie sygnatu 8-bitowego w trybie Retrofit, mozliwe jest przypisa-
nie numeru programu (1-255) do numeru charakterystyki.

Zanotowa¢ adresy IP uzywanych zrédet spawalniczych:
|I| Potgczyc¢ zrédio spawalnicze z komputerem (na przyktad kablem LAN).

1:07
11.100% Ar 05.08.19

o\ 1y ‘ AlMg 5

MIG Pulse 2:step

|Z| Z lewego paska panelu obstugowego
wybrac¢ przycisk ,Ustaw. wst.”.

universal
@ 12mm

Information Restore factory

T L Ry [3] Z prawego paska panelu obstugowego
| website u Mode Setup wybra¢ przycisk ,System”.
‘ = L__ N ) -
- A [4] Na panelu obstugowym zrédta spawal-
Network setti Py & . , . .y
— ?E'fs. configurations ¢ niczego wybra¢ przycisk ,Informacja”.
Wire feeder Next page
setup %% .
[
= OV e SRR s Zanotowa¢ wyswietlony adres IP

MIG Pulse 2:step

information (przyktad: 10.5.72.13)

Serial number 00000001
Image version 1.9.0-16501.9508
Softwar

Wywota¢ interfejs web zrodla spawalniczego w przegladarce internetowej:

|E| W pasku adresu przeglgdarki internetowej wprowadzi¢ adres IP zrédta spawal-
niczego i potwierdzic.
- Zostaje wyswietlony interfejs web zrédta spawalniczego.

Wprowadzi¢ nazwe uzytkownika i hasto

Ustawienia domysine:

Nazwa uzytkownika = admin

Hasto = admin

- Zostaje wyswietlony interfejs web zrédia spawalniczego.

Zanotowac¢ ID zagdanych charakterystyk:

W interfejsie web zrédta spawalniczego wybra¢ zaktadke ,Zestawienie charakte-
rystyk”.
|E| Zanotowa¢ ID charakterystyk, ktére majg by¢ dostepne do wyboru w interfejsie.

W interfejsie web zrédla spawalniczego wybrac zaktadke uzywanego interfejsu.
Przyktadowo: RI 10 PRO/i

|E W pozyciji ,Przyporzgdkowanie charakterystyk” przyporzgdkowac potrzebnym nume-
rom programu (=numerom bitu) zgdane ID charakterystyk.
Przyktad: Numer programu 1 = ID charakterystyki 2501, numer programu 2 = ID cha-
rakterystyki 3246,...
- Przypisane charakterystyki mozna ostatecznie wywota¢ z poziomu interfejsu,
podajac wybrany numer programu (=numer bitu).
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@ Jezeli przyporzadkowano wszystkie ID charakterystyk, wybraé¢ przycisk ,Zapisz przy-

porzadkowanie”.

- W pozycji ,Numery programow przypisane do ID charakterystyk” bedg wyswiet-
lone wszystkie numery programéw z przypisanymi ID charakterystyk.

¥ 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 1D

1 v | 2566
2 v | 2785
3 v l 2765

Interfejs web zrédta spawalniczego

© €



Analogowe sygnaty wejsciowe — sygnaly od
robota do zrodta pradu spawalniczego

Informacje Analogowe wejscia wzmacniacza réznicowego w interfejsie zapewniajg oddzielenie gal-
ogoine waniczne interfejsu od analogowych wyjs¢ sterownika robota. Kazde wejscie w interfej-
sie dysponuje wkasnym potencjatem ujemnym.

WSKAZOWKA!

Jezeli sterownik robota posiada tylko jedno wspélne GND dla swoich analogow-
ych sygnatéw wyjsciowych, ujemne potencjaly wejsé w interfejsie musza by¢ ze
sobg potaczone.

Ponizej opisane wejscia analogowe sg aktywne w przypadku napie¢ w zakresie 0—10 V.
Jezeli poszczegdlne wyjscia analogowe pozostang nieobtozone (przyktadowo te dla
parametru Arclength correction), zostang przyjete wartosci ustawione w zrodle spawal-

niczym.
Dostepne Opisy ponizszych sygnatéw znajdujg sie w dokumencie ,Opis sygnatéw interfejsu TPS/i".
sygnaly
Oznaczenie sygnatu Przypisanie
Wire feed speed command value Wtyk X1/1 =0-10 V
(Wartos¢ zadana predkos$ci podawania drutu) Wityk X1/8 = GND
Arclength correction Wityk X1/2=0-10V
(warto$¢ zadana korekty dtugosci fuku spawal- | Wtyk X1/9 = GND
niczego)
Pulse-/ dynamic correction Wtyk X6/3 = 0-10 V
(warto$¢ zadana korekty pulsowania/dynamiki) | Wtyk X6/11 = GND
Wire retract correction Wtyk X3/1 =0-10 V
(warto$¢ zadana korekty cofania drutu) Wityk X3/8 = GND
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Cyfrowe sygnaly wyjsciowe — sygnaly od zrodia
pradu spawalniczego do robota

Informacje
ogoine

Zasilanie
napieciem wyjs$é
cyfrowych

Dostepne
sygnaly
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WSKAZOWKA!

Jezeli nastapi przerwanie potaczenia zrédla spawalniczego z interfejsem robota,
system ustawia wszystkie cyfrowe/analogowe sygnaty wyjsciowe w interfejsie
na,,0”.

/A NIEBEZPIECZENSTWO!

Niebezpieczenstwo stwarzane przez prad elektryczny.

Skutkiem moga by¢ powazne obrazenia ciata i Smierc.

» Przed rozpoczeciem prac wytgczy¢ wszystkie uczestniczgce urzgdzenia i kompo-
nenty i odtgczy¢ od sieci zasilajgce;j.

» Zabezpieczy¢ wszystkie uczestniczgce urzadzenia i komponenty przed ponownym
wigczeniem.

WSKAZOWKA!

Do wtyku X6/1 musi by¢ przytozone napiecie maks. 36 V, aby zasilane byly wyjscia
cyfrowe.

- W zaleznosci od wymogdéw, wyjscia cyfrowe moga by¢ zasilane napieciem 24 V
z interfejsu lub napieciem witasciwym dla danego klienta (0-36 V).
- Do zasilania wyjs¢ cyfrowych napieciem 24 V w interfejsie jest dostepne wtdrne
napiecie wyjsciowe 24 V.
+  Wtdrne napiecie wyj$ciowe 24 V jest wykonane z rozdzieleniem galwanicznym
wzgledem przytgcza SpeedNet. Okablowanie ochronne ogranicza poziom
napiecia do 100 V.

W celu zasilenia wyjs¢ cyfrowych z interfejsu napigeciem 24 V nalezy wykonac¢
nastepujgce czynnosci:

[1] Zamontowa¢ zworke migdzy wtykiem X6/1 a X6/7.

W celu zasilenia wyjs¢ cyfrowych napieciem wiasciwym dla danego klienta wykonac¢
nastepujgce czynno$ci:

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

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

Oznaczenie sygnatu Przypisanie Okablowanie
Arc stable / Touch signal Wtyk X1/12 24 V = aktywny
(Stabilny tuk spawalniczy / sygnat Touch)

Power source ready Wityk X1/14 24 V = aktywny
(zrodto spawalnicze gotowe)




Oznaczenie sygnatu Przypisanie Okablowanie
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 pragdu gtéwnego)

Touch signal Wtyk X3/15 24 'V = aktywny
(Touch Signal)

Current flow Wityk X3/16 24 'V = aktywny
(przeptyw pradu)

Torchbody gripped Wtyk X6/10 24 V = aktywny

(korpus palnika spawalniczego uchwycony)
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Analogowe sygnaty wyjsciowe — sygnaty od zrédta

pradu spawalniczego do robota

Informacje
ogoine

Dostepne
sygnaty
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WSKAZOWKA!

Jezeli nastapi przerwanie potaczenia zrédla spawalniczego z interfejsem robota,
system ustawia wszystkie cyfrowe/analogowe sygnaty wyjsciowe w interfejsie

na,,0”.

Wyjscia analogowe w interfejsie stuzg do konfiguracji robota oraz wyswietlania i doku-

mentacji parametréow procesowych.

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

Oznaczenie sygnatu

Okablowanie

Welding voltage
(napiecie spawania)

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

Welding current
(prad spawania)

Wtyk X1/3=0-10V
Wtyk X1/10 = GND

Wire feed speed
(predkos¢ podawania drutu)

Wityk X3/6 = 0-10 V
Wiyk X3/13 = GND

Motor current M1
(Prad silnika M1)

Wtyk X3/7 = 0-10 V
Wtyk X3/14 = GND

Actual real value for seam tracking
(Biezgca warto$c¢ rzeczywista wyszukiwania

spoiny)

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




Przykiady zastosowania

Informacje W zaleznosci od wymogow zastosowania robota nie muszg by¢ wykorzystywane wszyst-
ogoine kie sygnaty wejsciowe i wejsciowe.
Sygnalty, ktére muszg by¢ wykorzystane, sg ponizej oznaczone gwiazdka.

Przyktad zas- Robot Power source
tosowania w try- ~ X1/4
bie standar- *24v "
h! < X1/12
dowym 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™
& 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 urzgdzen zewnetrznych *

X6/1 = napiecie zasilajgce dla wyjs$¢ cyfrowych *

X1/13 | = Collisionbox active (wyjscie cyfrowe)

* = sygnat musi by¢ uzyty
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Przyktad zas-
tosowania w try-
bie OC
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Robot Power source
+OV > X114
& — X112
- X1/1
Mo-10V ; X1/8
. X1/2
@o-10v X1/9
0V _+t ; X1/5
& «—~—X1/14
+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 urzgdzen zewnetrznych *
X6/1 = napiecie zasilajgce dla wyj$¢ cyfrowych *
X1/13 | = Collisionbox active (wyjscie cyfrowe)
* = sygnat musi by¢ uzyty




Przeglad przypisania stykow

Przeglad przypi- Wtyk X1:
sania stykow

Styk | Rodzaj sygnalu | Sygnat

1 analog Input Wire feed speed command value

2 analog Input Arclength correction 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 Wire feed speed command value

9 analog Input GND Arclength correction command value

10 analog Output GND Welding current

11 digital Input Wire forward

12 digital Output Arc stable = przypisanie fabryczne
Currentflow = w interfejsie web zrédia spawalniczego do
styku mozna opcjonalnie przypisa¢ takze ten sygnat

13 digital Output Collisionbox active

14 digital Output Power source ready

Wityk X3:

Styk | Rodzaj sygnalu | Sygnat

1 analog Input Wire retract correction command value

2 -

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 zrodia spawal-
niczego do styku mozna opcjonalnie przypisac takze ten
sygnat

8 analog Input GND Wire retract correction command value

9 -

10 digital Input GND for digital Inputs

11 analog Output GND Welding voltage

12 -
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Wtyk X3:

Styk | Rodzaj sygnalu | Sygnat

13 analog Output GND Wire feed speed

14 analog Output GND Motor current M1

15 digital Output Touch signal

16 digital Output Currentflow
Robot motion release = w interfejsie web Zrédta spawal-
niczego do styku mozna opcjonalnie przypisac¢ takze ten
sygnat

Wtyk X4:

Styk | Rodzaj sygnatu | Sygnat

1 digital Input Working mode, Bit 1

2 digital Input Working mode, Bit 2

3 digital Input Torchbody Xchange

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:

Styk | Rodzaj sygnalu | Sygnat

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

Wtyk X6:

Styk | Rodzaj sygnatu | Sygnat

1 digital Input Supply Voltage +24 V

2 digital Input Welding simulation

3 analog Input Pulse-/dynamic correction command value

4 digital Input GND for digital Inputs

5 digital Input Torch blow out




Wtyk X6:

Styk | Rodzaj sygnalu | Sygnat

6 digital Input Wire backward

7 - -

8 digital Output Supply Voltage +24 V

9 - -

10 digital Output Fabrycznie brak przypisania
Torch body gripped = w interfejsie web zrédta spawal-
niczego do styku mozna opcjonalnie przypisa¢ takze ten
sygnat

11 analog Input GND Pulse-/dynamic correction command value

Wtyk X7:

Styk | Rodzaj sygnatu | Sygnat

1 - -

2 - -

3 analog Output Actual real value for seam tracking

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 Actual real value for seam tracking

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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Informacgoes gerais

Conceito de dis-
positivo

46

A interface possui entradas e saidas analdgicas e digitais e pode ser operada tanto no
modo padrdo como no modo Open-Collector (modo OC). A comutagao entre os modos
é feita com um jumper.

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

Para a conexao da interface com o controle do robd, esta 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 conex&o do controle do robd.

Robot
Control

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

(1) Fonte de solda com conexdo SpeedNet opcional na traseira do aparelho

(2) Cabo de conexao SpeedNet

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

(4) Interface

(5) Chicote de cabo para a conexdao com o controle do rob6




Escopo de for- )
necimento

Interface do robo

(2) Chicote de cabo para a conexao
com a fonte de solda

(3) Manual de instrugoes (nao ilust-
rado)
14
2) &5
[
o

Condig¢6es ambi-

|
ontais /\ CUIDADO!

Perigo devido a condigbes ambientais inapropriadas.

Graves danos nos dispositivos podem ser provocados.

» Armazenar e operar o dispositivo apenas nas condigdes ambientais indicadas a
seqguir.

Faixa de temperatura do ar ambiente:
- naoperagdo: 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 pd, acidos, gases ou substancias corrosivas etc.

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

Armazenar/operar o aparelho protegido de danos mecénicos.

Determinagoes A interface deve ser instalada sobre um trilho de cobertura em um quadro de comando
da instalagao de maquinas ou do robd.

Seguranca /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 s6 podem ser realizados
por pessoal especializado e treinado.

» Este documento deve ser lido e entendido.

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




Elementos de comando, conexoes e indicacoes

Elementos de
controle e
conexoes

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

516 [718] [6]718[o10]

—]
(®) (4

() (1|)

(1)

Conector X1

(2)

Conector X2

O conector disponibiliza uma tenséo de + 24 V, com a qual as saidas digitais da
interface podem ser alimentadas.

Para mais informagbes sobre o fornecimento de tensao das saidas digitais, con-
sulte Alimentacao elétrica das saidas digitais na pagina 58.

©)

Conector X3

(4)

Conector X4

()

Conector X5

(6)

Conector X6

(7)

Conector X8
para alimentagdo da conexdo SpeedNet

(8)

Jumper
para configurar o modo de operagao - modo padrao/modo OC

(9)

Conexdo SpeedNet
para conexao com a fonte de solda

(10)

Conector X7
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Indicagdes na
interface

50

(1)(2)(3) (4)(5)(8)(7)(8)

HHEHH HHHH HHHHH

Ndmero LED Indicagiao

(1) +24 V acende quando é fornecida a ali-
mentagao +24 V da interface

(2) +15V acende quando é fornecida a ali-
mentacdo +15 V da interface

(3) -15V acende quando é fornecida a ali-
mentagdo -15 V da interface

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

mentagao +3,3 V da interface

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

dependendo da configuragéo no site da
fonte de solda, ocupado com Arc stable
(arco voltaico estavel) ou Touch signal
(sinal Touch). A indicagao depende da
ocupacéo do sinal

Robot ready (rob6 pronto)

acende quando ativo

Error reset (redefinir erro)

acende quando ativo

Welding start (soldagem
ligada)

acende quando ativo

Power source ready (fonte de
alimentagao pronta)

acende quando ativo




Instalar a interface

NS A eeRet

Perigo devido a corrente elétrica.

Podem ocorrer morte e ferimentos graves.

» Antes de comecar os trabalhos, todos os dispositivos e componentes envolvidos
devem ser desligados e desconectados da rede de energia.

» Todos os dispositivos listados e componentes devem ser protegidos contra religa-
mento.

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

PT-BR

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

Podem ocorrer danos pessoais e materiais graves.

» Sempre use todos os parafusos originais da carcacga.

Instalar interface

Verificar a posigéo do jumper na inter-
face - modo padrao / modo OC

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

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

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

[6] Conectar o chicote de cabo (1) no
cabo de conexdo SpeedNet da fonte
de solda

Conectar o cabo de conexdo Speed-
Net na conexado SpeedNet na parte de
tras da fonte de solda
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Sinal de entrada digital - sinal do robo para a fonte

de solda

Informacgoes
gerais

Caracteristicas

Sinais
disponiveis

52

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

AVISO!

No modo Open Collector, todos os sinais estado invertidos (I6gica invertida).

Nivel do sinal:
- Baixo(0)=0-25V
- 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 number

(numero da curva sinérgica/numero do servigo) sdo descritos a seguir.

As descrigdes dos sinais restantes podem ser encontradas no documento ,Descri¢cdo

dos sinais da interface TPS/i“.

Designagao do sinal Ocupagao Cabeamento Cabeamento
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 0V = ativo

(robd pronto)

Gas on Conector X1/7 24 V = ativo 0V = ativo

(gas ligado)

Wire forward Conector X1/11 24V = ativo 0V =ativo

(avango do arame)

Wire backward Conector X6/6 24V = ativo 0V = ativo

(retorno do arame)

Torch blow out Conector X6/5 24 'V = ativo 0V = ativo

(purgar tocha de solda)

Touch sensing Conector X4/7 24V = ativo 0V =ativo

(Touchsensing)

Teach mode Conector X4/6 24V = ativo 0V = ativo

(modo de ensino)

Welding simulation Conector X6/2 24V = ativo 0V =ativo

(simulagéo de soldagem)

Error reset Conector X4/5 24V = ativo 0V =ativo

(confirmar erro)




Working mode
(modo de tra-
balho)

Welding charac-
teristic / Job
number (niumero
da curva
sinérgica/naumero
do servigo)

Designagao do sinal Ocupagao Cabeamento Cabeamento
do modo padrao do modo OC

Torchbody Xchange Conector X4/3 24V = ativo 0V =ativo

(substituicdo do corpo da

tocha de solda)

WireBrake on Conector X4/4 24V = ativo 0V =ativo

(freio do arame ligado)

Working mode
(modo de trabalho)

consulte a descrigdo a seguir do sinal

Welding characteristic /
Job number

(numero da curva
sinérgica/namero do

servigo)

consulte a descri¢cado a seguir do sinal

PT-BR

Intervalo de valores do modo de trabalho:

Bit 4 Bit 3 Bit 2 Bit 1 Bit 0 | Descrigao
0 0 0 0 0 Selegdo do parametro interno
0 0 0 0 1 Curvas sinérgicas da operacao espec-
ial em 2-tempos
0 0 0 1 0 Modo de trabalho

AVISO!

Os parametros de soldagem sao indicados com valores nominais analdgicos.

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 0) High (Alto) Low (Baixo)
Conector X4/1 (Bit 1) High (Alto) Low (Baixo)
Conector X4/2 (Bit 2) High (Alto) Low (Baixo)
Conector X7/4 (Bit 3) High (Alto) Low (Baixo)
Conector X7/5 (Bit 4) High (Alto) Low (Baixo)

Os sinais Welding characteristic / Job humber (nUmero da curva sinérgica/numero do
servigo) somente estdo disponiveis se, com os Bits 0 - 4 do Working mode (modo de
trabalho) das curvas sinérgicas, tiver sido selecionada a operagao especial em 2-
tempos ou o modo de trabalho. Para mais informacdes sobre os Bits 0 - 4 do Working
mode (modo de trabalho), consulte Working mode (modo de trabalho) na pagina 53.

Com os sinais Welding characteristic / Job number (nimero da curva sinérgica/
nuamero do servigo), sdo acessados os pardmetros de soldagem salvos através do
namero da curva sinérgica/do servigo correspondente.
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Conectores Modo padrao Modo OC Numero Bit
X5/1 24V oV 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 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

AVISO!

No modo Retro Fit, somente estdo disponiveis os nimeros Bit 0 - 7 (conector X5/1
- 8).

Selecionar o niumero da curva sinérgica/nimero do servigo desejado com a codi-
ficagcao de Bit. Por exemplo:

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

- 00000010 = numero da curva sinérgica/namero do servigo 2

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

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

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

Faixa disponivel para numeros de curvas sinérgicas:

- Numero Bit 0-15 = 256 - 65535

- Numero Bit 0-7 (Retro Fit) = 0 - 255. Na utilizagdo do modo Retro Fit, precisam
ser atribuidos os IDs das curvas sinérgicas desejadas para os respectivos
numeros das curvas sinérgicas (1 - 255), caso contrario, ndo é possivel
selecionar a curva sinérgica pela interface - consulte Atribuir/alterar o
numero do programa/nimero da curva caracteristica (modo Refrofit) na pagina
55.

AVISO!

O numero da curva sinérgica/numero do servigo ,,0“ possibilita a selegdo da curva
sinérgical/do servigo no painel de comando da fonte de solda.




Atribuir/alterar o
numero do pro-
grama/numero da
curva carac-
teristica (modo
Refrofit)

Nas fontes de solda da série de equipamentos TPS, o material, o diametro da bobina de
arame e o gas de protegdo podem ser selecionados pelo niumero 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 possibilidade de
atribuir um nimero de programa (1-255) a um numero de curva caracteristica.

Anotar o endereco IP da fonte de solda utilizada:
|I| Conectar a fonte de solda com o computador (por exemplo, com cabo LAN)

o\ 1y ‘ AlMg 5 universal

e e 2step | 11100% Ar @ 12mm
Welding

2.  [2] Nabarra lateral esquerda do painel de
: comando da fonte de solda, selecio-
aa Information Res}ore factory -~ . -~ . «
=5 ‘(\f‘“i LA 2 . nar o botao ,Configuracdes prévias

] website u Mode Setup [3] Na barra lateral direita do painel de
2 )

- W comando da fonte de solda, selecio-
Power source 2 nar o botao ,Sistema“
ma% = . configurations
. b S [4] Selecionar o bot&o ,Informagéo* no
Wire feeder Next page Administration .
painel de comando da fonte de solda

setup %% . [
[

iy Network settings

ax\ 1) ‘ AlMg 5 universal
e, 2sp | 11100%Ar o 1.2mm

SFen souics. Information
licenses
@ Serial number

Image version

B E| Anotar o endereco IP exibido (por
exemplo: 10.5.72.13)

00000001
1.9.0-16501.9508

Acessar o site da fonte de solda no navegador de internet:

Inserir o endereco IP da fonte de solda na barra de pesquisa do navegador da inter-
net e confirmar
- E exibido o site da fonte de solda

Inserir o nome de usuario e a senha

Configuragao de fabrica:

Nome de usuario= admin

Senha = admin

- E exibido o site da fonte de solda

Anotar os IDs das curvas caracteristicas desejadas:
No site da fonte de solda, selecionar a aba ,Visao geral das curvas caracteristicas”
Anotar os IDs das curvas caracteristicas que devem ser selecionadas pela interface

[3] [e] [«]

No site da fonte de solda, selecionar a aba da interface utilizada
Por exemplo: RI 10 PRO/i

No item ,Atribuicdo de curva caracteristica®“, atribuir aos nimeros do programa (=

numeros Bit) necessarios os IDs desejados da curva caracteristica.

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

programa 2 = ID de curva caracteristica 3246, ...

- as curvas caracteristicas atribuidas podem ser acessadas a seguir com o
numero de programa (= numero Bit) através da interface

(=]
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Se todos os IDs de curvas caracteristicas desejadas foram atribuidos, selecionar

LSalvar atribuicao”
- No item ,Numeros de programa atribuidos do ID da curva caracteristica®, sao

exibidos todos os numeros do programa com IDs de curva caracteristica
atribuidos

¥ 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 1D

1 v [ 2566 w 9
2 v [ 2785 m (+]
3 v [ 2765 w

Site da fonte de solda



Sinal de entrada analégica - sinal do rob6 para a
fonte de solda

Informacgoes
gerais

Sinais
disponiveis

As entradas analdgicas do amplificador diferencial na interface garantem um isolamento
galvanico da interface em relagéo as saidas analdgicas do controle do robd. Cada ent-
rada na interface possui um potencial negativo proéprio.

AVISO!

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

PT-BR

As entradas analégicas descritas a seguir ficam ativas a tensdo de 0 - 10 V. Se entradas
analégicas individuais continuarem ndo ocupadas (por exemplo, para Arclength correc-
tion (corregdo do comprimento do arco voltaico)), os valores configurados na fonte de
solda sao aplicados.

As descrigdes dos sinais a seguir podem ser encontradas no documento ,Descri¢do dos
sinais da interface TPS/i".

Designagao do sinal Ocupagao

Wire feed speed command value Conector X1/1=0-10V
(valor nominal do avango de arame) Conector X1/8 = GND
Arclength correction Conector X1/2=0-10V
(valor nominal da corregéo de comprimento de | Conector X1/9 = GND
arco)

Pulse-/ dynamic correction Conector X6/3=0-10V
(valor nominal da corregao de pulso/dinamica) Conector X6/11 = GND
Wire retract correction Conector X3/1=0-10V
(valor nominal da corregao do retorno do Conector X3/8 = GND
arame)
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Sinais de saida digital - Sinais da fonte de solda
para o rob6

Informacgoes
gerais

Alimentacao
elétrica das
saidas digitais

Sinais
disponiveis

58

AVISO!

Se a conexao entre a fonte de solda e a interface é interrompida, todos os sinais
de saida digitais/analdgicos na interface sao ajustados para ,,0“.

/\  PERIGO!

Perigo devido a corrente elétrica.

Podem ocorrer morte e ferimentos graves.

» Antes de comecar os trabalhos, todos os dispositivos e componentes envolvidos
devem ser desligados e desconectados da rede de energia.

» Todos os dispositivos listados e componentes devem ser protegidos contra religa-
mento.

AVISO!

No conector X6/1, é preciso haver uma tensdao 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 tenséao especifica do cliente (0 - 36 V).
- Para o abastecimento das saidas digitais com 24 V, existe a tensdo de saida 24 V
secundaria disponivel na interface.
* Atensao de saida 24 V secundaria é realizada com isolamento galvanico em
relagcdo a conexao SpeedNet. Um circuito de protegéo limita o nivel de tenséo
para 100 V.

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

II' 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:

|I| conectar o cabo da alimentacao elétrica especifica do cliente no conector X6/1

As descrigdes dos sinais a seguir podem ser encontradas no documento ,Descricdo dos
sinais da interface TPS/i“.

Designagao do sinal Ocupagao Cabeamento

Arc stable / Touch signal Conector X1/12 | 24 V = ativo
(arco voltaico estavel/sinal Touch)

Power source ready Conector X1/14 | 24 V = ativo
(fonte de solda pronta)




Designacgao do sinal Ocupacgao Cabeamento
Collisionbox active Conector X1/13 | 24 V = ativo
(CrashBox ativa)

Process active Conector X4/10 | 24 V = ativo
(processo ativo)

Main current signal Conector X4/9 24 V = ativo
(sinal de corrente principal)

Touch signal Conector X3/15 | 24 V = ativo
(sinal Touch)

Current flow Conector X3/16 | 24 V = ativo
(fluxo de corrente)

Torchbody gripped Conector X6/10 | 24 V = ativo

(corpo da tocha de solda aceitado)

59

PT-BR




Sinais de saida analdgicos - Sinais da fonte de
solda ao robd

Informacgoes
gerais

Sinais
disponiveis
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AVISO!

Se a conexao entre a fonte de solda e a interface é interrompida, todos os sinais
de saida digitais/analdgicos na interface sao ajustados para ,,0“.

As saidas analdgicas na interface ficam disponiveis para a configuragdo do robd e para
a indicacao e documentagao de parametros do processo.

As descrigdes dos sinais a seguir podem ser encontradas no documento ,Descri¢do dos

sinais da interface TPS/i“.

Designagao do sinal

Cabeamento

Welding voltage
(tenséo de solda)

Conector X3/4=-0-10V
Conector X3/11 = GND

Welding current
(corrente de soldagem)

Conector X1/3=0-10V
Conector X1/10 = GND

Wire feed speed
(velocidade do arame)

Conector X3/6 =0-10V
Conector X3/13 = GND

Motor current M1
(corrente do motor M1)

Conector X3/7=0-10V
Conector X3/14 = GND

Actual real value for seam tracking
(valor real atual dos rastreamentos de cordéo)

Conector X7/3=-10a +10V
Conector X7/11 = GND




Exemplos de aplicacao

Geral Dependendo da solicitagao na aplicagao do robd, nem todos sinais de entrada e de
saida precisam ser utilizados.
Os sinais que precisam ser utilizados estao identificados a seguir com um asterisco.

14
Exemplo de Robot Power source oQ
aplicagao no PYRY: ~ X1/4 E
modo padrao 2, B X1/12
I~ N
> X1/1
Mo-10V > X1/8
> X1/2
©o-10v xug
[ +24 V—/i/ . X1/5
& «—~X1/14
+24 V. < X6/7
. X6/1
or extern™
& | S+ 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
avancgo do arame) - (entrada analdgica) *

X1/2 = Arclength correction (corre¢cdo do comprimento do arco voltaico)+ (entrada
analégica) *

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

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

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

X6/7 = Tensao de alimentagao para externo *

X6/1 = Tens&o de alimentagéo para saidas digitais *

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

= o sinal precisa ser utilizado
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Exemplo de
aplicagao no
modo OC
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Robot Power source
+OV > X174
& — ~X1/12
I X1/1
Wo-10V > X1/8
> X1/2
@0 -10V > X1/9
. X1/5
ov——"=" »
& «— X114
. X6/1
or extern *
2 X1/13
X1/4 = Welding start (soldagem ligada) (entrada digital) *
X1/12 | = Arc stable / Touch signal (arco voltaico estavel/sinal Touch) (saida digital) *
X1/ = 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 (corre¢do do comprimento do arco voltaico)+ (entrada
analogica) *
X1/9 = Arclength correction (corregdo do comprimento do arco voltaico) - (entrada
analdgica) *
X1/5 = Robot ready (robd pronto) (entrada digital) *
X1/14 | = Power source ready (fonte de alimentagéo pronta) (saida digital)
X6/7 = Tensao de alimentagéo para externo *
X6/1 = Tensdo de alimentagdo para saidas digitais *
X1/13 | = Collisionbox active (CrashBox ativa) (saida digital)
* = o sinal precisa ser utilizado




Visao geral da ocupacao do pino

Visao geral da
ocupagao dos
pinos

Conector X1:
Pino | Tipo de sinal Sinal
1 analog Input (ent- Wire feed speed command value (valor de comando da
rada analdgica) velocidade do avango do arame)
2 analog Input (ent- Arclength correction command value (valor de
rada analdgica) comando da corregéo do comprimento do arco voltaico)
3 analog Output Welding current (corrente de soldagem)
(saida analdgica)
4 digital Input (ent- Welding start (soldagem ligada)
rada digital)
5 digital Input (ent- Robot ready (robd pronto)
rada digital)
6 digital Input (ent- Working mode, BIT 0 (modo de trabalho), BIT 0
rada digital)
7 digital Input (ent- Gas on (gas ligado)
rada digital)
8 analog Input (ent- GND Wire feed speed command value (valor de
rada analdgica) comando da velocidade do avango do arame GND)
9 analog Input (ent- GND Arclength correction command value (valor de
rada analdgica) comando da corre¢do do comprimento do arco voltaico
GND)
10 analog Output GND Welding current (corrente de soldagem GND)
(saida analégica)
11 digital Input (ent- Wire forward (avango do cabo)
rada digital)
12 digital Output Arc stable (arco voltaico estavel) = ocupagéao de fabrica
(saida digital)
Currentflow (fluxo da corrente) = no site da fonte de
solda, o pino também pode ser ocupado opcionalmente
com este sinal
13 digital Output Collisionbox active (CrashBox ativa)
(saida digital)
14 digital Output Power source ready (fonte de alimentagéao pronta)
(saida digital)
Conector X3:
Pino | Tipo de sinal Sinal
1 analog Input (ent- Wire retract correction command value (valor de
rada analdgica) comando da corregao de retragao do cabo)
2 -
3 digital Input (ent- GND for digital Inputs (GND para entradas digitais)
rada digital)
4 analog Output Welding voltage (voltagem de soldagem)
(saida analégica)
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Conector X3:

Pino | Tipo de sinal Sinal
5 -
6 analog Output Wire feed speed (velocidade da alimentagéo do cabo)
(saida analdgica)
7 analog Output Motor current M1 (corrente do motor M1) = ocupagao
(saida analdgica) de fabrica
Motor current M2, M3 (corrente do motor M2, M3) = no
site da fonte de solda, o pino também pode ser ocu-
pado opcionalmente com este sinal
8 analog Input (ent- GND Wire retract correction command value (valor de
rada analdgica) comando da corre¢do do comprimento do arco voltaico
GND)
9 -
10 digital Input (ent- GND for digital Inputs (GND para entradas digitais)
rada digital)
11 analog Output GND Welding voltage (voltagem de soldagem GND)
(saida analégica)
12 -
13 analog Output GND Wire feed speed (velocidade de alimentagao do
(saida analdgica) cabo GND)
14 analog Output GND Motor current M1 (corrente do motor GND M1)
(saida analégica)
15 digital Output Touch signal (sinal Touch)
(saida digital)
16 digital Output Currentflow (fluxo de corrente)
(saida digital)
Robot motion release (langamento de movimento do
robd) = no site da fonte de solda, o pino também pode
ser ocupado opcionalmente com este sinal
Conector X4:
Pino | Tipo de sinal Sinal
1 digital Input (ent- Working mode, Bit 1 (modo de trabalho, Bit 1)
rada digital)
2 digital Input (ent- Working mode, Bit 2 (modo de trabalho, Bit 2)
rada digital)
3 digital Input (ent- Torchbody Xchange (substituicdo do corpo da tocha de
rada digital) solda)
4 digital Input (ent- Wire break on (interrupgao dos cabos)
rada digital)
5 digital Input (ent- Error reset (redefinir erro)
rada digital)
6 digital Input (ent- Teach mode (modo de ensino)
rada digital)
7 digital Input (ent- Touch sensing (Touchsensing)
rada digital)




Conector X4:

Pino | Tipo de sinal Sinal

8 - -

9 digital Output Main current signal (sinal de corrente principal)
(saida digital)

10 digital Output Process active (processo ativo)
(saida digital)

Conector X5:

Pino | Tipo de sinal Sinal

1 digital Input (ent- Welding characteristic- / Job number, Bit 0 (nimero da
rada digital) curva sinérgica/numero do servico, Bit 0)

2 digital Input (ent- Welding characteristic- / Job number, Bit 1 (nUmero da
rada digital) curva sinérgica/numero do servico, Bit 1)

3 digital Input (ent- Welding characteristic- / Job nhumber, Bit 2 (nUmero da
rada digital) curva sinérgica/numero do servico, Bit 2)

4 digital Input (ent- Welding characteristic- / Job number, Bit 3 (nimero da
rada digital) curva sinérgica/numero do servigo, Bit 3)

5 digital Input (ent- Welding characteristic- / Job number, Bit 4 (ndmero da
rada digital) curva sinérgica/numero do servico, Bit 4)

6 digital Input (ent- Welding characteristic- / Job number, Bit 5 (nUmero da
rada digital) curva sinérgica/numero do servico, Bit 5)

7 digital Input (ent- Welding characteristic- / Job number, Bit 6 (ndmero da
rada digital) curva sinérgica/numero do servico, Bit 6)

8 digital Input (ent- Welding characteristic- / Job number, Bit 7 (nUmero da
rada digital) curva sinérgica/numero do servigo, Bit 7)

Conector X6:

Pino | Tipo de sinal Sinal

1 digital Input (ent- Supply Voltage +24 V (tenséo de alimentagao +24 V)
rada digital)

2 digital Input (ent- Welding simulation (simulag&o de soldagem)
rada digital)

3 analog Input (ent- Pulse-/dynamic correction command value (valor de
rada analdgica) comando da corre¢do de pulso/dindmica)

4 digital Input (ent- GND for digital Inputs (GND para entradas digitais)
rada digital)

5 digital Input (ent- Torch blow out (purgar tocha de solda)
rada digital)

6 digital Input (ent- Wire backward (cabo reverso)
rada digital)

7 - -

8 digital Output Supply Voltage +24 V (tensado de alimentagéo +24 V)
(saida digital)

9 - -
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Conector X6:

Pino | Tipo de sinal Sinal
10 digital Output N&o ocupado de fabrica
(saida digital)
Torch body gripped (corpo da tocha preso) = no site da
fonte de solda, o pino também pode ser ocupado opcio-
nalmente com este sinal
11 analog Input (ent- GND Pulse-/dynamic correction command value (valor
rada analdgica) de comando da corregao de pulso/dindmica GND)
Conector X7:
Pino | Tipo de sinal Sinal
1 - -
2 - -
3 analog Output Actual real value for seam tracking (valor real atual dos
(saida analdgica) rastreamentos de cord&o)
4 digital Input (ent- Working mode, Bit 3 (modo de trabalho, Bit 3)
rada digital)
5 digital Input (ent- Working mode, Bit 4 (modo de trabalho, Bit 4)
rada digital)
6 digital Input (ent- Welding characteristic- / Job nhumber, Bit 8 (nUmero da
rada digital) curva sinérgica/numero do servico, Bit 8)
7 digital Input (ent- Welding characteristic- / Job number, Bit 9 (ndmero da
rada digital) curva sinérgica/numero do servico, Bit 9)
8 digital Input (ent- Welding characteristic- / Job number, Bit 10 (numero da
rada digital) curva sinérgica/numero do servico, Bit 10)
9 - -
10 - -
11 analog Output GND Actual real value for seam tracking (valor real
(saida analégica) atual do rastreamento de cordao GND)
12 digital Input (ent- Welding characteristic- / Job number, Bit 11 (nUmero da
rada digital) curva sinérgica/numero do servico, Bit 11)
13 digital Input (ent- Welding characteristic- / Job number, Bit 12 (numero da
rada digital) curva sinérgica/numero do servigo, Bit 12)
14 digital Input (ent- Welding characteristic- / Job number, Bit 13 (numero da
rada digital) curva sinérgica/numero do servico, Bit 13)
15 digital Input (ent- Welding characteristic- / Job number, Bit 14 (numero da
rada digital) curva sinérgica/numero do servico, Bit 14)
16 digital Input (ent- Welding characteristic- / Job number, Bit 15 (himero da
rada digital) curva sinérgica/numero do servico, Bit 15)
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annaparta
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MHTepdenc ocHallleH aHanoroBbiMm 1 LMGPOBLIMM BXo4amMu 1 Bbixogamun. OH MOXeT
paboTtaTb kak B CTaHAApTHOM pexume, Tak 1 B pexume Open Collector («OTKpbITbIN
Konnektop», pexum OC). [ina nepexoda Mexay pexxMMmamMmn NCrnosb3yeTcs
nepeknoyarens.

[ns nogknoyeHns nHTepdgenca K UICTOYHMKY TOKa B KOMMNJSIEKTE NOCTaBMsSeTCs
KabenbHbIV XryT. B gononHeHune k kabenbHOMY XryTy NpegocTaBrisieTcs
coeavHUTENbHbIN kKabenb SpeedNet.

C nomoLLbI0 FOTOBOro KabenbHOro Xryta MHTepdenc nogknovaeTcs K 6roky ynpaeneHus
poboTa.

3aBoackon kabenbHbIV XKryT roTOB K NMOAKMHOYEHUIO M OCHaLWeH pasbemamu Molex co
CTOPOHbI MHTepderica. Co CTOPOHbI poboTa KabernbHbIN XIyT A0MKEH OblTb
MoanduLMpoBaH, YToObl COOTBETCTBOBATb CUCTEME MOAKITHOYEHNS, UCTIONb3YEMON B
6noke ynpasrneHus poborta.

Robot
Control
(1) (2) () ) ()
(1) McTouHuK ToKa ¢ gononHuTenbHbIM pa3beMmom SpeedNet Ha 3agHen
naHenu
(2) CoepuHuTenbHbIN kKabenb SpeedNet
(3) KabGenbHbIN XryT ANA NOAKMNIOYEHUA K UICTOYHUKY TOKa
(4) NHTepdenc
(5) KabenbHbIN XryT Ans nogknoveHUs K 610Ky ynpaBneHus poborta




Komnnekr

(1) MHTepdhenc poborta
nocTaBku

(2) KabenbHbIN XryT gns
NoAKMIYEHUA K UCTOYHUKY TOKa

(3) PykoBoAcTBO No 3akcnnyaTtaumm
(He nokasaHo)

OkpyxatoLiue A

ycnoBms OCTOPOXHO!

OnacHoCTb B CBfI3M C HecobniogeHneM TpeGoBaHUA K OKPYKaIOLMUM YCITIOBUAM.

3T0 MOXET NPUBECTU K CEPLE3HBIM NOBPEXAEHNSIM 060PYAOBaHMS.

» XpaHuTb 1 UCMOSb30BaTb YCTPOUCTBO MOXHO TOMBKO B OMMUCAHHbLIX HUXE
OKpYXXatoLMX YCIOBUSIX:

[rana3oH TemnepaTypbl OKpy>atoLLero Bo3ayxa

- Bo Bpemsa akcnnyataumm: ot 0 °C go +40 °C (o1 32 °F go 104 °F)

- BO BPEMS TPaAHCMOPTUPOBKM U XpaHeHus: oT -25 °C go +55 °C (o1 -13 °F go
131 °F)

OTHOCUTENBbHAsA BNaXHOCTb
- 0o 50 % npn 40 °C (104 °F)
- 0090 % npu 20 °C (68 °F)

Bo3agyx He fomkeH codepkaTb Nbin, KUCINOT, KOPPO3MOHHBIX FA30B U BELLECTB
1 NpoM.

BbicoTa Hag ypoBHem mopsi: go 2000 m (6500 dpyToB).

YCTPONCTBO BO BPEMS XPaHEHUS U aKcnnyaTauumn cnegyet 6epeyb OT MEXaHUYEeCKNX
NOBPEXAEHUN.

MpaBuna UHTepderc Heobxoammo MoHTMpoBaTk Ha DIN-pelike B pacnpegenvtensHOM Lwkady
MOHTaxa annaparta unu poborta.
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Owunb6KM B 06CNyKMBaHNU N HapyLLeHUe YCTaHOBJIEHHOrO NopsAAaKa NpoBeaeHus

paboT MoryT noBneyYb 3a CO60M onacHble NOCNeaACTBUA.

OTO MOXET NPUBECTYU K TSXKENbIM TPaBMaM U NOBPEXAEHMIO UMYLLECTBA.

» Bce paboTbl M hyHKLMK, ONUCAHHbIE B HACTOSLLIEM AOKYMEHTE, AOMKHbI BbIMOMHATH
1 NCNonb3oBaTb KBANNMUULMPOBAHHbIE CNeunanucTbl, NpoLlleaLme Kypc
Hagnexallero obyyeHus.

» BHumaTenbHO 03HAKOMLTECH C STUM OJOKYMEHTOM.

>

BHMMaTenbHO 03HaKOMbTECH C pykoBoACTBaMM NO 3KCrtyataumm BCeEX CUCTEMHbIX
KOMMOHEHTOB, B 0COBEHHOCTM C npasunnamMmum TeEXHUKN ©Ge3onacHOCTH.

OnacHo nepegaBaTb CUrHasibl He3annaHUpPoBaHHbLIM CMOCOOOM.
OTO MOXET MPUBECTM K TSXKEMNbIM TPaBMaM ¥ NOBPEXAEHUIO MMYLLIECTBA.
» He nepenaBaiite aBapuiHble CUrHanbl Yepes UHTepdenc.




AnemMeHTbl ynpaBneHus, pa3beMbl U UHOMKATOPbI

nemMeHTbI

yNpaBnenms u (10) (9) (8) (7) (6)

pasbembl | | |
EECEEILE ﬁ ERLHBHE
Bl716l5 43211 Q STD_oC 6151431201

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

[6]7] 8| 9110 | T EE]EEEEFE!
() (4) (3) (2) (1)
(1) MontocHbIn mocTuk X1
(2) MontocHbIN MOCTUK X2

Ha nomntocHbIi MOCTUK nogaeTcs HanpskeHue + 24 B, koTopoe MoxeT
Mcnonb30BaThCAa A5 nogadv NnuTaHna Ha undpoBble BbIXOAbl MHTepdenca.
Bonee nogpobHyto MHpopMauuo 0 nogade NUTaHUs Ha LMGPOBbLIE BbIXOOb! CM.
B pasgene NMogaya nutaHua gns unudpoBbIX BbIXOAOB Ha CTp. 81.

(3) MontocHbIN MocTUK X3
(4) MontocHbIN MocTUK X4
(5) MontocHbIN MocTUuk X5
(6) MontocHbIN MocTuK X6
(7) MontocHbIN MoCcTUK X8

ANs nogadn nuTaHnsa Ha pasbeM SpeedNet

(8) Mepekntoyatenb
ANS HAaCTPOVKN pexunma paboTbl — cTaHAapPTHbIN pexum / pexxum OC

9) Pa3zbem SpeedNet
ANs NOAKIMIOYEHMS K UCTOYHMKY TOKa

(10) MonrocHbIN MocTUK X7
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HHHH O

4228 B HHH

(1)(2)(3) (4)(3)(6)(7)(8)(9)
O00O0OO0OO0O0O0O0

HHEHH HHHH HHHHH

Howmep CeeToguop OTo6paxaemoe 3Ha4YeHue

(1) +24 B CBETUTCH, €CINN Ha MHTepdec nogaeTcd
nutaxHue +24 B

(2) +15B CBETUTCS, €CNKN Ha MHTepdenc nogaeTc
nutaHue +15 B

(3) -15B CBETUTCS, €Cnn Ha MHTepderic nogaerca
nutaHve -15 B

(4) +3V3 CBETUTCH, eCcnn Ha uHTepdernc nogaerca

nutaHue +3,3 B

Arc stable / Touch signal

HasHauyaeTca napameTtpam Arc stable
(Ayra ctabuneHa) unu Touch signal
(CurHan ceHcopHoro Beoga) B
3aBMCUMOCTU OT HacCTpOWKKn Ha Beb-canTe
NCTOYHMKa ToKa. MIHankaums 3aBucuT OT
Ha3HaveHus curHana

Robot ready

HauynHaeT cBeTuTbLCSA, Koraa yHKUmMS
aKTMBHa

Error reset

HaunHaeT cBeTUTbC, Koraa dyHKUMS
aKTMBHa

Welding start

HaunHaeT cBeTUTbCS, Koraa dyHKUMS
aKTMBHa

Power source ready

HauynHaeT cBeTUTbLCSA, Koraa yHKUmMS
aKTMBHa




MoHTaX coeaMHUTENbHOro afnemMeHTa

Be3onacHocTb

YcTtaHoBKa
MHTepdenca

CyliecTByeT ONacHOCTb yAapa 3/1IeKTPUYEeCKUM TOKOM.

OTO MOXET NPUBECTU K CEPbE3HBIM TPAaBMaM UM CMEPTENbHOMY UCXOAY.

» [lepen Hayanom paboTbl BbIKMOYUTE BCE YCTPONCTBA N KOMMOHEHThI, y4acTByoLLme
B NpoLecce, U OTKMYUTE UX OT IMEKTPOCETY.

» [lpoBepbTe BCe 3a4eNCTBOBaHHbIE YCTPOMCTBA U KOMMOHEHTbI, YTOObI
npeaoTBpaTUTb MX NOBTOPHOE BKIIHOYEHME.

» [locne OTKpbITUSA YCTPOWCTBA, UCMOMb3ys COOTBETCTBYIOLLMIN N3MEPUTENbHbIN
npubop, ydeautechk, 4TO cogepKalime SrneKTpUYecKnii 3apsg KOMMOHEHTbI
(Hanpumep, KOHOEHCATOPbI) paspsXKEHbI.

OnacHOCTb NopaXeHUs ANEeKTPUYECKUM TOKOM M3-3a HEMpPaBUIbHOIo

NOJKNIOYEHNS 3aLMTHOrO COeAUHEHUSA C 3a3eMIIEHUEM.

OTO MOXET MPUBECTU K TSHKENbIM TPABMaM U NMOBPEXAEHUIO UMYLLECTBA.

» Bceraa ucnonb3yinte opuriHanbHble BUHTbI KOpryca B TOM KONMYECTBE, B KOTOPOM
OHM BbINM NOCTaBMNEHbI.
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[2] MposepsTe nonoxexune
nepekrnoyatens Ha nHtepdence —
cTaHaapTHbI pexuM / pexxum OC.

E| MogcoeanHuTe KabenbHbIN XryT (2) K
Gnoky ynpaeneHus pobota.

[4] MoacoeanHuTe kabenbHbIA XryT (2) K
MHTepdency, kak NokasaHo Ha
pVICYHKe.

MoacoeanHnTe KabenbHbIA XryT (1) K
MHTEePENCY, Kak NokasaHo Ha
PUCYHKE.

[6] MoacoeamHuTe kabenbHbIA XryT (1) K
coeanHuTensHoMy kabento SpeedNet,
NOAKMOYAEMOMY K UCTOYHMKY TOKa.

MNopkntounTe coegnHUTENbHbIN
kabenb SpeedNet k
COOTBETCTBYIOLLEMY pa3beMy Ha
3aHeNn naHenn UCTOYHMKA ToKa.



LHudpoBble BxoaHble CUTHaNbl — CUrHanbl,
nepenaBaeMble OT pOO60OTa K MCTOYHUKY TOKaA.

MoocoeanHeHne LUMMPOBLIX BXOAHbLIX CUrHAMNoB:
- B CTaHgapTHOM pexume K 24 B (Bbicokui);
- B pexume Open Collector k 3a3eMneHnIo (HU3KUN).

YKA3AHUE!

O6Lwure cBegeHun

B pexume Open Collector Bce curHanbl MHBEPTUPYHOTCA (MHBEPTUPOBaHHas

noruka).

MapameTpsbl YpoBeHb curHana:

- Huskun (0) = 0-2,5 B;

- Bblcokui (1) = 18-30 B.

OnopHbI noTeHuman: 3asemneHune = X2/2, X3/3, X3/10, X6/4
[ocTtynHble Hwxe onucaHbl curHansl ansa pexuma Working mode (Pexum pabotsl) u Welding cha-
CUrHanbl racteristic / Job number (Homep cBapoyHOI xapakTepucTuku / 3agaHus).

OnucaHune ocTanbHbIX CUrHaNoOB MOXHO HanTK B AokyMeHTe « TPS/i interface signal

descriptions» (OnucaHue curHanos nHTepdenca).

(Havano csapku)

MoOCTUK X1/4

O6o03Ha4yeHne curHana KoHTakT KoHTyp TOKa KoHTyp TOKa
npu CTaHQAPTHOM pexuma OC

pexume
Welding start MontocHbIN 24 B = aKTUBH. 0 B = aKTuBH.

Robot ready
(PoboT roTtoB)

[NontocHbIN
MoCTUK X1/5

24 B = aKTuBH.

0 B = akTtuBH.

Gas on
(a3 Bkn.)

[NontocHbIN
MocTuk X1/7

24 B = aKTuBH.

0 B = aktuBH.

Wire forward
(Mpsmasa nogava
NpPOBOOKN)

[MNontocHbIN
MocTuk X1/11

24 B = aKTUBH.

0 B = akTtuBH.

Wire backward
(ObpaTHas nogava
NPOBOJSIOKK)

[NontocHbIN
MOCTUK X6/6

24 B = aKTuBH.

0 B = aktuBH.

Torch blow out
(FaweHwne ropernkun)

[NontocHbIN
MOCTUK X6/5

24 B = aKTuBH.

0 B = aktuBH.

Touch sensing
(TouchSensing)

[NontocHbIN
MOCTUK X4/7

24 B = aKTUBH.

0 B = akTuBH.

Teach mode
(Pexvm oby4yeHus)

[NontocHbIN
MOCTUK X4/6

24 B = aKTuBH.

0 B = aktuBH.

Welding simulation
(MogenupoBaHue CBapkm)

[NontocHbIN
MOCTUK X6/2

24 B = aKTuBH.

0 B = aktuBH.
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O6o03Ha4yeHue curHana KoHTakT KoHTyp Toka KoHTyp TOKa

npu cTaHAapTHOM pexuma OC
pexume

Error reset MontocHbIN 24 B = aKTuBH. 0 B = aKTuBH.

(Cbpoc owmnbkn) MOCTUK X4/5

Torchbody Xchange MontocHbIN 24 B = aKTUBH. 0 B = aKTuBH.

(CmeHa kopnyca roperku) MOCTUK X4/3

WireBrake on MontocHbIN 24 B = aKTUBH. 0 B = aKTUBH.

(TopMO3 NpOBONOKK BKI1.) MOCTUK X4/4

Working mode

CM. OnucaHue CUrHarmnoB HxXe
(Pexxum paboTbl)

Welding characteristic /
Job number

(Homep capouHon CM. OnMcCaHne CUrHanoB HUXe
XapakTepucTuku /
3agaHus)
Working mode Onana3oH pexuma paboTbi:
(Pexxum paboTbl)
Bbutr4 | but3 | but2 | but1 | but 0 | OnucaHue
0 0 0 0 0 BbIOOp BHYTPEHHMX NapaMeTpoB
0 0 0 0 1 XapaKTepucTuKu cneumanbHoro 2-
TaKTHOIO pexnma
0 0 0 1 0 Pexxum 3agaHus

YKA3AHMUE!

I'Iapameprl CBapkKu yKa3biBakOTCA C Mcnosfib3oBaHMeM aHanoroBbixX 3agaHHbIX

3HA4YeHUMN.
YpoBeHb curHana, ecnm yctaHoBneHbl 6ut 0 — 6uT 4
YpoBeHb curHana B YpoBeHb curHana B
CTaHA4APTHOM peXxume pexume OC
IMontocHbI MOCTUK Bbicokun Husknn
X1/6 (6uTt 0)
[NontoCHbIN MOCTUK Bbicokun Husknn
X4/1 (6ut 1)
[NontoCHbIN MOCTUK Bbicokun Hwusknn
X4/2 (but 2)
IMontocHbIA MOCTUK Bbicokun Husknn
X7/4 (6ut 3)
[NontoCcHbIN MOCTUK Bbicokun Husknn
X7/5 (6uT 4)
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Welding charac-
teristic / Job
number (Homep
CBapoO4YHOM
XapaKTepucTukm /
3apaHus)

CwurHanbl Welding characteristic / Job number (Homep cBapo4Hon xapakTepucTmku /
3afaHus) gocTynHbl, ecnu B pexxume Working mode (Pexnm pabotbl, 6utbl 0—4)
BblbpaHa XxapaKTepuCTUKa CNeunanbHOro 2-TakTHOMo pPeXxmnMa Unm pexmma 3agaHus.
[ononHuTtenbHble cBeaeHus o pexnme Working mode (Pexxum pabotbl, 6uTt 0 — 6uT 4)
cm. Working mode (Pexxum paboThbl) Ha cTpaHuue 76.

Mpwn nomowwm curHana Welding characteristic / Job number (Homep cBapoyHom
XapaKTepucTuku / 3agaHnst) COXpaHeHHbIe MapamMeTpbl CBAPKN MOXHO Bbi3BaTb, yKa3aB
HOMep COOTBETCTBYIOLLErO 3adaHus.

MontocHbIN CTaHOapTHbIN PeXUm Pexxum OC Paspspg

MOCTMK
X5/1 24 B 0B 0
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
X7/14 24 B 0B 13
X7/15 24 B 0B 14
X7/16 24 B 0B 15

YKA3AHMUE!

B pexxume «Retro Fit» aocTynHbI ToNbKo pa3psaabl 0—7 (NontocHbIM MOCTUK X5/1-
8).

HyxHasa xapakTtepuctuka / Homep 3agaHuUA BbIOUpaeTcA NpyM NOMOLLU GUTOBOWM
koaupoBku. Hanpumep:

- 00000001 = xapaktepucTtumka / 3agaHune Ne 1

- 00000010 = xapaktepucTtumka / 3agaHune Ne 2

- 00000011 = xapakTepuctuka / 3agaHue Ne 3

- 10010011 = xapakTtepucTtuka / 3agaHune Ne 147
- 11111111 = xapaktepucTtuka / 3agaHme Ne 255
JocTynHbIM guana3oH HOMepPOB 3afaHUM:

- paspsagpl 0-15 = 0-1000;
- paspsagpl 0-7 (Retro Fit) = 0-255.
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HasHaueHune /
U3MeHeHue
Homepa
nporpammbl /
HOoMep
XapaKTepPUCTUKMN
(pexum Retro Fit)

78

[docTynHbIN guana3oH HOMepPOB XapaKTePUCTUK:

- paspsagpl 0-15 = 256-65535;

- paspsagbl 0-7 (Retro Fit) = 0-255. B pexume «Retro Fit» naeHtudpumkaropam
HYHbIX XapaKTepPUCTUK OOMKHbI ObITb NPUCBOEHbLI HoMmepa (1-255). UHaue
HEeBO3MOXHO OyAeT BbIGpaTb XapaKTepMCTUKY Npu nomolumn nHtepdenca. Cm.
pasgen HasHayeHue /| "ameHeHne HoMepa nporpamMmmbl / Homep
xapaktepuctukm (pexumm Retro Fit) Ha cTpaHuue 78.

YKA3AHMUE!

Xapaktepuctuky/sagaHue Ne 0 MoXXHO BbIGpaTb Ha NaHenu ynpaBreHUst UICTOYHMKA
TOKa.

Ha nctouHnkax Toka cepum TPS napameTpbl MeTanna, agnaMmeTpa npoBOSIOKU U
3aLLMTHOIO ra3a BbI3bIBAHOTCS C MOMOLLbIO HOMEepa nporpamMmmbl. [ns aToro
yCTaHaBNMBAETCS WMPUHA B 8 pa3pagos.

Ons aktnBaumm 8-paspsagHoro curHana B pexume Retro Fit Homep nporpammbl (1-255)
MOXHO NMPUCBONTb HOMEPY XapaKTEPUCTUKN.

Mony4yeHue cBegeHun o6 IP-agpece NCTOYHMKA TOKa

|I| MogkntounTe NCTOYHMK TOKa K KOMMbIOTEPY (Hanpumep, npu noMmoLum kabens
rnoKarnbHON ceTn).

ax\ 1) ‘AIMgS universal

oo 2step | 11100%Ar @ 1.2mm

2. [2] Haxmute kHonky «Defaults» (o

I : YMOIN4aHUIo) CrieBa Ha fneHTe naHenu
N Information Res}ore factory
= ‘(\r“*i vz ) . ynpaeBneHnsa NCToOYHMKa Toka.
] website u Mode Setup [3] Haxmure kHomnky «System»
[ e 5 (Cuctema) cnpaBa Ha NneHTe naHenu
R ovvork setings | Power source i yNpaBreHnst UCTOYHMKA TOKa.
= T @ wl) .
o . HaxmuTte kHonky «Information»
setup e (CBepneHwns) Ha NaHenu ynpasrneHns
X WCTOYHMKA TOKa.
[

T 1Y | S iz,  [5] 3anomHuTe oToBpaxaembiit IP-agpec

';fvfmlationb —— (npumep: 10.5.72.13)

Image version 1.9.0-16501.9508

JocTtyn K Be6-CcTpaH1Le MICTOYHMKA TOKa NpU NOMOLLM MHTEepPHeT-Opay3epa

|E| Beegute IP-agpec nctodHmka Toka B MOMCKOBYH CTPOKY MHTepHeT-6pay3epa u
HaxxmuTe BBOL.
- OTkpoetcs Beb-CTpaHuLa UCTOYHMKA TOKa.

Beeaute ums nonb3osarens 1 napornb

3aBofckue HaCTPOWVIKM:

Mmsa nonb3oBatens — admin

Maponb — admin

- OTkpoetcs Beb-CTpaHMLa UCTOYHMKA TOKa.



Mony4eHune cBegeHUI 06 aeHTUdUKATOPaAX HYXKHbIX XapaKTepUCTHK

(o]
[1]

Boibepute Bknagky «Synergic lines overview» (O630p cuHepreTu4ecknx nmHUM) Ha
BeO-CTpaHULEe NCTOYHUKA TOKA.

3anomHnTe naeHTUMKaToOpbl XapakTEPUCTMK, KOTOPbIE MOXHO BbIOpaTh Npu
nomMoLLn nHTepdenca.

BbibepuTe BkNagky nHtepdgenca Ha Beb-canTe NCTOYHMKA TOKa.
Hanpumep: RI 10 PRO/i

B pasgene «Synergic line assignment» (HazHayeHne cuHepreTu4eckmx nNnHuin)

NpUCBOWNTE MAEHTUMUKATOPAM HY>KHbIX XapakTepUCTUK COOTBETCTBYHOLLME HOMEpPa

nporpamm (= ABOMYHbIE YMcna).

Hanpumep: nporpamma Ne 1 = ngeHtudukaTop xapakrepuctuku 2501, nporpamma

Ne 2 = ngeHTncmkatop xapaktepucTnku 3246 n 7. n.

- Tenepb COOTBETCTBYIOLLYIO XapaKTEPUCTUKY MOXHO Bbl3BaTb NOCPEeaCTBOM
uHTepdenca, ncnonbays BolbpaHHbIM HOMEP NporpamMMmbl (= 4BOMYHOE YMCHO).

Koraa BceM ngeHTndumkaTopam Hy>KHbIX XapakTepucTuk 6yayT NprcBoeHbl HOMepa,

BblGepuTe «Save assignment» (CoxpaHuUTb Ha3Ha4YeHue).

- B pasgene «Actual assigned program numbers to synergic lines» (®aktudecku
nporpamMmHble HOMepa, Ha3HaYeHHble CUHEPTETUYECKUM NIMHUSIM)
oTobpakaloTcst Bce HoMepa nNporpamMm, MPUCBOEHHbIE MAEeHTUMKaTopam
XapaKTepUCTuK.

¥ 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

Beb6-calim ucmoyHuka moka

e
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AHanoroBble BXOAHbIe CUTHalbl — CUrHanbl,
nepeaaBaeMble OT po60Ta K MCTOYHUKY TOKa

O6Lwune cBegeHus

[docTtynHble
CUrHanbl
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Bxogbl aHanorosoro gudpdepeHumansHOro yeunutens Ha uHtepdgence obecneumsarot
€ro aneKTPUYECKYIo U30MALUI0 OT aHanoroBblX BbIXOA0B Ha Gnoke ynpasneHusa pobora.
Kaxgbin Bxog nHTepdgenca obnagaet cobCTBEHHbIM OTpULATENbHBLIM NOTEHLNANOM.

YKA3AHUE!

Ecnu B Gnoke ynpaBneHus po6oTta MCNosnb3yeTcs TOJNIbKO 00U KOHTAKT
3a3eMIIeHUA AN CBOUX aHanoroBbIX BbIXOAHbLIX CUrHANoB, TO oTpuuaTtenbHble
noTeHuuans.l, T. €. BXoAbl Ha UHTepdence, AOMKHbI ObITb CBA3aHbI MeXAY COOON.

AHanoroBble BXOAbl, ONUCAHHbIE HUXKE, aKTUBHbI MPU 3HAYeHUsAX HanpsikeHnsa ot 0 oo
10 B. Ecnu oTaenbHble aHanoroeble BXOAbl HE Ha3HaveHb! (Hanpumep, ansa Arclength
correction), MCNonb3ytoTca 3Ha4YEeHUs, 3aaHHble Ha NCTOYHUKE TOKa.

OnuncaHne nepeyncrieHHbIX HXKe CUrHanoB MOXHO HaruTu B AokymeHTe « TPS/i interface
signal descriptions» (OnucaHne curHanoB uHTepdenca).

O6o03Ha4yeHne curHana KoHTakT

Wire feed speed command value nontcHbI MocTuk X1/1 = 0-10 B
(8apgaHHOEe 3Ha4YeHMe CKOPOCTM nogayu nontocHbI MocTuk X1/8 = GND
NpPOBOIOKN)

Arclength correction NOMCHbIM MOCTMK X1/2 = 0-10 B
(8agaHHOe 3HayYeHVe KoppeKLMN ONHBI NonCHbIN MOocTUK X1/9 = GND
CBapo4HON Oyr)

Pulse-/ dynamic correction NOSCHBIV MOCTUK X6/3 = 0—10 B
(8apaHHOEe 3Ha4eHne KoppeKLmm nmnynsca/ MOMCHbIM MOCTUK X6/11 = GND
ONHaMU1KN)

Wire retract correction nontcHbIM MocTuk X3/1 = 0-10 B
(8apaHHOe 3HayeHue KoppeKkLmmn obpaTHOro nontcHbI mocTuk X3/8 = GND

XofAa NpOBOSIOKM)




LUudpoBble BbIXoAHblIe CUrHaNIbl — CUrHanbl,
nepenaBaeMble OT UICTOYHMKA TOKa K poOOoTy

O6wue ceeneHus YKA3AHUE!

Mpw npepbiBaHUN COeANHEHNA MEXAY UCTOYHUKOM TOKa U MHTepdencom Bcem
I.l,l/l(prBblM U aHanoroBbiM BbIXOAHbLIM CUrHaNnam Ha coeguHUTesIbHOM JJfieMeHTe
npucBauBaeTcs 3Ha4YeHue «0».

Mopaya nutaHusa
ansa uncdpoBbIx

BbIX0A0B CyuwecTByeT onacHOCTb yaapa 3M1eKTPUYECKMM TOKOM.
3TO MOXET NPUBECTM K CePbe3HbIM TpaBMaM U CMepTerbHOMY UCXOAY.
» [epen Hayanom paboTbl BLIKMOYMTE BCE YCTPOMCTBA M KOMIMOHEHTLI, y4acTByoLNe
B NPOLIECCe, W OTKIIOYNTE MUX OT 3NEKTPOCETH.
» [poBepsTe BCe 3a4eCTBOBAHHBIE YCTPOMCTBA U KOMMOHEHTbI, YTOGI
NpeaoTBPaTUTL MX NOBTOPHOE BKITHOHYEHME.

YKA3AHMUE!

Onsa nogaym nuTaHus Ha LM pPoBbIE BbIXOAbl Ha NOMKCHbIA MOCTUK X6/1 fOMKHO
noAaBaTbCA HanpsXXeHune, KoTopoe He npesbiwaeTt 36 B.

/\  OMNACHOCTb!

- [lMuTaHue Ha uMdpoBble BbIXoAbl NPY HEOBXOAMMOCTN MOXET NogaBaTbCs C
HanpshkeHunem 24 B oT nHTepderica unm ¢ HanpshkeHueMm, onpeaerneHHbIM
3akas4ukom (0-36 B).

- [nsa nogayu nuTaHus Ha LMdpoBble BbIXodbl C HanpsxeHnem 24 B Ha nHtepdeice
NPUCYTCTBYET BbIXOAHOE HanpsiXxeHne BTOPU4HON Lenn 24 B.

*  BbixogHoe HanpsikeHne BTOpMYHON Lenu 24 B anekTpuyeckn n3onuposaHo oT
pasbema SpeedNet. Cxema 3alnTbl OrpaHUYMBAET HaNPsSXXeHNe 3HavYeHneM
100 B.

[ns nogayn Ha undpoBble BbIXOALI HanpsbkeHns 24 B oT nHTepdeica BbINONHUTE
ONMCaHHbIE HUXKE AENCTBUS.

II' PacnonoxuTe nepekntoyaTens Mexay NomtoCcHbIMU MOCTUKaMu X6/1 n X6/7.

[ns nogaun Ha LI,VI(prBbIe BbIXOA4bl HANpsAXeHud, onpegeneHHoro 3aka34mkom,
BbIMOMHNTE OMUCAaHHbIE HUXE AENCTBUS.

|I| MoacoeonHUTe NpefocTaBeHHbIN 3aKka3ynkom kabenb nogaym NUTaHKs K
NMOSIFOCHOMY MOCTUKY X6/1.

JocTynHble OnurcaHne NepeuncrieHHbIX HUXKEe CUrHaNoB MOXXHO HalTK B AokymeHTe « TPS/i interface
CUrHanbl signal descriptions» (OnucaHne curHanoB uHTepdenca).
O603Ha4YyeHue curHana KoHTtakT KoHTyp TOKa
Arc stable / Touch signal MontocHbIN 24 B = aKTUBH.
(CtabunbHas gyra / curHan kacaHus) MocTuhK X1/12
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O6o03Ha4yeHMe curHana

KoHTakT

KoHTyp TOKa

Power source ready
(McTOoYHMK TOKa roToB)

[NontocHbIN
MocTuk X1/14

24 B = aKTuBH.

Collisionbox active
(6nok CrashBox akTuBeH)

[NontocHbIN
MocTuK X1/13

24 B = aKTUBH.

Process active MontoCHbIN 24 B = aKTUBH.
(Mpouecc akTuBeH) MocTuk X4/10
Main current signal MontocHbIN 24 B = aKTuBH.

(CurHan ocHoBHOro Toka)

MOCTUK X4/9

Touch signal MontocHbIN 24 B = aKTUBH.
(CurHan ceHcopHoro BBoAa) MOCTUK X3/15
Current flow MontoCHbIN 24 B = aKTUBH.
(MpoTekaHue TOKA) MOCTUK X3/16
Torchbody gripped MontocHbIN 24 B = aKTuBH.
(Kopniyc ropenku yaepxunBaertcs) MocTuhK X6/10




AHanoroBble BbIXOAHbIe CUrHanbl — CUTHanbI,
nepenaBaeMble OT UICTOYHMKA TOKa K poboTy

O6Lwure cBegeHus

[docTtynHble
CUrHanbl

YKA3AHUE!

Mpwu npepbiBaHUM coeaMHEHNUA MeXAYy UCTOYHUKOM TOKa U UHTepdeicoMm BceM
LMPPOBBLIM U aHANOFOBbIM BbIXOAHbLIM CUTHanam Ha CoeAUHUTENILHOM 3fieMeHTe

npucBauBaeTcs 3Ha4YeHue «0».

AHanoroBble BbIXoAbl Ha MHTep(beﬁce MCNonb3yKTCA ONnA HaCTpOIZKM p060Ta, a TakKxe
0To6pa>Keva 1N OOKYMEeHTUPOBaHUA nNapamMeTpoB npouecca.

OnuncaHne nepeyncrieHHbIX HXKe CUrHanoB MOXHO HaruTu B AokymeHTe « TPS/i interface
signal descriptions» (OnucaHne curHanoB uHTepdenca).

O6o3Ha4yeHMe curHana

KoHTyp TOKa

Welding voltage
(CBapoyHoe HanpsixeHue)

NMOMOCHbIN MOCTUK X3/4 = -0—
10 B
nontocHbIn mocTuk X3/11 = GND

Welding current
(CBapoyHbIl TOK)

NonoCcHbIN MocTuk X1/3 =0-10 B
nontocHbI MocTuK X1/10 = GND

Wire feed speed
(CkopocTb nogayn NpPoBOIOKN)

NOntoCHbIN MocTUK X3/6 = 0-10 B
nontocHbIN MocTuK X3/13 = GND

Motor current M1
(Tok moTopa M1)

nontocHbIN MocTuk X3/7 = 0-10 B
nontocHbIn MocTuk X3/14 = GND

Actual real value for seam tracking
(PakTnyeckoe peanbHoe 3HaYeHWe Ans
OTCNeXvBaHuS LUBA)

NOMOCHbIN MOCTUK X7/3 = -10...
+10B
NontocHbIN MocTuK X7/11 = GND
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NMpumepbl npumMmeHeHUA

O6wume cBegeHus

Mpumep
NpUMeHeHus
CTaHAapTHOro
pexuma
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B 3aBucuMmocTu oT TpeboBaHuii, KOTOPbIM AOMKHA COOTBETCTBOBATL po60TM3NpPOBaHHas

cuctema, He BCe BXOOHbIE U BbIXOAHbIE CUrHanbl HEOBXOAMMO NCMONb30BaThb.
CwurHanbl, MCMonb30BaHME KOTOPbIX SIBNSAETCA 0b6sa3aTenbHbIM, 0603Ha4YeHbl HUXE
3BE3J04KON.

Robot Power source
+24V p—— X1/
b < X1/12
J_'\l )l
> X1/1
©o-10v > X1/8
> X1/2
©o-10v xug
oay—t XI5
& «— X114
+24 < X6/7
. X6/1
or extern™
& ~_X1/13

X1/4 = Welding start (uncpposon Bxog) *

X1/12 | = Arc stable / Touch signal (undpposoi Beixon) *

X1 = Wire feed speed command value + (aHanorosbi Bxoa) *
X1/8 = Wire feed speed command value - (aHanoroBbIv Bxog) *
X1/2 = Arclength correction + (aHanoroBbii Bxog) *

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

X1/5 = Robot ready (undpoBown Bxop) *

X1/14 | = Power source ready (undpoBoin Bbixop)

X6/7 = HanpsbkeHune nuTaHusa ansi BHELWHMX notpebutenen *
X6/1 = HanpspkeHue nutaHus ons umdpoBbIX BbIXOAOB *

X1/13 | = Collisionbox active (undposon Bbixoa)

* = obsazaTenbHbIN curHan




Mpumep
NpUMeHeHus
pexuma OC

Robot Power source
+OV > X174
& — X112
. X1/1
Mo-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 (umdpposon Bxoa) *
X1/12 | = Arc stable / Touch signal (uncpposon Beixog) *
X1/1 = Wire feed speed command value + (aHanorosbii Bxog) *
X1/8 = Wire feed speed command value - (aHanoroBsbli Bxoa) *
X1/2 = Arclength correction + (aHanoroBbiv Bxog) *
X1/9 = Arclength correction - (aHanoroBbI Bxog) *
X1/5 = Robot ready (uudpposon Bxon) *
X1/14 | = Power source ready (undpoBoii BbIXOA)
X6/7 = HanpspkeHne nutaHusa ans BHeLWwHuX notpebutenen *
X6/1 = HanpspkeHue nutaHusa ans unudpoBbIX BbIXOAOB *
X1/13 | = Collisionbox active (undpoBow BbIxoq)
* = obsazaTenbHbIN curHan
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ﬂepequb Ha3HA4YeHUNA KOHTaKTOB

MepeyeHb
Ha3Ha4vyeHus
KOHTaKTOB
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MontocHbIN MOoCcTUK X1:

KoHta | Tun curHana Curnan

KT

1 analog Input 3apaHHOoe 3HayYeHne CKOPOCTM MoAaYM NPOBOIOKU

2 analog Input Arclength correction 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 Wire feed speed command value

9 analog Input GND Arclength correction command value

10 analog Output GND Welding current

11 digital Input Wire forward

12 digital Output Arc stable = HasHauyeHWe 3aBOACKMX HACTpoekK
Currentflow = aTomMy curHany Takke MOXHO Ha3HauYnUTb
KOHTaKT Ha Beb-caiiTe NCTOYHMKA ToKa

13 digital Output Collisionbox active

14 digital Output Power source ready

MonocHbIM MOCTUK X3:

KoHTta | Tun curHana CurHan

KT

1 analog Input Wire retract correction command value

2 -

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 = HasHa4yeHMe 3aBOLCKNX HACTPOEK
Motor current M2, M3 = aTOMy curHany Takke MOXHO
Ha3HauYMTb KOHTAaKT Ha BeD-canTe NCTOYHMKA ToKa

8 analog Input GND Wire retract correction command value

9 -

10 digital Input GND for digital Inputs

11 analog Output GND Welding voltage

12 -

13 analog Output GND Wire feed speed




MontocHbIN MOCTUK X3:

KoHTta | Tun curHana CwurHan

KT

14 analog Output GND Motor current M1
15 digital Output Touch signal

16 digital Output Currentflow

Robot motion release = aToMy curHany Takke MOXHO
Ha3Ha4YUTb KOHTAKT Ha BeD-canTe UCTOYHMKA ToKa

MonocHbIN MOCTUK X4:

KoHTta | Tun curHana CurHan

KT

1 digital Input Working mode, Bit 1
2 digital Input Working mode, Bit 2
3 digital Input Torchbody Xchange
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

MontocHbIM MOCTUK X5:

KoHTa | Tun curHana CurHan

KT

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

MonocHbIn MOocTUK X6:

KoHta | Tun curHana CurHan

KT

1 digital Input Supply Voltage +24 V

2 digital Input Welding simulation

3 analog Input Pulse-/dynamic correction command value
4 digital Input GND for digital Inputs
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MontocHbIN MOCcTUK X6:

KoHta | Tun curHana Curnan

KT

5 digital Input Torch blow out

6 digital Input Wire backward

7 - -

8 digital Output Supply Voltage +24 V

9 - -

10 digital Output He HasHauaeTcq Ha 3aBofe
Torch body gripped = aToMy curHany Takxe MOXHO
Ha3HauMTb KOHTAaKT Ha Beb-canTe NCTOYHKKA ToKa

11 analog Input GND Pulse-/dynamic correction command value

MonocHbIN MOCTUK X7:

KoHTta | Tun curHana CurHan

KT

1 - -

2 - -

3 analog Output Actual real value for seam tracking

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 Actual real value for seam tracking

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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Genel bilgi

Cihaz konsepti

Teslimat kapsami

90

Araylz, analog ve dijital giris ve ¢ikiglara sahiptir ve hem standart modda hem de agik
kolektdér modunda (OC-Modus) calistirilabilir. Modlar arasinda gecis, Jumper ile
gergeklestirilir.

Araylzun gug kaynagiyla baglantisi i¢in, arayuzle birlikte bir kablo agaci teslim edilir.
Kablo agacinin uzatma kablosu olarak, bir SpeedNet baglanti kablosu mevcuttur.
Araylzun robot kumandasiyla baglantisi igin hazir bir kablo agaci kullanilir.

Kablo agacinin arayuz tarafi Molex fisleriyle baglantiya hazir sekilde diizenlenmistir.
Kablo agacinin robot tarafi, robot kumandasinin baglanti teknigiyle uyumlu hale getiril-
melidir.

Robot
Control

(1) (2) 3) ) ()

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

(2) SpeedNet baglanti kablosu

(3) Giug¢ kaynagina baglanti i¢in kablo agaci

(4) Arayiiz

(5) Robot kumandasiyla baglanti igin kablo agaci

(1) Robot arayiizii

(2) Gii¢ kaynagina baglanti igin
kablo agaci

(3) Kullanim kilavuzu (resimsiz)




Ortam kosullari

Kurulum kararlani

Giivenlik

/\  DIKKAT!

izin verilmeyen gevre kosullan sebebiyle tehlike.

Agir cihaz hasarlarl meydana gelebilir.

» Cihazi sadece asagida agiklanan gevre kosullarina uygun olarak muhafaza edin ve
calistirin.

Ortam havasi sicaklik araligr:
- igletimesnasinda: 0° Cile+40°C(32°File 104 ° F)
- tasima ve depolama esnasinda: -25 ° Cile +55° C (-13 ° F ile 131 ° F)

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. arindiriimis olmahdir.

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

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

Arayuz, bir DIN rayi Gzerinde bir otomat veya robot kumanda panosuna monte edilmeli-
dir.

/\  TEHLIKE!

Hatal kullanim veya hatali yapilan ¢aligsmalar sebebiyle tehlike.

Ciddi can ve mal kayiplari meydana gelebilir.

» Bu dokimanda tanimlanan tim c¢aligmalar ve fonksiyonlar sadece egitimli uzman
personel tarafindan yerine getiriimelidir.

» Bu dokidman okunmal ve anlasiimalidir.

» Sistem bilesenlerine ait tim kullanim kilavuzlari, 6zellikle de giivenlik kurallari okun-
mali ve anlasiimall.

/\  TEHLIKE!

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

Kumanda
elemanlari ve (10) ) (8) (7) (6)
baglantilar | | |
ﬁ ERLEEM
STD oC [6[5]4]3]2]1]

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

T mmm:im
(5) (4) ) (1)
(1) X1fis
(2 X2fis

fig, araylzun dijital ¢ikislarinin beslenebilecegdi + 24 V gerilim saglar.
Dijital ¢ikislarin gerilim beslemesine yonelik daha ayrintili bilgiler icin bkz. Dijital
cikislarin gerilim tedariki sayfa 101.

(3)  X3fis
4)  X4fis
(5)  X5fis
(6) X6 fis
(7)  X8fis

SpeedNet baglanti soketinin beslenmesi igin

(8) Jumper
isletim modu - standart mod / agik kolektér modu (OC-Modus) ayari igin

(9) SpeedNet baglanti soketi
Glg kaynagina baglanti igin

(10) X7 fis
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Arayiiz gosterge-
leri

HHHH O

4228 B HHH

(1)(2)(3) (4)(3)(6)(7)(8)(9)
O00O0OO0OO0O0O0O0

HHEHH HHHH HHHHH

Numara LED Gosterge

(1) +24 V eder +24 V arayuz beslemesi mevcutsa
yanar

(2) +15V eger +15 V arayliz beslemesi mevcutsa
yanar

(3) -15V eger -15 V arayliz beslemesi mevcutsa
yanar

(4) +3V3 eger +3,3 V araylz beslemesi mevcutsa
yanar

(5) Arc stable / Touch signal glc kaynaginin web sitesindeki ayara
goéreArc stable veya Touch signal
atanmistir. Ekran sinyal atamasina
baghdir

(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
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Arayuzu monte edin

Savent A ke

Elektrik akimi nedeniyle tehlike.

Ciddi yaralanma ve 6lim meydana gelebilir.

» Calismaya baglamadan énce galisma kapsamindaki tim cihazlari ve bilesenleri
kapatin ve ana sebekeden ayirin.

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

» Cihazi uygun bir 6lgme aleti yardimiyla agtiktan sonra, elektrik yukli yapi
pargalarinin (érnegin kondansatorler) 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- 1
masi

Jumper'in araytzdeki pozisyonunu
kontrol edin - standart mod / agik
kolektdr modu

Kablo agacini (2) robot kumandasina
baglayin

E Kablo agacini (2) resimde gosterildigi
gibi arayiize baglayin

[5] Kablo agacini (1) resimde gosterildigi
gibi araylize baglayin

[6] Kablo agacini (1) gii¢ kaynaginin
SpeedNet baglanti kablosuna
baglayin

SpeedNet baglanti kablosunu gli¢
kaynaginin arka tarafindaki SpeedNet
baglanti soketine baglayin
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Dijital giris sinyaller - Robottan gu¢ kaynagina
sinyaller

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

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

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

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

Mevcut sinyaller Working mode ve Welding characteristic / Job number sinyalleri asagida agiklanacaktir.

Diger sinyallerin agiklamalarini "Sinyal agiklamalari araytz TPS/i" dokiimaninda bulabilir-

siniz.

Sinyal agiklamasi Tahsis Devreye alma OC modunu
Standart mod devreye alma

Welding start X1/4 fig 24V = etkin 0V = etkin
(Kaynak yapma acik)
Robot ready X1/5 fig 24V = etkin 0V = etkin
(Robot hazir)
Gas on X1/7 fig 24 'V = etkin 0V = etkin
(Gaz acik)
Wire forward X1/11 fis 24V = etkin 0V = etkin
(Tel 6ne)
Wire backward X6/6 fis 24V = etkin 0V = etkin
(Tel geri dénus)
Torch blow out X6/5 fis 24V = etkin 0V = etkin
(Torcu séndiirme)
Touch sensing X4/7 fis 24V = etkin 0V = etkin
(TouchSensing)
Teach mode X4/6 fis 24V = etkin 0V = etkin
(Teach modu)
Welding simulation X6/2 fis 24V = etkin 0V = etkin
(Kaynak simulasyonu)
Error reset X4/5 fig 24V = etkin 0V = etkin
(Arizay1 onaylama)
Torchbody Xchange X4/3 fig 24V = etkin 0V = etkin
(Tor¢ boynunu degistirme)
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Working mode
(Galisma modu)

Welding charac-
teristic / Job
number (Karakte-
ristik egri numa-
rasi / Job numa-
rasi)
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Sinyal acgiklamasi Tahsis Devreye alma OC modunu
Standart mod devreye alma

WireBrake on X4/4 fig 24V = etkin 0V = etkin
(Tel freni agik)

Working mode

(Calisma modu) asagidaki sinyal agiklamasina bakiniz

Welding characteristic /
Job number
(Karakteristik egri numa-
rasi / Job numarasi)

asagidaki sinyal aciklamasina bakiniz

Calisma modu deger araligi:

Bit 4 Bit 3 Bit 2 Bit 1 Bit0 | Tanim
0 0 0 0 0 Dahili parametre segimi
0 0 0 0 1 Ozel 2 tetik modu igletimi karakteristik
egriler
0 0 0 1 0 Gdrev modu

Kaynak parametreleri analog ayar degerleri vasitasiyla 6nceden belirlenirler.

Eger Bit 0 - Bit 4 olarak diizenlenmisse sinyal diizeyi:

Standart modda sinyal Acik kolektér modunda
diizeyi sinyal diizeyi

X1/6 fig (Bit 0) Yiiksek Algak

X4/1 fig (Bit 1) Yiksek Algak

X4/2 fig (Bit 2) Yiiksek Algak

X7/4 fig (Bit 3) Yiiksek Algak

X7/5 fig (Bit 4) Yiksek Algak

Welding characteristic / Job number sinyalleri, Working mode- 0 - 4 Bit'leri ile 6zel 2
tetik modu igletimi karakteristik egrileri veya Job isletimi secildiyse mevcuttur. Working
mode-0 - 4 Bit'leri ile ilgili daha fazla bilgi icin Working mode (Calisma modu) say-
faya bakiniz 96.

Welding characteristic / Job number sinyalleriyle kaydedilen kaynak parametreleri ilgili
karakteristik egrisi / ilgili job numarasi Gzerinden ¢agrilir.

Fis Standart mod Acik kolektor Bit numarasi
modu
X5/1 24V ov 0
X5/2 24V ov 1




Fis Standart mod Acik kolektor Bit numarasi
modu
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

Retro Fit modunda sadece 0 - 7 Bit numaralari (X5/1 - 8 fig) mevcut.

istenilen karakteristik egrisi /Job numarasi Bit kodlamasi iizerinden segilir. Ornek
olarak:

- 00000001 = Karakteristik egrisi / Job numarasi 1

- 00000010 = Karakteristik egrisi / Job numarasi 2

- 00000011 = Karakteristik egrisi / Job numarasi 3

- 10010011 = Karakteristik egrisi / Job numarasi 147
- 11111111 = Karakteristik egrisi / Job numarasi 255

Job numaralari igin mevcut aralik:
- Bitnumarasi 0-15=0 - 1000
- Bit numarasi 0-7 (Retro Fit) = 0 - 255

Karakteristik egrisi numaralan i¢in mevcut aralik:

- Bit numarasi 0-15 = 256 - 65535

- Bit numarasi 0-7 (Retro Fit) = 0 - 255. Retro Fit modu kullanildiginda, ilgili karak-
teristik egrisi numaralarina (1 - 255) istenilen karakteristik egrisi ID'leri atan-
mali, aksi takdirde arayiiz lizerinden karakteristik egrisi se¢imi miimkiin olmaz
- bakiniz Program numarasi / Karakteristik egrisi numarasi atama / degistirme
(Retrofit modu)sayfa 98.

"0" karakteristik egrisi / Job numarasi, gii¢ kaynaginin kumanda panelinde bir
karakteristik egrisi / Job segimi miimkiin kiliyor.
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Program numa-
rasi / Karakteris-
tik egrisi numa-
rasi atama /
degistirme
(Retrofit modu)

98

TPS cihaz serisinin gu¢ kaynaklarinda tel gapi ve koruyucu gaz, program numarasi Uzer-
inden secilebilir. Bunun i¢in 8 Bit'lik bir Bit genigligi tanimlanmigtir.

Retrofit modunun 8 Bit sinyalini kullanabilmesi igin bir karakteristik egrisi numarasina bir
program numarasi (1-255) atama imkani bulunuyor.

Kullanilan gii¢ kaynaginin IP adresini not edin:
|I| Bilgisayari gui¢ kaynagina baglayin (érnegin LAN kablosu ile)

e 48 e | sz, [2] Gug kaynaginin kumanda panelinin

MIG Pulse 2:step

11.100% Ar

sol tarafindaki yan cubukta "On ayar-
lar" digmesini segin

Information Restore factory

W settings O

Wl websice u Mode Setup [3] Gig kaynaginin kumanda panelinin
= [ -\ sag tarafindaki yan gubukta "Sistem"
s Network settings z:r‘:‘;?; gource, digmesini segin

T @ s . y :
: Gug¢ kaynaginin kumanda panelinde
\sl\g::;eedel%% Next page . "Bilgi" dugmeSInI Segin
[

[ NN ‘ AlMg 5 universal
e, 2sp | 11100%Ar o 1.2mm

Information
licenses
| @ Serial number

Image version

E| Gosterilen IP adresini not edin
(6rnegin: 10.5.72.13)

00000001
1.9.0-16501.9508

internet tarayicida gii¢ kaynaginin web sitesini agmak:

|E| Glg kaynaginin IP adresini internet tarayicisinin arama ¢ubuguna girin ve onaylayin
- Gug kaynaginin web sitesi gosterilir

Kullanici adi ve sifre girin

Fabrika ayari:

Kullanici adi= admin

Sifre = admin

- Gulg kaynaginin web sitesi gosterilir

istenilen karakteristik egrilerin ID'lerini not edin:

Gulg¢ kaynaginin web sitesinde "Karakteristik egrisi genel gorinimu" gostergesini
segin

[o] Arayiiz Gzerinden segilebilecek olan karakteristik egrisi ID'lerini not edin

Gig kaynaginin web sitesinde kullanilan arayiziin géstergesini segin
Ornegin: RI 10 PROY/i

|E "Karakteristik egrisi atamasi" noktasinda ihtiya¢ duyulan program numaralarina (=Bit
numaralari) istenilen karakteristik egrisi ID'lerini atayin.
Ornek olarak: Program numarasi 1 = Karakteristik egrisi ID 2501, program numarasi
2 = Karakteristik egrisi ID 3246, ...
- atanan karakteristik egriler sonrasinda segilmis olan program numarasi (=Bit
numarasi) ile araylz Uzerinden segilebilir

@ istenilen tiim karakteristik egrisi ID'lerinin atamasi yapildiysa, "Atamay kaydet"
secenegini segin
- "Karakteristik egrisi ID'lerine atanan program numaralari" noktasinda tim pro-
gram numaralari atanan karakteristik egrisi 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 1D

1T [ 2566 w @
2 v [ 2785 m
3 v [ 2765 w 9

C

Glg¢ kaynadinin web sitesi
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Analog giris sinyaller - Robottan gu¢ kaynagina
sinyaller

Genel Analog fark yukselteci girigleri, araylzun robot kumandasinin analog ¢ikislarindan galva-
nik ayrilmasini saglarlar. Araytzdeki her girig, 6zel bir negatif potansiyele sahiptir.

Eger robot kumandasi analog ¢ikis sinyalleri i¢in sadece ortak bir GND'ye sahipse,
girislerin negatif potansiyelleri araylizde birbirleriyle baglanmalidir.

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

Mevcut sinyaller Asagidaki sinyallerin agiklamalarini "Sinyal acgiklamalari araytiz TPS/i" dokimaninda

bulabilirsiniz.
Sinyal agiklamasi Tahsis
Wire feed speed command value X1/1fig=0-10V
(Tel sirme ayar degeri) X1/8 fig = GND
Arclength correction X1/2fig=0-10V
(Ark uzunlugu dizeltimi ayar degeri) X1/9 fig = GND
Pulse-/ dynamic correction X6/3fis=0-10V
(Ayar degeri darbe / dinamik diizeltme) X6/11 fig = GND
Wire retract correction X3/ fis=0-10V
(Geri yanma duzeltimi ayar degeri) X3/8 fig = GND
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Dijital cikis sinyalleri - gu¢ kaynagindan robota
sinyaller

Gii¢ kaynagi ile arayiiz arasindaki baglanti kesilirse, arayiizdeki tiim dijital / analog
cikis sinyalleri "0"a getirilir.

Dijital ¢ikiglarin

gerilim tedariki /A TEHLIKE!

Elektrik akimi nedeniyle tehlike.

Ciddi yaralanma ve 6lim meydana gelebilir.

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

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

Dijital ¢ikiglarin beslenmesi igin, X6/1 fisinde maksimum 36 V'a kadar bir gerilim
olmalidir.

- Dijital ¢ikiglar, istege gére 24 V ile araylz tarafindan veya musteri tanimli bir geril-
imle (0 - 36 V) beslenebilirler
- Dijital gikiglarin 24 V ile beslenmesi icin arayizde 24 V'luk bir ¢ikis gerilimi mevcut-
tur
* 24V tali ¢ikis gerilimi, galvanik bir ayiriciyla SpeedNet baglanti soketine
baglanmistir. Bir koruma devresi, gerilim diizeyini 100 V seviyesiyle sinirlar

Dijital ¢cikislarin araylz tarafindan 24 V'luk bir gerilimle beslenmesi igin asagidaki gibi
hareket edin:

II' X6/1 ve X6/7 figlerin arasina bir kiskag yerlestirin

Dijital ¢cikislarin migsteri tanimh bir gerilimle beslenmesi icin asagidaki gibi hareket edin:
|I| musteri tanimh gerilim beslemesinin kablosunu X6/1 fisine baglayin

Mevcut sinyaller Asagidaki sinyallerin agiklamalarini "Sinyal agiklamalari araylz TPS/i" dokiimaninda

bulabilirsiniz.
Sinyal agiklamasi Tahsis Devreye alma
Arc stable / Touch signal X1/12 fis 24 V = etkin
(Ark saglam / Touch sinyal)
Power source ready X1/14 fig 24 V = etkin
(Gug kaynagi hazir)
Collisionbox active X1/13 fig 24 V = etkin

(Carpisma kutusu etkin)
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Sinyal acgiklamasi Tahsis Devreye alma
Process active X4/10 fis 24 V = etkin
(Proses etkin)

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

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

Current flow X3/16 fis 24 V = etkin
(Akim gegcisi)

Torchbody gripped X6/10 fis 24 V = etkin

(Tor¢ boynu eklendi)




Analog cikis sinyalleri - gu¢ kaynagindan robota
sinyaller

Genel

Mevcut sinyaller

Gii¢ kaynagi ile arayiiz arasindaki baglanti kesilirse, arayiizdeki tiim dijital / analog

cikis sinyalleri "0"a getirilir.

Arayuzdeki analog cikislar, robot donanimi ve proses parametrelerinin goéruntilenmesi

ve dokimantasyonu igin kullanilirlar.

Asagidaki sinyallerin agiklamalarini "Sinyal agiklamalari araytz TPS/i" dokiimaninda

bulabilirsiniz.

Sinyal agiklamasi

Devreye alma

Welding voltage
(Kaynak gerilimi)

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

Welding current
(Kaynak akimi)

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

Wire feed speed
(Tel stirme)

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

Motor current M1
(Motor akimi M1)

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

Actual real value for seam tracking

(Dikis arama igin giincel gerceklesen deger)

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

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

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

X1/4 = Welding start (dijital giris) *

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

X1/1 = Wire feed speed command value + (analog giris) *
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 ¢ikis)

X6/7 = Harici icin besleme gerilimi *

X6/1 = Dijital ¢ikislar icin besleme gerilimi *

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

= Sinyal kullaniimalidir
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OC modu uygu-
lama 6rnegi

Robot Power source
+OV > X174
& — X112
_ X1/1
Mo-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 (dijital giris) *
X1/12 | = Arc stable / Touch signal (dijital ¢ikig) *
X1/1 = Wire feed speed command value + (analog giris) *
X1/8 = Wire feed speed command value - (analog girig) *
X1/2 = Arclength correction + (analog girig) *
X1/9 = Arclength correction - (analog giris) *
X1/5 = Robot ready (dijital girig) *
X1/14 | = Power source ready (dijital gikis)
X6/7 = Harici i¢in besleme gerilimi *
X6/1 = Dijital ¢ikislar i¢in besleme gerilimi *
X1/13 | = Collisionbox active (dijital ¢ikig)
* = Sinyal kullaniimalidir
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Pin tahsis genel bakis

Pin tahsisine
genel bakis
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X1 fis:

Pin | Sinyal tirii Sinyal

1 analog Input Wire feed speed command value

2 analog Input Arclength correction 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 Wire feed speed command value

9 analog Input GND Arclength correction command value

10 | analog Output GND Welding current

11 digital Input Wire forward

12 | digital Output Arc stable = fabrika ¢ikigli tahsis
Currentflow = gii¢ kaynagdinin web sitesinde Pin'e opsiyo-
nel olarak bu sinyal de tahsis edilebilir

13 | digital Output Collisionbox active

14 | digital Output Power source ready

X3 fis:

Pin | Sinyal tirii Sinyal

1 analog Input Wire retract correction command value

2 -

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 cikish tahsis
Motor current M2, M3 = gli¢ kaynagdinin web sitesinde
Pin'e opsiyonel olarak bu sinyal de tahsis edilebilir

8 analog Input GND Wire retract correction command value

9 -

10 | digital Input GND for digital Inputs

11 analog Output GND Welding voltage

12 -

13 | analog Output GND Wire feed speed




X3 fig:
Pin | Sinyal tirii Sinyal
14 | analog Output GND Motor current M1
15 | digital Output Touch signal
16 | digital Output Currentflow
Robot motion release = gli¢ kaynaginin web sitesinde
Pin'e opsiyonel olarak bu sinyal de tahsis edilebilir
X4 fis:
Pin | Sinyal tiirii Sinyal
1 digital Input Working mode, Bit 1
2 digital Input Working mode, Bit 2
3 digital Input Torchbody Xchange
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 Sinyal
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 nhumber, 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
X6 fis:
Pin | Sinyal tiirii Sinyal
1 digital Input Supply Voltage +24 V
2 digital Input Welding simulation
3 analog Input Pulse-/dynamic correction command value
4 digital Input GND for digital Inputs
5 digital Input Torch blow out
6 digital Input Wire backward
7 - -
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X6 fig

Pin | Sinyal tirii Sinyal
8 digital Output Supply Voltage +24 V
9 - -
10 | digital Output Fabrika cikisli tahsis edilmemis
Torch body gripped = gli¢ kaynaginin web sitesinde Pin'e
opsiyonel olarak bu sinyal de tahsis edilebilir
11 analog Input GND Pulse-/dynamic correction command value
X7 fis:
Pin | Sinyal turii Sinyal
1 - -
2 - -
3 analog Output Actual real value for seam tracking
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 humber, Bit 9
8 digital Input Welding characteristic- / Job number, Bit 10
9 - -
10 |- -
11 analog Output GND Actual real value for seam tracking
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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> UIZNEE R LS.
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BiETt. EOMER

AT

[1]2]3]4]5]6]7]
6|7 mmm T EE]EEEEFE!
(5) (4) 2) (1)
(1) X1%H%
(2) X2 &

AR AL + 24 V UL, WTRTORE DT R R
A RBUT i IR PR BT S LA B IR T 121,

(3) X3 A
(4) X4 %A
(5) X5
(6) X6 it
(7) X8 He#f
5 SpeedNet &k H
(8)  Bhk

B AR - bRt / OC 1t

(9)  SpeedNet %E#HE O
F i iR

(10) X7 #AF
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O _ERERIT

HHEHH HHHH HHHHH

5 LED B

(1) +24 V BRI +24 V B 5%

2) +15V ORI +15 V B 5%

(3) -15V PEOHJEN -15 V I 5T

(4) +3V3 BEOHJEN +3.3 V i 5

(5) Arc stable / Touch signal CUMR I F IR IR k5 B 4 B4R Are

stable 5, Touch signal. &4 =65
&, BRTAES i

(6) Robot ready WO G R
(7) Error reset WO e s
(8) Welding start BOE G R
(

9) Power source ready WO G R
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ZEHR
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R RAFEER .

SRR AT BE B E AN AT

> EITIRTARZAT, SRHFTA MR A AR, JER e TR M BT

> DRGSR AR LU HTCVE FOROT A -

> P& R, EHEENN R A AR (AR 2RO

BRI M EE A R 5 A2 A B R A B -
UEI RT B T 20™ H I B3 E AN 450 2K
> SRR BN BRI R AN TERRET

[2] A BkLkEs: O LA E - bR /
OC =X

[3] K (2) ERENA AL

[4] MBI (2) s EHE D, WIEPR

[5] HHZR (1) a0, wEpR

[6] FHZim (1) L= IR SpeedNet
HEE

+ SpeedNet 4 H1 41 14 25 LR TS 10
i) SpeedNet #I1




BrmNET - MLSEARIBEERES

HEE Borsm e Tk
- hERGUT, BE 24V (GED
- BEHRIFEEEAR, B (R

ERBTHEAT, FrERESWARAGES (RAZHR) .

S =T

- & (0)..0-25V

- ®(1).18-30V

SR, el = X2/2. X3/3. X3/10. X6/4
HRES Working mode #1 Welding characteristic / Job number 15 54 40 K .

HREFHUH], B TPS/ 8 0E 5 U7,

SRy it Jr e PR OC &=
FELB% FLB%

Welding start X1/4 1 Hfr 24V = ik 0V = ik
CEBTTRD

Robot ready X1/5 A 24V = Wik 0V = ik
(HLES A Hies)

Gas on XAI7 Hehf 24V = B% 0V =¥k
FERIE=D

Wire forward X111 Bt 24V = ik 0V = ik
QG [peS2)

Wire backward X6/6 A 24V = Wi 0V = ik
(] JEikez)

Torch blow out X6/5 24V = i 0V = i
CIERER IO

Touch sensing X4/7 1t 24V = ik 0V = ik

(TouchSensing)

Teach mode X416 A 24V = Wi 0V = ik
€ & 5W)

Welding simulation X6/2 tetfr 24V = B% 0V =¥k
R

Error reset X4/5 it 24V = ik 0V = ik
(HrzrEE)

Torchbody Xchange X4/3 Wt 24V = ¥k 0V = i
CHE 6 B350

WireBrake on X4/4 Hetfr 24V = i 0V = Bk
IR ez zh IR D
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SR JrBC PR oC =R
P R %
Working mode NN TS
CT RS HZ W R TE S U
Welding characteristic /
Job number BT IE 5 U
CIERERFE R 2R / Job 5
Working mode THEERIEE:
(RO ; ; : N TS
4 fir 34 2 fr 1 fir 0fz | HiH
0 0 0 0 0 WIS UL
0 0 0 0 1 Rk — DA AR K
0 0 0 1 0 Job 5
FRAEMREEEERESH.
BE 0 £ - 4 FLBT IR 5 B
PR T OC BT
HIfE 5 BF HfE 5 BF
X1/6 Bt (0 fir) = fi%
X4/ Bty (1 £ = ik
X412 Wt (2 1) = ik
X714 $etfr (341D i {(i5
X715 ety (4 40 i fi%
Welding Welding characteristic / Job number {55 7E# Ff Working mode 0 - 4 {7 & 545k — 20
characteristic / HERL Job B RHERMRER P H . A% Working mode 0 - 4 £ FJFE4H(EE, 1S I
Job number (3 116 T I {f) Working mode ( T/EHER) .
BAFELE | Job
=) i Welding characteristic / Job number 15 ‘5 % 2 (RAFAE #1281 Job S 2 CARFEM
EER PR OoC #= (A=)
X5/1 24 V ov 0
X5/2 24V oV 1
X5/3 24V ov 2
X5/4 24 V ov 3
X5/5 24V oV 4
X5/6 24V ov 5
X5/7 24 V ov 6
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SR | EEER YR
B I RMEH S
(Retro Fit =)

bEX 22 PRERRE OC & (AS)
X5/8 24V oV 7
X7/6 24V oV 8
X717 24V oV 9
X7/8 24V oV 10
X712 24V oV 1
X713 24V oV 12
X7/14 24V oV 13
X7/15 24V oV 14
X7/16 24V oV 15

XIS 0 -7 (X5/1 -8 #h#f) EH T Retro Fit Bz

WAZRUE FR AL G515 45 BT 75 A E I 28 | Job 5. film:
00000001 = HHE £k / Job 5 1
00000010 = FFE#IZk / Job 5 2
00000011 = FFAEHIZL / Job 5 3

10010011 = $F{iEdi 2k / Job 5 147

11111111 = $5{Ed 2k / Job 5 255

Job S0 AHTEH:
- f1% 0-15=0-1000
- £S5 0-7 (Retro Fit) = 0 - 255

FHE# 2% 5 T FVE

- {5 0-15 =256 - 65535

- fiL5 0-7 (Retro Fit) = 0 - 255 {§ f] Retro Fit #;, WBFCNMHRHELZS (1 -
255) SFECATRISME MR 1D, BUK L@ B ERZIEL - ES I 117
TR AR | EREFRS | FHMEHZS (Retro Fit 30 .

KL £ | Job 507" RVFFE FAIRIEIR AR _Eik#%—MFIEIZL / Job,

£ TPS RAN s, AR S AR IR BEMRI R ik, FHEENLS
PLITESE o
ZE Retrofit #2058 (55, ATLLKAEP 905 (1-255) 70 B4R RFIE T 4G5

TR T IR IP Huht-
[1] R REEE I EAL (Fan e LAN 50
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e 1) [ows ol [2] e 4% R IR 2 A e (I D X A 1
: — “Defaults” (ERIME) %40
stings ¢y JE - [3] JEF R mAR A U D e X A
Mode Setup [ . “System” ( /zf‘:éﬁ ) Tﬁ%ﬂ
— [4] k3% BRI MR L) Information”

Next page

sssssss

T 1Y e S| sz, [B] WEICFEoRM IP bk (Bilhn:
10.5.72.13)

Serial number 00000001
Image version 1.9.0-16501.9508

£ Internet J %328 i A R YR P4k«

[6] 7 Internet Il &% f 4% A iy N FEURR) 1P Mkl IR0
- BI4 EoR IR L

CINGIER
B

User name (Fi/"4) =admin
Password (%f%) = admin

- Bl EoR IR b
R RRHE L HT ID:

7E YRR b _E % $%“Synergic lines overview” (HpFEILHE R &I

[9] ¥ icsm M =4 AT LA 1L #52 G £ ARFAIE I 26 1) 1D

TEREAE B R Ik A5 A O e T
#iltn: RI10O PROJI

[11] 7E“Synergic line assignment” (FHAZMEE) T, KT HIRFE L 1D 70 Bogs s (9
BERrHs (=405 .
filln: FEFgms 1= REih4e 1D 2501, 274905 2 = ReEHiZk 1D 3246, MKubSHE.
- ZE, s RHERE RS (=65 A2 ECRRE N

[12] 4R TR AHEMZ 1D 5, 15iL$E Save assignment” (£RA743 L)
- {E“Actual assigned program numbers to synergic lines” (SZx 43 B RFE ih 28 1)

BIEa's) ~, BERAACABRIEZ ID AT S



¥ 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 1D

1T [ 2566 w @
2 v [ 2785 g ©
3 v [ 2765 w O

I
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BN ES - ML AR BIRRES

M=

HRfES
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P 11 B B2 70 IO S 4 AT A ORTE B2 1 S5 LS A2 00 B e th < TR) S 30 L <R
o I LRI AR A % B R G LA

IRALER NS FB g 5 5 U — A A3k, NI iRAL (BN 24

TEEAE .

TIRBHALE R 0 - 10 V IEE . SRR N EDMEAE A S RE (B4, Arclength

correction) , & FH7E HL R 1 e FOE

RKEUUTES MU, SR TPS/ % 1155 U730 .

554K S

Wire feed speed command value X111 et =0-10V
(X223 [T BUEMED X1/8 b = #Heih

Arclength correction X172 ##r=0-10V
KAE IR E D X1/9 thetfr = Hetth

Pulse-/ dynamic correction
K IEh BB IR E D

X6/3 H#fr=0-10V
X6/11 i = it

Wire retract correction
IR 22 [m i 1E 5 e D

X311 Hi#r=0-10V
X3/8 Wikt = Feth




HrmtfEs - ABFEIINSEARNES

M=

Hor i R

HHRfES

R O R T, 6 O _E BT A B B et 5 SR B 0™

A SR

R ER .

BRI AT RE S BU™ EAN BT

> TR TARZAT, QM MR A AEIE, JER e TR M BT
> ORI A SRR A DU e T )

A X6/1 Kb BAFFAEARNER 36 V KIHE, DME RS R A .

- AP REROEE PO BT R RN 24 V B, WATERR R E LR (0 - 36 V)
- AT AL 24 V RS, RO HRAE 24 VOB
24 V ki )L S SpeedNet £ MR ILFRES . ORI HEL R L I HELPBR A1) 22 100

\Y

FOEE O B R AL 24 V B, EPUAT IR PR

[1] 7EMAT X6/1 F1 X6/7 [ B — A BkLk

FAACT N R R E U, AT R 2P R

(1] & E R R A0S AT X6/1

KTFLUTESHRM, ESHTPS/ & 015 53S0,

RS S R

Arc stable / Touch signal X1/12 et 24 V = Bk
CRFRSE [ b5 5)

Power source ready X1/14 Wt 24V = Jih
CHLIERRZE)

Collisionbox active X1/13 WHfr 24V = ik
(CrashBox L)

Process active X4/10 Htfr 24 V = %
(L2

Main current signal X4/9 et 24 V = #i%
(EHRES

Touch signal X3/15 Hetfr 24V = Bk
(545 5D

Current flow X3/16 Htfr 24 V = %
CHEID
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558 S R
Torchbody gripped X6/10 Hhetfr 24 V =BG

CRE D




R ES - ABEZINSEARNES

M=

HRfES

R O R T, 6 O _E BT A B B et 5 SR B 0™

P R e T TR E AL A DL BRSNS R TS

RKEUUTES U], ES R TPS/ 4% 115 5 U730 .

RS R %

Welding voltage X3/4 thtr=-0-10V
CEEEHE) X3/11 et = et

Welding current X1/3 et =0-10V
BRI X1/10 He#fr = #eth

Wire feed speed X3/6 H#r=0-10V
CGEL2IHZ) X3/13 Wty = it

Motor current M1 X3/7 thetr=0-10V
(B HEHi M1 X3/14 Wt = Feih

Actual real value for seam tracking

(JREEER 7 R SEBRAED

X713 H#5 =-10 - +10 V
X711 #tf = i
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IVAZERNE]

M= MRIERIHLEF AR I ER, FEAR ZH BT M A TS 5.
MESHRCHEMBNES, WHs.

FRAERE R 1 Robot Power source
+24V > X1/4
> < X1/12
I N
> X1/1
@o-10Vv > X1/8
. X1/2
@0 -10V > X1/9
oav——t XIS
& — X1/14
+24 V. < X6/7
. X6/1
or extern™
& I Y X1/13
X1/4 = Welding start (F#4iA) *
X1/12 | = Arc stable / Touch signal (Erz#it) *
X1/1 = Wire feed speed command value + (FfHIAN) *
X1/8 = Wire feed speed command value - (BN ) *
X1/2 = Arclength correction + (44N ) *
X1/9 = Arclength correction - (R4 A ) *
X1/5 = Robot ready (A4 *
X1/14 | = Power source ready (¥t
X6/7 = AN LR *
X6/1 = v st i g *
X1/13 | = Collisionbox active (Hrr#ith)
* = LHES
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OC R FHBl Robot Power source
+OV > X174
hS ~__X1/12
- - X1/1
Wo-10V s X1/8
> X1/2
@O -10V > X1/9
- X1/5
ov——"=" »
% “— X1/14
- X6/1
or extern ©
RRJ ¢ Y+~ X1/13

X1/4 = Welding start ($rv4mA) *

X1/12 | = Arc stable / Touch signal (¥rr#it) *

X1/1 = Wire feed speed command value + (BN *
X1/8 = Wire feed speed command value - (A ) *
X1/2 = Arclength correction + (45N *

X1/9 = Arclength correction - (HEfbl#i A ) *

X1/5 = Robot ready (K74 *

X1/14 | = Power source ready (Hr7-#it)
X617 = SR L L *

X6/1 = F 4 o e R

X1/13 | = Collisionbox active (%)
* = LGS
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S B IE
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5
ik

X1 tRHF:
5 | FERE =5
1 analog Input 1% 22 TR A A A
2 analog Input Arclength correction 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 Wire feed speed command value
9 analog Input GND Arclength correction command value
10 analog Output GND Welding current
11 digital Input Wire forward
12 digital Output Arc stable = ] % & /i
Currentflow = & 7] DAFE B I I L B4 51 B2 Bo 4 A5 =
13 digital Output Collisionbox active
14 digital Output Power source ready
X3 1R
Sl | fERAE (=5
1 analog Input Wire retract correction command value
2 -
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 = Hi] % & /3
Motor current M2, M3 = it ] DAZE FLIE IR _F2K 51 53 Bie
B S
8 analog Input GND Wire retract correction command value
9 -
10 digital Input GND for digital Inputs
11 analog Output GND Welding voltage
12 -
13 analog Output GND Wire feed speed
14 analog Output GND Motor current M1
15 digital Output Touch signal




X3 et

5 | FERE =5
16 digital Output Currentflow
Robot motion release = i 1] LATE FLIE I HE 14 5] i14) i
St S
X4 R
5 | FSRA 55
1 digital Input Working mode, Bit 1
2 digital Input Working mode, Bit 2
3 digital Input Torchbody Xchange
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 1t
I | [FERE 55
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
X6
S5 | FERE 55
1 digital Input Supply Voltage +24 V
2 digital Input Welding simulation
3 analog Input Pulse-/dynamic correction command value
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 - -
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X6 1 #f:

5 | FERE =5
10 digital Output RAEH ]I Ed
Torch body gripped = i 1] LAZE FLE P HE_EoRE 51 RIS Fo 45
A ERE)
11 analog Input GND Pulse-/dynamic correction command value
X7 A
51 5 5RE 55
1 - -
2 - -
3 analog Output Actual real value for seam tracking
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 Actual real value for seam tracking
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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FRONIUS INTERNATIONAL GMBH

Froniusstralle 1
A-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

Find your
spareparts online

spareparts.fronius.com



https://spareparts.fronius.com/
https://spareparts.fronius.com/

