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1 OVERVIEW: NEW FUNCTIONS

The following list provides an overview of all news / changes functions in releases 2.14, 2.15 and 2.16

for the WeldCube Premium:

Release 2.14
| Automatically detect machine type
| Extended consumption figures (gas, wire consumption)
| Browser compatibility update
| Gas, wire consumption figures per welded part
| Energy per unit lenght
Release 2.15
| Grouping of job parameters
/' Maintenance link to loghook page
Release 2.16
| Seam length at set welding speed
Extension of LiveView by number of machines

Deactivate time offset service

/
/
/' Improvement of Copy-Paste function @ TPS/i and iWave
[ Improvement of CopyTo function @ TPS/i and iWave
/' Enhancement of CopyTo function: Target job numbers variable
[ Improved job functions

Fast switching of jobs

Comparing jobs

Comparing jobs - Different machines

Export job(s) as Pdf: Export job list, export individual jobs

~ O~~~ @~

Job parameters grouping on/off
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2 GENERAL (R2.14)

2.1 Updated browser compatibility

The versions of the previously supported browsers have been increased to ensure the correct display of all
web pages in WeldCube Premium. In addition, the check has been extended to include the "Microsoft Edge

browser.

Your current browser is not supported!

Supported browsers:

+ Internet Explorer 11+ (most functions are also supported in Internet Explorer 10)
* Microsoft Edge 42+

* Google Chrome 70+

* Mozilla Firefox 60+

* Opera 70+

Figure 1: Error message and overview of supported browers

2.2 Improved configuration of power sources

The machine configuration page was updated with a focus on improved usability.
1. The individual sections have been rearranged.
2. The IP address can now only be entered in a single input field. The machine type is automatically

determined by the WeldCube itself.
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MACHINE CONNECTIONS

Synchronise with time server

ﬂ Synchronize TPS/MW/TT machine times

m Propagate time server to supported machines

Machine accessibility
IP address

Test

Data collection @
Machine IP-Addresses

10.5.138.231

Cancel Save

Figure 2: Improved configuration of power sources

Attention: For automatic detection of the machine type the power source must be accessible via standard
port (4711) and UDP port 15000 (for TPS/TPSI/WCC/WIG01/WI1G02) or for Deltaspot UDP 1320.

If this is not the case, the power source can be connected in the conventional way. The corresponding input
fields can be found under "Advanced".

Data collection @
Machine IP-Addresses

10.5.138.231

Advanced ... - ~

IP addresses for TPS/MW/TT machines IP addresses for TPS/i machines IP addresses for spot welding machines

Gancel “

Figure 3: Advanced power source configuration
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3 CONSUMPTION VALUES (R2.14)
3.1 Supplement gas and wire consumption

In the consumption figures, total (¥) and average (&) gas and wire consumption are available per

component.

Part item number Partname  IF I Arc Gas Consumption @ Arc Gas Consumption I Wire i @ Wire C i ICosts @ Costs/part @ Costs/processing step

165d9755-7722-4bb0-8f3d-f4be3aaBaled 6.181 6.181 0.97m|0.00 kg 0.97m|0.97 kg 3092¢€ 30.02¢€ Wire | Gas

Figure 4: Consumption values

The total consumption values of gas and wire consumption can be broken down in more detail in relation to

the types used. For this, the cursor must point to the desired field.

Note: To calculate the total consumption values, the base values must be entered under "Administration” in

the "Material settings".

171 100% Ar: 63.4 |

M12 Ar+2-5%C02: 15.81
M13 Ar+2-5%02: 26|
M21 Ar+15-20%C02: 6.6 |
no Gas: 10.1 |

Figure 5: Detailed breakdown of consumption values

3.2 Gas and wire consumption per component

Until now, it was only possible to find out an average consumption value of all welded components of a
certain component number (item number) via the statistics. As of Release 2.14, for each new weld with valid
part information (item number & serial number), the consumption values for gas and wire are stored in the

database aggregated by type.

Note: Old welds are not processed afterwards.

The new consumption values can be found in the component report under the process steps. In addition, the

data is available in the component report PDF and in the API v3.
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fFronius  WELDCUBE EEHTR

Export ~

H |
=
i PART REPORT
Name Flux Capacitor
A Status: Ok
Item number E1111 el leted full
Serial number 00004 B
-
@ Start time ® Process time | Arc time
M 11/26/2020 11:36:14 AM " > 3min 65 .@ 2min 59s
::g = processing steps Collapse all | Expand all A
¢
Q Correct steps o Collapse all | Expand all ~
e ¢ Consumption figures ~
Total AlSi 50.8mm CrNi199/191230.9mm | CuAl8Tmm CuSi3 0.9mm Steel 0.8mm
Q = 1491 m|8.86g | 248m|1.25¢g 249m|1.58¢g 249m|1.95¢g 249m|1.58g | 497m|250¢g

2\, Total 11 100% Ar
~rF 150.031 | 78.321

M12 Ar+2-5%C02
25.46 1

M21 Ar+15-20%C02
46.241

M Images

Figure 6: Advanced consumption figures in the WeldCube

Part report summary

Part is ok

Part name Flux Capacitor

Part item number E1111

Part serial number o004

Start time 11/26/2020 11:36:14 AM

Arc time 2min 595

Process time 3min 65

Configured processing steps +]

Faulty steps 0

Steps with missing welds 0

Steps with too many welds 0

Correct steps &

Unconfigured steps 0

Wire consumption (length) / Wire consumption (weight) Tatal: 1491 m/BB6g
AISI 5 0.8mm: 248m /1259
CrNi199/19123 0.5mm: 249m /1589
Cusl 8 Trrm: 249m /1959
CusSi 3 0.9mm: 249m/f1.58¢g
Steel 0.8Bmm: 497m/2.50q9

Arc gas consumption Tatal: 150.021
M12 Ar+2-5%C02: 25481
11 100% Ar: 78.321
M21 Ar+15-20%C02: 46.241

Figure 7: Extended consumption figures in PDF report
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fapifv3/Parts/{partltemNumber}/{partSerialNumber}
"PartConsumptions™: {
"GasConsumptions™: [
1
"Label™: "M12 Ar+2-5XEC02"7,
"Volume": 25.4642124
1.
"WireConsumptions": [
i
"Label™: "Steel”,
"Diameter": 8.8,
"Length": 4.96918726,
"Mass": 2.5
1.
"UsedUnits": [
{
"Dimension”: "Diameter”,
"UnitT: “mm"
{
"Dimension”: "Length",
"Unit™: "m"
{
"Dimension": "Mass",
"Unit": "g"
{
"Dimension”: "Volums",
"Unit®: "1°
]
s

Figure 8: Extended consumption figures in the API v3

If the density is entered in the material settings for wire types, the weight is also displayed in addition to the

consumed wire length. This also applies to the total wire consumption if a density has been stored for each

type.
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4 ENERGY PER UNIT LENGTH (R2.14)

If the documentation provides the welding speed, the line energy (kJ/cm or kJ/inch) is displayed on the

welding detail page.

Note: The welding speed can be sent to the welding machine via a fieldbus robot interface during welding.

The energy per unit length [kJ/cm] is calculated based on the average welding speed v [cm/min] of the whole

weld, the instantaneous energy IE [kJ] and the welding time t [s]. The thermal resistance of the welding

process is not included!

13 1:15:08 PM 343s
Seam number 1/28/20271 Duration
40.29 kJ 8.591 0.9 kJ/cm
Energy Arc gas consumption —
ooV 285V ¥ 40m/min  F7.0 m/min +0.002wW
147V 3.4 m/min 1177.7W
U Wfs Power

T3369.5W

ProCenter CMT

Machine

44.6 cm
Seam length

¥ 0.0 c/min 91.8 em/min

78.1 cm/min
Welding speed

Figure 9: Energy per unit length on the weld detail side in the WeldCube

</5ingleStats>

<5ingleStats> I
<Name>Arc energy</Name:
<Value>10.946566581726074</Value>
<Unit>kd/cm</Unitc>

</5ingleStats> }

<SecticonData> 1.

"Walus":

"Hame™: "Arc ensrgy",

"Unit™: "kd/fcm™

Figure 10: Energy per unit length in the Json export

<5ingleStat:
<Name>Arc energy</MName:
<Unit>kd/cm</Unit>
<Value>18.94657</Value:
<f5ingleStat>

-

Figure 12: Energy per unit length in the API

Figure 11: Energy per unit length in XML export
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5 GROUPING OF JOB PARAMETERS (R2.15)

All parameters of the job types (MIG, MIG Manual, MMA, TIG, TIG (extended), CEL) are currently displayed
grouped in the job detail view, as well as on the machine.

Common

Welding mode MIG Standard

Name MigStdUnivSteel06M21
Gas M21 Ar+15-20%C02
Wire EN: Steel, AWS: ER 70 5-6
Wire diameter 0.6 mm

Characteristic 3184

Property universal

Upper power correction limit 0%

Lower power correction limit 0%
Upper arc length correction limit 0.0
Lower arc length correction limit 0.0
Welding parameters

Trigger mode Z-step
Wire Feed Speed 5.0 m/min
Current A7 A
Valtage 17.0V
Material Thickness 1.0 mm
Arclength correction 0.0
Weld-Start/ Weld-End

Startinn cnrrent 135 %

Figure 13: Grouping of job parameters on the job detail page

6 MAINTENANCE LINK (R2.15)

With release 2.15 it is possible to switch directly from the machine logbook page to the maintenance page.

The serial number of the current power source and the set filters of the logbook will be transferred.

Filters that are taken from the logbook on the maintenance page:
e Entry type (all, error, warning, notification)
e Date range (last month, last 7 days, ...)
e Machine serial number
Important: The link to the maintenance page is only available for the entry types all, error, warning and

notification.
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fFronivs  WELDCUBEEEIM 21715 admin @ ~

E2 Dashboard TPS 320i v Info Function packages Component history Jobs Logbook Welds
Entry type Date range
B Parts Al v Last7days v

& Machine Alerts

BN Arc welds

Date Event Details

fﬂ Statistics

3/30/2021 12:52:03 AM A Error 6843 (Main supply undervoltage.) occurred, duration 00:00:01.0

;’Q WeldOptimizer™ 3/29/2021 7:38:19 PM A Error 6577 (Main switch got turned off.) occurred, duration 00:00:01.0

Figure 14: Link to the maintenance page on the machine logbook page

7 ADDED/IMPROVED DISPLAYS (R2.16)

7.1 Seam length

As of Release 2.16, the seam length is displayed on the weld detail page.
By default, it is displayed metrically in centimeters. If the seam length is longer than 1000 cm, the value is

displayed in meters. In the imperial system of units, the seam length is consistently represented in inches.

Note: Documentation of the weld with duration and welding speed is a requirement. The welding speed can,
for example, be provided by the robot via a data interface.

13 1:15:08 PM 343s ProCenter CMT
Seam number 1/28/2021 Duration Machine
40.29 kJ 8.591 0.9 kJ/ecm 44.6 cm
Energy Arc gas consumption Arc energy
Yoov 285V ¥ 40m/min 7.0 m/min ¥0.002 W T3369.5W ¥ 0.0 cm/min T91.8 cm/min
14.7V 3.4 m/min 1177.7 W 78.1 cm/min
U Wfs Fower Welding speed

Figure 15: Seam length on the weld detail side

7.2 Number of machines in the LiveView

In the Machine Live view, the number of machines is displayed above the respective panel. In addition,

improvements have been made to the design, and the sorting of machines has been adjusted (Status —

Type — Name).
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#Froniss  WELDCUBE GEIm admin @ ~

§8 Dashboard Ubersicht  Live-Ansicht  Hallenplan

@ Bauteile

I online € Andere @) I

Status  Maschine Probleme

&\, LichtbogenschweiBungen O ® i 9 oo
4 Statistiken

g WeldOptimizer™
@ Verbrauchszahlen

@ Wartung.

£ Administration

Figure 16: Revised LiveView

8 GENERAL (R2.16)

8.1 Timeoffset Service deactivated

The function for correcting the time difference machines to WeldCube has been disabled due to recurring

problems with welds in the future. The function can be reactivated via the featuretoggle "timeoffsetservice".

9 COPY FUNCTIONS FOR JOBS (R2.16)

9.1 Copy-Paste-Function (TPS/i, iWave)

In the job list for TPS/i and iWave, all free job slots are now also displayed with Release 2.16. This makes it
possible to copy jobs to a free slot using the copy/paste function.

In the table at the top right, the "free" slots can be hidden.

Jos Select all . Reset selection Details 7/ Edit Z showhistory A/ Caloulate limit monitoring B Delete @ copy (] Paste B copyto
#  Name Last Modified Show free slots
O Al
O [=]|1  MigStdUnivsteel06M21 12/17/2020 11:59:59 AM
O [=]2  MigstdRootSteeloBM21 12/16/2020 8:55:50 AM
O [=]3  MigstdDynSteel0gm21 12/16/2020 8:55:50 AM
O = MigPulUnivSteel08M21 12/16/2020 8:55:50 AM
(m] Free

[m] = 8 Free 1/5/2021 2:11:32 PM
[m] o Free

O 10 free

[m] n Free

] 12 Free

O 13 Free

] 4 Free

O 15 Free

O = 16 Free 1/5/2021 2:15:00 PM
=] 17 Free

O 18 Free

] 19 Free

O 20 Free

(m] 21 free Selection @)  + Newjob

Figure 17: Copy-paste function for TPS/i and TIG
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Additional improvements regarding usability:

Button bar at the top stays fixed when scrolling down

With just one click on the job name, the detail page can be opened immediately.
Scroll up function

"Create job" button always on screen

Display of the currently selected elements in the list (number)

Help dialog with hint to keyboard shortcuts for copy and paste (Ctrl + C, Ctrl + V)

9.2 Improvement CopyTo-function (TPS/i, iWave)

The "Copy To" function can still be used to copy jobs to other machines. The "current" machine (on which

the displayed jobs are located) is no longer listed in the dialog.

Note: The copy/paste function should be used to copy the jobs on your own machine. (see 9.1 Copy/Paste
function (TPS/i, iWave))

Copy to other machines

Target machines @

Name Machine serial number IP address

kargch 00001296 10.5.136.235
david 00001382 10.5.138.231
9200e9b8 31242688 10.5.138.236

D Copy jobs Cancel

Figure 18: Copy jobs to another machine

Additional improvements regarding usability:

Element arrangement

Error handling improved

9.3 CopyTo function: extension of variable target job numbers

The "Copy-To" function has been extended and now supports two different modes to define which job

numbers should be used on the target machine.
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Copy to other machines

Target machines @
Name Machine serial number IP address
O  8fdc2650 00001362 10.5.138.238

v david 00001382 10.5.138.231

Target job number @
1

(O Succeeding numbers @ Preserve gaps between numbers

Job numbers used on target

[1 15 178 L1012}

Attention: If there are existing jobs at some positions, they will be overwritten!

O Copyjobs [JESRIPE]

Figure 19: Variable target job numbers in CopyTo function

Modi:
e Succeeding numbers: Selected jobs are copied in direct succession starting from the specified target
job number
e Preserve gaps between numbers: Selected jobs are copied starting from the specified target job
number, but the original gaps between the jobs are taken into account

Below the mode selection the used target job numbers are displayed. In addition, a message appears that

existing jobs will be overwritten if there are any.
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10 IMPROVED JOB FUNCTIONS (R2.16)

10.1 Navigation between jobs

The pages for viewing and editing a job have been combined so that it is now possible to switch dynamically
between viewing/editing on the job page.
For quick and easy navigation between jobs, the table of all existing jobs is displayed on the right side of the

screen.

»5 JOB1-TTT2

Common # Name
Wweding moce MG Sndar
2 MigStdUnivSteelo6M21
Name T2
4 TTT
Gas M21 Ar+15-20%C02 s Test555
6 MigStdUnivSteel06M21
Wire diameter 0.8 mm
7 New?
Wire EN: Steel, AWS: ER 70 5-6 g News
Characteristic 2674 9 New9
10 MigstdDynSteel0gM21
Property dynamic
n Tm
Welding parameters
12 MyNewJob12sdfsdf
Trigger mode 2-step ~ 13 Test13
14 Test14
Wire Feed Speed 53 m/min
15 Test15
Current 87 S =G
17 Test17
Voltage 163 18 Test18
use IRV anc [EXTRE o swrch b
Material Thick use [ to toggle edit mode 19 Test17
aterial Thickness 11 5
use [0S to reset adjustments o e
Use 1o save job
Arclength correction 0.0 Use 1o save jobas 21 MigStdUnivSteel06M21

Figure 20: view and edit window jobs

For the user there is the possibility to perform various operation additionally with keyboard shortcuts. As you
can see in the picture above, a help dialog is displayed when you open the page, showing the different
keyboard combinations. With "Never show this again" the dialog can be hidden permanently. If the dialog is

closed with "Close", it will come up again after a certain time if the page is opened again at a later time.

Functions / Shortcuts:
o Details: Switch between detail view and edit mode (Keyboard: Shift+ E)
¢ Reset: Reset changes made in the input fields (Keyboard: Shift+ R)
e Save: Save the job (Keyboard: Shift+ S)
e Save as: Save the job under a different name and number on this machine (Keyboard: Shift + S)

e Job table on the right: Switching through different jobs (Keyboard: shift + up or shift + down)
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10.2 Compare jobs (one power source)

On the redesigned job page, you can now compare up to three other jobs with the current job.

Fronius  WELDCUBE EIEID Export = admin @ ~
B8 Dashboard TP5 32 ~ Infe  Funclionpackages  Componenthistory Jobs  Logbook  Welds
= JOB 12 - SEAM 12 PMC MIX
@ Pans
o swristics Job38 Job16 . Name
+ Gom
Parameter Job 12 [l B s o Gompare
28 o 1 SEAM 1 PMC
& plimizer™
LT 2 SEAM 2 PMC
© Contumgtion figures Welding mode MIG PMC 3 c
Name SEAM 12 PMC MIX 4 H
IR Maimenance 5 c
Gas M21 Ar+15-20%C02
6 3
£ Administration wiire CEN: Steel, AWS: ER 70 S-6 . ~
Wire giameter 1.2mm 8 MC
Characteristic 3287 9 PMC MIX
Property  mix - - 10 SEA 0 PMC MIX
n SEAM11PMC
Upper power corection limit
12 SEAM1ZPMCMIX
Lower power carrection limit 19 [—
i arr tannth ~rractine liewt JESTUR

Figure 21: compare jobs

With a click on the "Compare" button a job can be added for comparison. Values that differ from the output
job are highlighted in orange and marked with a dot. Job switching is also supported, i.e. if you change the
reference job (on the left), the right columns update dynamically.

For ease of use, WeldCube Premium remembers the selected columns and displays them again when
returning to the job page of the selected power source.

Functions / Shortcuts:

e Compare: Add a job which should be compared (Keyboard: Shift + C).

10.3 Compare jobs (multiple power sources)

Jobs can also be compared across power sources. The job and the corresponding current source are
displayed in the comparison columns.

Fronius  WELDCUBE I Export ~ admin @ ~

B8 Dashboard TPS 32 v Info  Functionpackages  Componenthistory  Jobs  Logbook  Welds

@ Pants

»¢ JOB 12 - SEAM 12 PMC MIX

i sutistics

Job8 Job8 = * Name
T + compare
Lo A 12 B esazn 8 75 3201 Second Line 2
2 ey SEAM 1 PMC
jeldOptimizer™
E
Common SEAM2PMC
© Consumption figures Welding mode MIG PMC 3 SEAM 3LSC
Name SEAM 12 PMC MIX . . 4 SEAM 4LSC
IR Maintenance 5 SEAM 5LSC
Gas M21 A1 2
6 Lsc
£ Administration Wie CEN: Stel, AWS ER 7056
7 SEAM 7 PMC
Wire diameter 12mm 8 AMEPMC
Characteristic 3287 . . 9 SEAM 9 PMC MIX

Figure 22: Compare jobs across power sources
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10.4 Jobs PDF-Export (TPS, TPS/i)

With the extended PDF export, individual jobs or now also several jobs can be exported as PDF at once. The

content of the PDF is identical to the job information from the welding PDF or the component PDF.

Note: The function is only available for TPS and TPS/i.

#romivs  WELDCUBE REITT Export ~
=p G PDF
[ 14 tobi v Info Function packages Component history Jobs Loghook Welds
= JOB EXPLORER + Newjob
'
m o8, Select all 4~ Reset selection Details # Edit Z Show history A Calculate limit monitering E Delete |E| Copy D Paste ’F] Copy to
ad
. # Name Last Modified [[] Show free slots
q.? - Al
v Bl thefist 2/8/2021 3:58:59 PM
n
“ O = | 2 thesecond 2/9/2021 10:54:11 AM
=

Figure 23: Multiple job PDF export

Export job list as PDF

Multiple lines can be selected in the Job Explorer and the PDF can be created as usual using the export link.
Marked free job slots are ignored and not exported. If no job or only free job slots are selected, the export
link is visible but deactivated.

Note: The list of jobs to be exported is limited to the currently valid jobs.

Export individual jobs as PDF

Individual jobs can be exported as PDF directly on the Job Detail page.

Note: Export is possible with currently valid and historical jobs.

fFromius  WELDCUBE

H tobi ~ Info Function packages Component history Jobs Logbook Welds G- PoF
»f JOB 1 - THE FIRST
'
m Q Find welds = History # Edit
o~ x
(! Parameter Job 1 -+ Compare # Name
: LD 2 the second
¢ Welding mode MIG Puls
Name the first
@ Gas M21 Ar+15-20%C02
a Wire EN: Steel, AWS: ER 70 S-6
Wire diameter 0.8 mm
5 Characteristic 2769

localhost/Blackbone Weblnterface/TPSI/Jobs/ExportlobPdf?serialNumber=000014118mcusn=305010006457700028jobs %5B0%50 jobnr=1 -

Figure 24: Export individual jobs to job detail page
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10.5 Job Parameter Groups Fold In/Out

In the Job Detail view, the individual groups of job parameters can be folded in and out to achieve a better

overview. With a click on "All" or "None" all groups can be either shown or hidden.

Note: For higher usability the selected states of the groups (on/off) per job type are stored locally in the

browser for one user.

Parameter

Common

Welding parameters
Trigger mode

Wire Feed Speed
Current

Voltage

Material Thickness
Arclength correction
Weld-Start/ Weld-End
Starting current

Start Arclength correction
Start current time
Slope 1

Slope 2

End current

End Arclength correction

»s JOB 1 - MIGPULUNIVSTEELO8M22

€ Back to overview Q Find welds £ History

Job1

50

0o

Details

All | None

N
Fat

~

m/min

Job2
thomas

o fesst m

Job 5
B thomas

Job 7
B thomas

Figure 25: Folding in and out parameter groups
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