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The information in this manual is subject to change without notice and should not
be construed as a commitment by ABB. ABB assumes no responsibility for any errors
that may appear in this manual.

Except as may be expressly stated anywhere in this manual, nothing herein shall be
construed as any kind of guarantee or warranty by ABB for losses, damages to
persons or property, fitness for a specific purpose or the like.

In no event shall ABB be liable for incidental or consequential damages arising from
use of this manual and products described herein.

This manual and parts thereof must not be reproduced or copied without ABB's
written permission.

Keep for future reference.
Additional copies of this manual may be obtained from ABB.

Original instructions.

© Copyright 2004-2018 ABB. All rights reserved.
Specifications subject to change without notice.

ABB AB, Robotics
Robotics and Motion
Se-721 68 Vasteras

Sweden



Table of contents

Table of contents

Overview Of thisS MaNUAL ..........ueeeee e e e s s nnnn e e e e e e s 7
1 Safety 9
PR R T (=1 PP 9
1.2 Safety forarc Welding .......ccovuieiiiiiiii 10
1.3  Safety signalsin the manual .............c.cooiiiiiiiiiii e e 11
1.4 Make sure that the main power has been switched off ... 13
2 Integrated Power Source applications 15
P2 T © 1 =Y VT 15
2.2 Start the Integrated POWEr SOUICE ........c.ouiuinieiiiiii e e e e e e eaeas 16
2.3  Active arc welding SYStem .....oviniiiiii i 17
3 Integrated Power Source application details 19
3.1 Schedule ManagemeNnt .........c.oiiii e e e e e e 19
3.1.1  Open schedule WINAOW .........ccooiiiiiiiiiiii e e e e e 19

3.1.2 Createaschedule ..........coiiiiiiiiiiii 20

3.1.3 CopYy @SChEAUIE .....ereiee et e e e 22

3.1.4 Delete @SChedUIE .....c.einiieiiiii i et et e e e e n e 23

3.1.5 Viewing schedule COMPONENTS .........ociniiiiii e e e 24

3.1.6 Editing schedule COMPONENtS ........ccouiiiiiii e 27

3.2 Manage user defined SYNergic liNES .......ccoeiiiiiiiiiiii e e e eaens 31
3.2.1 Open the window for management of user defined synergic lines ..................... 31

3.2.2 Create a user defined Synergic liNe ..........ocviiiiiiiiiii e 32

3.2.3 Display all user defined Synergic lines .........ccooveiiiiiiiiii i 33

3.2.4 Delete a user defined synergic line ...........cooviiiiiiii i 34

3.2.5 Open and save a user defined synergic line ...........cccoeiiiiiiiiiiiiiiiieeenes 35

3.3  Advanced fUNCHONS .........ouiiiii e e e e r e e e aas 37
3.3.1  Open advanced functions WINAOW ...........ccociiiuiiiiiiiiiiieieie e eenes 37

3.3.2 Service information .........cccoiiiiiii 38

3.3.3  Service fUNCHIONS ......cuiuieiiiiii e 39

R G T ST 1 (] Vo =P 41

3.4 Backup and restore SChedules ...........ccooiiiiiiiiiiii e 47
3.4.1 Open backup and restore WindOW ...........ccoeiiiiieiiiiiiiiiiieer e e e 47

3.4.2 Backup SChedules ..o e 48

3.4.3 Restore schedules .........coiiiiiiiiiiii 49

3.5 Exporting schedule cCOmpPoNeNts ........ ..o e 51
3.6 Viewing measured welding data ...........c.oooiiiiii i 52
3.6.1 Measured welding data ...........c.oiiiiiiii 52

4 Programming schedules 53
L T © 1YY VT 53
4.1.1  ADBOULt SChedUIES ... 53

4.2 Synergic data values — a programming aid ...........cooiiiiiiiiiiiii e 54
421 Synericdatavalues .........couiiiiiiiiiiii e 54

T JC TS To? o T=Te [ (=0 oo g ] o T 1= o | £ PP 55
G T S =1 1 (1 Vo =P 55

4.3.2 MOAE ..o nas 56

4.3.3 Method ... e n e e 57

4.3.4  CreePStart ... aanan 61

4.3.5 HoOtStar ... e 62

4.3.6  Craterfill .....oeveiiiii 65

R T S ) V3 =Y o T PP 70

4.3.8 Wirefeed SPEed ..o e 71

T RS Vo ] | - T 1 72
4.3.10 Arclength ... 74
Application manual - Programming Integrated Power Source 5

3HACO050972-001 Revision: B

© Copyright 2004-2018 ABB. All rights reserved.



Table of contents

4.3.11 DYNamiC ProPeItieS ... ..ueueuiee it e e e e e e e e e e rn e e e e e e eeaen 75

4.3.12 Regulator 1Y Pe ... e e e 76

4.3.13 PUISE CUITENTE ...ttt e e e e e s e e e e e e e nnens 77

4.3.14 PUISE HIME ...neiiei e e e 78

4.3.15 Background CUITENT ........cuiuiiiiii ettt e et e e e et rn s e e e e rnnaenens 79

L I B I =Y U =T o T P 80

TR S (o T PP 81

TR = € P 82

L TR 1 PP 83

4.3.20 Final wirefeed Speed .........ccooiiiiiiiiiiii e 84

4.3.21 FiNal VORAQE .. uoiiiiei e 85

4.3.22 Finalarclength ... e 86

4.3.23 Final pulSe CUITENT ......eei e e e e e e e e e e 87

4.3.24 Final background CUITENt ...........ouiuiiie e e e e e 88

4.3.25 FiNal frEQUENCY ...eneieiiiiii et ettt e e e e s e e e e e aneae 89

4.3.26 Craterfill imMe .....coniii e 90

4.3.27 BUurnNback time .......cc.iuiiieiiii 91

4.3.28 FiNal PUISE ...eeeiei e et e n s 92

4.3.29 TOUCh SENSE CUITENT ....ueieitiii et e e e e e s e s e e s r e e e s eanranannnans 93

4.3.30 Phase time .....einiiii i eaeas 94

5 Predefined synergic lines 95
5.1 INrOdUCTION ...eee e 95
5.2  Setting the Welding ProCESS .....uuiuiiiiiiie e e e e e aaeae 96

6 Rapid command *Load 99
6.1  Loadthe .Sid file ... e 99

7 Rapid command *Store 101
7.1 Savingthe .Sid file ... e 102

8 Rapid command *Tune 105
8.1 Setting Numeric Schedule COMPONENES .......ccviiieiiiiiiieieae e e eaees 106
Index 109

Application manual - Programming Integrated Power Source
3HAC050972-001 Revision: B

© Copyright 2004-2018 ABB. All rights reserved.



Overview of this manual

Overview of this manual

About this manual
This manual contains information on how to:

« Create and edit schedules.

« Create user defined synergic lines.

» Read service information and execute service functions.
« Backup and restore SID files.

Usage
This manual is intended to be used for:

« Programming
+ Maintenance

Who should read this manual?
This manual is intended for:

* Robot programmers
« Maintenance personnel

Basic knowledge
Readers of this manual must be:

« Familiar with industrial robots and the relevant terminology
+ Familiar with RAPID programming language
« Familiar with system parameters and how to configure them.

Reference documents

References Document ID

Technical reference manual - RAPID Instructions, Functions|3HAC050917-001
and Data types

Technical reference manual - System parameters 3HAC050948-001

Application manual - Arc and Arc Sensor 3HAC050988-001

ESAB user manual

Revisions
Revision Comment
- First revision.
A Released with RobotWare 6.04
» Updated FlexPendant screen shots.
* Minor corrections.
B Released with RobotWare 6.08.
» Added limitation for AristoMig Integrated.
Application manual - Programming Integrated Power Source 7
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1 Safety
1.1 Safety

1 Safety

1.1 Safety

Safety of personnel
A robot is heavy and extremely powerful regardless of its speed. A pause or long
stop in movement can be followed by a fast hazardous movement. Even if a pattern
of movement is predicted, a change in operation can be triggered by an external
signal resulting in an unexpected movement.

Therefore, it is important that all safety regulations are followed when entering
safeguarded space.

Safety regulations
Before beginning work with the robot, make sure you are familiar with the safety
regulations described in the manual Operating manual - General safety information.

Application manual - Programming Integrated Power Source 9
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1 Safety

1.2 Safety for arc welding

1.2 Safety for arc welding

Safety instructions for arc welding
Safety instructions can be found in the manual Introduction and Safety - Arc Welding
Products for all steps that involve risk of personal injury or material damage. In
addition, they are included in the instructions for each step.
General warnings, where the intention is to avoid problems, are only included in
the instructions.

A WARNING

All personnel working with the welding robot system must have a full
understanding of the applicable safety instructions.

10 Application manual - Programming Integrated Power Source
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1 Safety

1.3 Safety signals in the manual

1.3 Safety signals in the manual

Introduction to safety signals

This section specifies all safety signals used in the user manuals. Each signal

consists of:

» A caption specifying the danger level (DANGER, WARNING, or CAUTION)

and the type of danger.

» A brief description of what will happen if the the danger is not eliminated.

+ Instruction about how to eliminate danger to simplify doing the work.

Danger levels

The table below defines the captions specifying the danger levels used throughout

this manual.

Designation

Significance

DANGER

Warns that an accident will occur if the instructions
are not followed, resulting in a serious or fatal injury
and/or severe damage to the product. It applies to
warnings that apply to danger with, for example,
contact with high voltage electrical units, explosion
or fire risk, risk of poisonous gases, risk of crushing,
impact, fall from height, and so on.

WARNING

Warns that an accident may occur if the instructions
are not followed that can lead to serious injury, pos-
sibly fatal, and/or great damage to the product. It
applies to warnings that apply to danger with, for
example, contact with high voltage electrical units,
explosion or fire risk, risk of poisonous gases, risk
of crushing, impact, fall from height, etc.

ELECTRICAL
SHOCK

Warns for electrical hazards which could result in
severe personal injury or death.

CAUTION

Warns that an accident may occur if the instructions
are not followed that can result in injury and/or
damage to the product. It also applies to warnings
of risks that include burns, eye injury, skin injury,
hearing damage, crushing or slipping, tripping, im-
pact, fall from height, etc. Furthermore, it applies to
warnings that include function requirements when
fitting and removing equipment where there is a risk
of damaging the product or causing a breakdown.

ELECTROSTATIC
DISCHARGE (ESD)

Warns for electrostatic hazards which could result
in severe damage to the product.

NOTE

e o B P

Describes important facts and conditions.

Continues on next page
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1 Safety

1.3 Safety signals in the manual

Continued
Symbol Designation Significance
TIP Describes where to find additional information or
how to do an operation in an easier way.
12 Application manual - Programming Integrated Power Source
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1 Safety

1.4 Make sure that the main power has been switched off

1.4 Make sure that the main power has been switched off

Description
Working with high voltage is potentially lethal. Persons subjected to high voltage
may suffer cardiac arrest, burn injuries, or other severe injuries. To avoid these
personal injuries, switch off the main power on the controller before proceeding
work.
H o
Switch off all main power switches in a MultiMove system.
Application manual - Programming Integrated Power Source 13
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2 Integrated Power Source applications

2.1 Overview

2 Integrated Power Source applications

2.1 Overview

General
Integrated Power Source is an administrative interface for power sources in
FlexPendant.

The following power sources are compatible with the Integrated Power Source:
» Arcitec IRC5
« MigRob 500
+ AristoMig 500 Integrated

Limitation for AristoMig Integrated
The latest versions of firmware for AristoMig Integrated that are tested and
supported with IRC5 are WDL 1.05 and PS 1.39P.
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2 Integrated Power Source applications

2.2 Start the Integrated Power Source

2.2 Start the Integrated Power Source

How to start the Integrated Power Source tool:

Action

Info/lllustration

Tap the ABB menu.

Tap Integrated Power Source.
The program starts.

— @Q Manual Guard Stop Fw X
= T2 | A_ErrorGensyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

I ® & O

|
(% » 0@ o(s))

Setup Service Info Part Arc ESAB T

R RoB_1__
sl v 5

xx1400001756

Once the program has been loaded, a
desktop is displayed with a number of
icons. The power source functions can be
accessed from here.
» Tap on the shutdown button (top
right corner) to close Integrated
Power Source.

— @J Manual Guard Stop Fw X
=V T\ | A ErrorGenSyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

Integrated Power Source |ioaristomigines /*arc1 gros_t

AristoMig Integrated
Schedules Synergic Lines Advanced Backup and
Functions Restore

ROB_1
ey

xx1400001757

16
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2 Integrated Power Source applications

2.3 Active arc welding system

2.3 Active arc welding system

Introduction

The selection of the arc welding system determines which equipment is active

when manual operations - i.e. Gas On, Manual Wire feed, Editing schedules - are
executed.

See Application manual - Arc and Arc Sensor on how to change active arc welding
system.

Active power source information

The I/0 unit name of the active power source, the name of the active arc welding
system and the robot associated with that system, are indicated in the top right.

F— @D Manual Guard Stop ki ><
=V [ | A_ErrorGenSyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

Integrated Power Source |iuAristDMigInt1 A arct ‘gros_1
AristoMig Integrated
Schedules Synergic Lines Advanced Backup and
Functions Restore

ROB_1
Y

% B

xx1400001758

The arc welding system System 1 associated with robot ROB_1 is active. The power
source B_AW_PROC_40 is configured in that system.

— @D Manual Guard Stop e X
=V (7 | A_ErrorGenSyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

Integrated Power Source |iuAristuMigInt1 7 arc1 2R0571
AristoMig Integrated
Schedules Synergic Lines Advanced Backup and
Functions Restore

xx1400001758

The robot associated with the active arc welding system, e.g ROB_1
B The name of the active arc welding system, e.g System 1

The I/0 unit name of the active power source, e.g B_AW_PROC_40

Continues on next page
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2 Integrated Power Source applications

2.3 Active arc welding system

Continued
1 e
When the active arc welding system or active robot is changed, the Integrated
Power Source reverts to desktop mode. If active power source is not compatible
with Integrated Power Source or that the power source is unconnected, the
Integrated Power Source desktop icons will be grayed out.
18 Application manual - Programming Integrated Power Source
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3 Integrated Power Source application details

3.1.1 Open schedule window

3 Integrated Power Source application details

3.1 Schedule management

3.1.1 Open schedule window

Open schedule window

Action Info/lllustration
H = — Manual Guard Sto| kg
1 |Tap Schedules in the start window 1] e A vt
to open the schedule window. Integrated Power Source ||uAristnMiglnt1 /' arcL gRroB 1
\’/ AristoMig Integrated
Schedules Synergic Lines Advanced Backup and
Functions Restore
ROB_1_
T
xx1400001759
H — Manual Guard Stop e
2 A" SChedUIe_s Stored in the power =V @% A_ErrorGenSyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)
source are listed. schedule Manager inaristoMigint1 4 arc1 ‘droB 1
2 3 4 5 6 7 8 9 10 11-12
13 14 15-16 17 18 19 20 21-22 23 24
25 26 27 28 29 30 31 32 33 34
35-36 37 38 39 -41 42 43 44 45
46 47 48 49 50 51-52 53-54 55-56 57 58
59 60 61 62 63-64 65 66 67 68 69
70 71 72 73 74 75-76 77 78 79 80
81 82 83 84 85 86 87 88 89 96
97 98 99
Delete Duplicate Edit Close
ROB,l,_\
Ya B

xx1400001760

Q Tip

number 2.

A schedule with the Super pulse mode activated is followed by a plus character.
This schedule occupies two schedule memory positions. E.g if schedule 1 has
the Super pulse mode enabled, it is not possible to store a schedule with the

Application manual - Programming Integrated Power Source
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3 Integrated Power Source application details

3.1.2 Create a schedule

3.1.2 Create a schedule

Create a schedule

Action Info/lllustration
1 |In the Schedule window, tap New. =L e
Schedule Manager ioaristoMigInt1 /" ARCL ‘gROB_1
2 e 4 5 6 7 8 9 10 11-12

13 14 15-16 17 18 19 20 21-22 23 24
5 26 27 28 20 30 31 32 33 34
3536 37 38 3 [N 2 4 @
46 47 48 49 50  51-52 5354 5556 57 58
59 60 61 62 63-64 65 66 67 68 69
70 71 72 73 74 75-76 77 78 79 80
81 82 83 84 85 86 87 88 89 96
o7 98 9

Delete Duplicate Edit Close

Row 1_
“ @

xx1400001760
2 |A numerical keypad is displayed. B s ameizaramosions
. Schedule Manager - New iof|
You can add a new schedule numberintwo |5 5 4 = & 5 5 5 11_‘__D
different ways: 13 14 15..17 18 19 20 21..23 24 7ol | &=
+ Use the number suggested by the |[[2s 2 27 2 20 30 31 3 33 =3¢ || | 0 |
system. 35.37 38 30 @l 22 3 4 a5
46 47 48 49 50 51...53...55..57 58 L 2 3 1<K
+ Enter the new schedule number us-||., . ./ & e 65 o 6 65 0
ing the numeric keys. 772 73 74 7 18 79 o |HEE
8l 82 83 84 85 8 87 88 89 96
3 |Tap OK to create a new schedule. 5 o o
4 |T ncel ncel creatin new
Sgﬁeﬁﬁle‘?e to cancel ¢ eat g ane Delete Duplicate oK Ca:;e:

xx1400001761

5 |The schedule window is updating. The @% :i:::lreensﬂt..(lsz.lsn.u..) ::‘:,::j:;nr 2) (Speed 100%) L 7
created schedule is highlighted. il i erestonans faxcy grons

2 3 4 5 ] 7 8 9 10

11-12 13 14 15-16 17 18 19 20 21-22 23
24 25 26 27 28 29 30 31 32 33
34 35-36 37 38 39 40 41 42 43 44
45 416 47 48 49 50 51-52 53-54 5556 57
58 59 60 61 62 63-64 65 66 67 68
69 70 71 7z 73 74 75-76 77 78 79
80 81 82 83 84 85 86 87 88 89
96 97 98 99

Delete Duplicate Edit Close

ROB_1

B 2

xx1400001762

Q Tip

The content of the new schedule is identical to the most recently activated
schedule in the power source. See Copy a schedule on page 22.

Continues on next page
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3 Integrated Power Source application details

3.1.2 Create a schedule
Continued

1 o

A new schedule never has Super pulse activated, regardless of what the last
activated schedule had.

Application manual - Programming Integrated Power Source 21
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3 Integrated Power Source application details

3.1.3 Copy a schedule

3.1.3 Copy a schedule

Instructions
Action Info/lllustration
1 |In the Schedule window, tap to selectthe |[[= V| @ 15 wsiwss s niomion =
schedule to be copied_ Schedule Manager oaristomigineL /" ARCL LROB_1
2 e 4 5 6 7 8 9 10 11-12
2 Tap Dup“cate_ 13 14 15-16 17 18 19 20 21-22 23 24
25 26 27 28 29 30 31 i 2 33 34
3536 37 38 3 [N 2 4 @
46 47 48 49 50 51-52 53-54 55-56 57 58
59 60 61 62 63-64 65 66 67 68 69
70 71 72 73 74 75-76 77 78 79 80
81 82 83 84 85 86 87 88 89 96
97 98 99
Delete Duplicate Edit Close
xx1400001760
3 |A numerical keypad is displayed. B | . 1921685, mtte ot 23 ot 00y 2 _
. Use the schedule number suggested Schedule 90 ‘luAnsluMiglntl arc1 ‘gros_1
by the system. T ‘ A
£ mm on_Jgn™
«  Enter the new schedule number us- | =—"=— ST
Ing the numeric keys' Wirefeed speed 9 m/min
Voltage trim 0 (19.00) Vv
4 |Tap OK to copy the schedule number. A — 75 "
. Burnback time 0.12 s
5 |Tap Cancel to abort the copying. T outh sonse curent 0 A
E} 123... ViewA oK Cancel
xx1400001763
6 |The schedule window is updating. The SN b T or SR P4
created SChedU|e is highlighted. Schedule Manager ioAristoMigint1 /" ARCL ZROB_I
1 2 3 4 5 6 7 8 9 10
11412 13 14 15-16 17 18 19 20 21-22 23
24 25 26 27 28 29 30 31 32 33
34 35-36 37 38 39 40 41 42 43 44
45 46 47 48 49 50 51-52 53-54 55-56 57
58 59 60 61 62 63-64 65 66 67 68
69 70 71 7 23 74 75-76 77 78 79
82 83 84 85 86 87 88 89
97 8 99
Delete Duplicate Edit Close
xx1400001764
A schedule with Super pulse can only be copied to an odd schedule number
between 1 and 95.
22 Application manual - Programming Integrated Power Source

3HAC050972-001 Revision: B
© Copyright 2004-2018 ABB. All rights reserved.



3 Integrated Power Source application details

3.1.4 Delete a schedule

3.1.4 Delete a schedule

Instructions

Action

Info/lllustration

In the schedule window, select the sched-
ule.

Schedule Manager

@O Manual Guard Stop
v %) | a_ErrorGensyst... (192.168.6..)  Stopped (2 of 2) (Speed 100%)

ioaristomigint1 4 arci ‘gRoB_1

=]

1 2 3 4 5 6 7 8 9 10
11-12 13 14 15-16 17 18 19 20 21-22 23
2 |Tap Delete.
24 25 26 27 28 29 30 31 32 33
34 35-36 37 38 39 40 41 42 43 44
a5 46 a7 a8 49 50 51-52 53-54 55-56 57
58 59 60 61 62 6364 65 66 67 68
69 70 71 72 73 74 7576 77 78 79
80 81 82 83 84 85 86 87 88 89
- 96 97 98 99
New Delete Duplicate Edit Close
ROB_1
“n B
xx1400001764
. . . Manual Guard Stop [5k:3
3 |A d|a|og box appears to confirm deletion @& B_ErrorGensyst.. (192.168.9..)  Stopped (2 of 2) (Speed 100%)
Schedule M; AristoMigint1 /T ARC1 ' 1
of the selected schedule. chocle Manager ortotiont fuc
» Tap Yes to delete the schedule.
11-12 1 & Are you sure you want to delete schedule 2 23
. 24 2 90?7 33
4 |Tap No to abort the deletion. G 3 e
45 gl e 57
o8 5 68
69 7 79
80 8| 89
-
Yes
New Delete Duplicate Edit Close
% : ROB_1_
=n, a B
xx1400001765
. . — Manual Guard Stop Ee
5 |The schedule window is updated. =V @& A_ErrorGensyst.. (192.166.8..)  Stopped (2 of 2) (Speed 100%)
Schedule Manager ioaristoMigint1 /" ARC1 ‘g ROB_1
1 2 3 4 5 6 7 8 9 10
11-12 13 i4 1516 17 i8 i9 20 21-22 23
24 25 26 27 28 29 30 31 32 33
34 35-36 37 38 39 40 41 42 43 44
45 46 47 48 49 50 51-52 53-54 55-56 57
58 59 60 61 62 6364 65 66 67 68
69 70 71 72 73 74 7576 77 78 79
80 81 82 83 84 85 86 87 88 89
- 97 o8 99
New Delete Duplicate Edit Close
0 ROB_1
% 9
xx1400001766
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3 Integrated Power Source application details

3.1.5 Viewing schedule components

3.1.5 Viewing schedule components

Instructions

ents of the schedule is displayed. Boedit
There are two different groups of schedule || name:

components:

Action Info/lllustration
. = Manual Guard Stop Fw
1 |In the schedule window, select the sched- O e comimacy s
ule Schedule Manager ioaristoMigint1_/* aRC1 g ROB_1
1 2 3 4 5 6 7 8 9 10
2 Tap Edit 11-12 13 14 15-16 17 18 19 20 21-22 23
24 25 26 27 28 29 30 31 32 33
34 35-36 37 38 39 40 41 42 43 44
45 46 47 48 a9 50 51-52 53-54 55-56 57
58 59 60 61 62 63-64 65 66 67 68
69 70 71 72 73 74 7576 77 78 79
80 81 82 83 84 85 86 87 88 89
98 99
Delete Duplicate Edit Close
ROBJ’_\
% B
xx1400001766
. Py — Manual Guard stop EX
3 | A schedule window containing the compon- ||| = v | B Mo . cszicss.r semriopsed oo

seam1

Tap a field to edit the value.

* Non-numeric schedule components |[rme

‘ value ‘ Data Type Unit (05 or
. seam1: [0.5,0.1,0,0.2] seamdata
* Numeric schedule components .
purge_time := 0.5 num
preflow_time := 0.1 num
scrape_start : = 0 num
postflow_time := 0.2 num
Undo OK Cancel

Production
[m Calibration ][ giras

Production ROB_1
e ) R Ke

xx1400001767

o

Make a practice of always tapping the Cancel button if you are only interested
in viewing a schedule and not making unintentional changes.

Continues on next page
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3 Integrated Power Source application details

3.1.5 Viewing schedule components
Continued

Non-numeric schedule components
Non numeric schedule components consists of:

— @D Manual Guard Stop B X
=V [y | A_AristoMigInt.. (192.168.8...)  Stopped (Speed 100%)

Edit

Name: seam1

Tap a field to edit the value.

Name | Value | Data Type Uniti to 5 of 5
seam1: [0.5,0.1,0,0.2] seamdata
purge_time := 0.5 num
preflow_time := 0.1 num
scrape_start 1= 0 num
postflow_time := 0.2 num
Undo OK Cancel

ROB_1

S Production Production
e

xx1400001767

-—

Mode (switch between primary and secondary schedule for Super pulse)
Method

Material

Gas

Wire size

Creepstart

Hotstart

Craterfill

© | ® N g ke N

Synergic

Q Tip
It is possible to configure whether creepstart and hotstart are to be visible in the
schedule editor. See Advanced functions on page 37.

Numeric schedule components
The numeric schedule components used in a schedule are displayed.

Continues on next page
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3 Integrated Power Source application details

3.1.5 Viewing schedule components

Continued

Changing the view

In addition the user may choose to display only a subset of the components, by
selecting a different view.

Action

1 |Tap View.

2 |Select a new category.

Info/lllustration

— Manual Guard stop X

=] B i S
Baedit

Name: seam1

Tap a field to edit the value.

Name ‘ value ‘ Data Type Uniti 05 of 5
seam1: [0.5,0.1,0,0.2] seamdata

purge_time := 0.5 num

preflow_time := 0.1 num

scrape_start : = 0 num

postflow_time := 0.2 num

Undo oK Cancel
" a ROB_1

o o i
xx1400001767

= Manual Guard Stop B

=V @& A_AristoMigInt.. (192.168.6...)  Stopped (peed 100%)
Sedit

Name: weld20

Tap a field to edit the value.

Name: ‘ value ‘ Data Type ‘unm to6of 9|
'weld20: [4,0,[63,210],[0,0]] welddata

weld_speed := 4 num mm/s
org_weld_speed := 0 num mm/s
main_arc: [63,210] arcdata

sched := 63 num

current = 210 num g : ;

Undo OK Cancel

b catraen Jfeeen |8 )

xx1400001768

Q Tip

These categories and the schedule components included in each category are
configurable. See Advanced functions on page 37.

o

If there are no categories for view management, the View button will be greyed
out and all numeric schedule components available in the schedule will be

displayed.
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3 Integrated Power Source application details

3.1.6 Editing schedule components

3.1.6 Editing schedule components

Introduction

Starting from a schedule window as described in Viewing schedule components
on page 24.

An arbitrary number of components can be changed in the open schedule before
closing the schedule window.

Activating Super pulse

Proceed as follows:

Action Info/lllustration
1 | Activate Super pulse by selecting Super |[=v]| & i woimos oo iy 2°
pulse. Select the normal box to use a nor- | |seeisic wanager - rew o g
mal SChedu|e 1 * 3 4 S 6 Z 8 9 10
' 11...13 14 15..17 18 19 20 21..23 7 8 D &=
24 25 26 27 28 29 30 31 32 33
4 5 6 | =
34 35..37 38 39 40 41 42 43 44
45 46 47 48 49 50 51...53...55..57 1 2 5 X
58 59 60 61 62 63 65 66 67 68 9
69 70 -74 75..77 78 79 80 81 L1
82 83 84 85 8 87 88 89 90 91
9% 97 98 99
New Delete Duplicate OK Cancel
[csrenn )| | B | 5
xx1400001769
Changing method, material, gas and wire dimension
Proceed as follows to make a change:
Action Info/lllustration
1 |Tap the button displayed in the image. =] B M i et B
Schedule 71 - Instance 1 ‘lnAristanglntl /arct ros1
Mode
ﬁ “:lNormal Super pulse ‘
Method
/()" lShort pulsed arc ﬂ
Material
'g |Fe (Mild steel, low-alloy steel) ﬂ
Gas
& [ ie%co2 hd
Wire size
f |1.0 mm ﬂ
oK Cancel
<o ) . e, ) i h

xx1400001770

Continues on next page
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3 Integrated Power Source application details

3.1.6 Editing schedule components
Continued

Action Info/lllustration
2 |A new window is displayed. =i | B e s Sy B
. K K Schedule Manager - New Jio
3 |Select method, material, gas and wire size.[[1 2 3 4 5 6 7 8 9 10
11...13 14 15..17 18 19 20 21..23 4 & OR(Ee

24 25 26 27 28 29 30 31 32 33

40 s |6 | =
34 35...37 38 39 40 41 42 43 44
45 46 47 48 49 50 51...53..55..57 12| 3 [KX]
58 59 60 61 62 63 65 66 67 68

1]
6o 70 [l 75.77 78 79 80 w1 |
82 83 84 85 8 87 83 89 90 91
9% 97 98 99

New Delete Duplicate oK Cancel
mcahmam ]u u_:,' S [ng Bt ]

xx1400001769

0B _1

=

4 | To confirm that the changes you have made @, | oot sz 16080 Sepponcaossisponttooms

are to be provisiona"y saved: tap OK. S;I‘;::ule 91 - Instance 1 |ioaristomigint1 _/*arc1 ‘ros_1
ﬁ “:lNormal Super pulse ‘
Method
,{}" lShort pulsed arc u

Material |Short/spray arc

'V Short pulsed arc

Gas

P4 Jar 29602 Rd

wire size

f |1.0 mm ﬂ
OK Cancel
e o e ) Y
xx1400001771

Switch between schedule instances in Super pulse mode

Only applicable to MigRob500 and AristoMig 500 Integrated or similar.
Proceed as follows:
Action Info/lllustration
1 | Tap the button to switch between start and 85 | s ozens ?fJSEZ‘?Zufz><5u,gd oy
end SChedu|e. Schedule 91 - Instance 1 mAnsliglnu / ARCL B_1
Short pulsed arce Fe é Q
2 |Select which schedule is to be shown. AL/ a0 ‘
Name (Process) ‘ Um( Ttodofd
3 |The numeric schedule components are Wirefeed speed = m,m.n
updated_ JArc length control trim U[TSTE.S/ZJ) -
Touch sense current 10 A
Phase weld time 200 ms
I# 123.. Vlew oK Cancel
-[uj, S m][%"mﬂm"' ] =
xx1400001772
Continues on next page
28 Application manual - Programming Integrated Power Source

3HAC050972-001 Revision: B
© Copyright 2004-2018 ABB. All rights reserved.



3 Integrated Power Source application details

3.1.6 Editing schedule components

Continued
Changing crepstart, hotstart, craterfill and synergic
Proceed as follows to make a change:
Action Info/lllustration
1 |Tap on the schedule component that you SN s — l"frf:itfi'm)(sm.nm o
Want to change. Schedule 61 mAllstanmn(l /arca ZROB 1
Short/spray arc Fe
1770 /g o ||
Name (Process) ‘ value |Un|t 1050
Wirefeed speed m/min
[Dynamic properties 75 %
Burnback time 0.12 ]
Touch sense current i0 A
I% 123... ViewA OK Cancel
w T (e | )
xx1400001773
2 |The button drops down a list of options. 1] 5."5.5.‘3,3"2'2«2)6“2“ sy =
« Tap on the option that you want to | /st Avstomigints /7 anct ?“0‘“
change to. T oo
ﬁ”’ﬂif 1.0 mm o ru
3 |If you do not want to change the selection, | [rame erocess [ s \Um* b
click the top button in the list. Wirefeed speed o mfmn
Voltage trim 0 (19.00) v
Dynamic properties 75 %
Burnback time 0.12 s
Touch sense current 10 A
== E? 123... View‘ oK Cancel
(ot [Ujr_nom n][ujy_nom u][%g;g'a” ] Y
xx1400001774

o

Depending on the options set, the value of the numeric schedule components
can be changed, and also the number of schedule components in the list.

Adjusting the value of a numeric schedule component

Action Info/lllustration
1 |Select the schedule component that you 5 e — ?.“.?.,':j?Z,,f p——
Want to change Schedule 61 mAnsliglml Vi #* ARC1 Znon 1
Short/spray arc Fe
2 |Tap the plus or minus button to change the | #7T¢ (o -
value of the selected schedule component. | nawe @rocess) vae —Junt 11050
Voltage trim 0 (19.00) v
Dynamic properties ¥ g %
Burnback time 0.12 [
Touch sense current 10 A
I# 123... ViewA 0K Cancel
[an,reom‘m][ﬂj U\OBLJA][% E{;‘g’a” ] /ZIOH =
xx1400001775

Continues on next page
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3 Integrated Power Source application details

3.1.6 Editing schedule components

Continued

Editing numeric schedule components

Action

Info/lllustration

Select the schedule component that you
want to change.

Guard Stop

: o |[x
Syst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)
s

Tap the 123... button to open a numerical
keypad.

ISYL files (*.syl) v
| -

‘ Type
Folder

o DynPart Folder

o fpconfig Folder
O ProdScr Folder
0O WDM Folder

4tan ool

=

File name:  [SynLine160707 syl |
m‘ m ﬁ oK Cancel
157 roet s )| D57 roes s | Frerem 1/;""*‘@
xx1400001776
Permitted limit values are shown in the nu- W s s s0n. e
merlcal keypad Schedule 59 ‘lnAllslnMigln(l Aarc1 Zrosa
Short/spray arc Fe 2 S
. s r Ar 826C02 =
Change the value by entering it in the nu- |77 o
. 4056 |-
merical keypad Name (Process) value Uni
3 1|2 |3 <X
Tap OK to set the value. voltage trim 01675 v
[Dynamic properties 75 % % i
Tap Cancel to cancel. Burnback time 0.12 5 | [Limits
Touch sense current 10 A m';'x 1;0830
Cancel
= E} 2208 ViewA OK Cancel
o [ujwm‘m][ujr,mmn][@,g;gm ] )
xx1400001777

ﬂ Note

When a new value is given using numerical input, the value may sometimes be
adjusted automatically. The value is rounded off to the nearest valid value.
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3 Integrated Power Source application details

3.2.1 Open the window for management of user defined synergic lines

3.2 Manage user defined synergic lines

3.2.1 Open the window for management of user defined synergic lines

Instructions
Action Info/lllustration
1 |Tap on the Synergic Lines icon to open the
window for management of user defined
synergic lines.
2 |The window for management of user Y b o A i |
defined synergic Iines iS dlsplayed Synergic Lines |ioaristomigint1 *arc1 gros_1
Line type Synergic line
From here, you can: Short/spray arc 4 voton
» Create a user defined synergic line. || v.c
- Display all user defined synergic || Midsteel lowalloysieel 7]
. Fe
lines. .
« Delete user defined synergic lines. ||fcz -] og/oo
) o8 99
» Open and save user defined syner- || wre== o S
gic Iines |User defined wire size 1 ﬂ &>
File - Create :;Jf.irgiecﬂ“zgs Close
B57roen sl Joqrnoe s 2""7‘@
xx1400001779
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3.2.2 Create a user defined synergic line

3.2.2 Create a user defined synergic line

Instructions

Start with defining working points for your synergic line. These working points are
created from the schedule management window.

See Schedule management on page 19.

The working points must be stored in schedule 96-99.

ﬂ Note

See Synergic data values — a programming aid on page 54.

The number of working points used is determined by the method:

» For short arc or spray arc, four (4) working points are required (schedule
96-99).

» For short pulse, two (2) working points are required (schedule 96-97).

Action Info/lllustration
1 |Start from the window for management of Y e RNy i ||
user deflned Synel’glc Ilnes. Tap the Create Schedule 91 - Instance 1 ||nAristnM|glr|t1 S arc1 Fros_1
button . Short pulsed arc F? i é Mj Zf’q
a7 /e Q M
2 |A new synergic line is created in the power | [rane eraces) [ ]S
source Wirefeed speed m/min
/Arc length control trim [”\SSTE.EIZJ )
Touch sense current i0 A
Phase weld time 200 ms
E? 1230 ViewA oK Cancel
_ ujr,nosmn][uj r,nospm][%;;ﬂtgm ] Y

xx1400001772

There are also restrictions in the welding parameters, depending on method
selected:

Short arc or Spray arc

Voltage 96 <97 <98 <99
Wire feed speed 96 <97 <98 <99
Regulator type 96 =97 =98 =99

Short pulsed arc

Arc length 96 < 97
Wire feed speed 96 < 97
Pulse current 96 < 97
Slope 96 =97
Ka 96 = 97
Ki 96 = 97
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3 Integrated Power Source application details

3.2.3 Display all user defined synergic lines

3.2.3 Display all user defined synergic lines

Instructions

Action Info/lllustration

1 |Start from the window for management of B s wmsnns_smasmsens, 2= |4
user defined synergic lines. Synergic Lines |ioaristomigint1 /*anc1 ‘ros_1
+ Tap User defined synergic lines. ||, Syrerre Ine

Short/spray arc {} voltage

Material

IMiId steel, low-alloy steel v
Fe

Gas
Jeo2 ]

Wire size

|USer defined wire size 1 v

o0 97 Wirefeed speed

>

User defined
synergic lines

RoB_1
| EETE N (ERE )

xx1400001779

P
File Create Close

Guard Stop

. . . . — Manual
2 | All user defined synergic lines are dis- @& brosconsyst uszitoniod)s ‘oot (05 Geclitons 7
played in a |ISt |n a new WlndOW. User Defined Synergic Lines ‘lnArislanglml /'An(l -{Roa,l

Line Type / ‘Mamrlal Gas ‘WWE Size 1togof a‘
Short pused e Wid steel, ow-aloy steel Aoz User defined wire size 1
Short puked are  Mid steel, low-aloy steel a2z User defined wire size
Short pused are Mid steel, low-aloy steel Ar 15%,C02 5%02 User defined wire size 3
Short pused e Mid steel, lw-aloy steel A 2anCo2 User defined wire size 2
Short{spray arc Mid steel, low-aloy steel arBc0R User defined wire size 1
hort{spray arc  wid steel, ow-aloy steel A 2%C0z User defined wire size 4
hort{spray arc  Mid steel, low-aloy steel ar23nC02 User defined wire size 3
Short/spray arc wid steel, low-aloy steel arz3nCo2 User defined wire size 2
Delete Go Back

nop_1
1rost alfspresrn oar osn on )

xx1400001780
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3.2.4 Delete a user defined synergic line

3.2.4 Delete a user defined synergic line

Instructions

Action

Info/lllustration

Start from the window for management of
user defined synergic lines.
» Tap User defined synergic lines.

v @O Manual Guard Stop S X
Ty | A_ErrorGensyst.. (192.166.8..)  Stopped (2 of 2) (Speed 100%)

Synergic Lines ‘lnArlsluMlQ[ml /arc1 dros_1

Line type Synergic line
Short/spray arc 4} voltage
Material E

|Mi|d steel, low-alloy steel v
Fe

Gas

Jeo2 Ed

98 99

Wire size
97 wirefoed speed

|Uaer defined wire size 1 v E % o=

User defined
synergic lines

U n ROB_1
ujwm% fasrrooen Vo voo i Ry

P
File Create Close

xx1400001779
- . . . Manual Guard Stop %
All user defined synergic lines are dis- @& A_ErrorGensyst.. (192.168.8..)  Stopped (2 of 2) (peed 100%)

H H H 1 U Defined Sy Lir ioAristoMigInt1 /" ARC1 ROB_1
played in a list in a new window. ST T MY N CE
« Select the synergic line to be deleted | s s mraorsen "

|Short pulsed arc Mild steed, lovw-alloy stes| Ar 2%C02 User defined wire size 4
Tap Delete. I
short pulsed arc — Mild stesl, low-alloy stesl Ar 23%C02 User defined wire size 2
Shortjspray arc Mild stesl, low-aloy stesl Br 8%CO2 User defined wire size 1
Shortjspray arc Mild stesl, low-aloy stesl Br 2902 User defined wire size 4
|Shortjspray arc Mild steel, low-alloy steel Ar 23%C02 Uset defined wire size 3
|Shortjspray arc Mild steed, low-alloy stesl Ar 23%C02 User defined wire size 2
Delete Go Back
o ront fesrere e om o 2
xx1400001781

The user defined synergic line is deleted.

fr— Manual Guard Stop =
S| R | s ooyt acenn o ey X

= s y
User Defined Synergic Lines Jioanistomigintr /% arc1 Fros_1
Line Type / ‘Mat&rlal Gas ‘Wire Size Ltosof e‘
Shortpulsed arc. M s, low-slloy stesl B 2mcoz User defined uire sizo 4
Shortpulsod arc i s, lon-slloy steel ArsCo2 User dafined wire sis 1
Shortpulsed arc i s, low-sloy stzel ar 2302 User dsfined wire szs 2
Shorefspray sre M stee,low-sloy stzel 23902 User dsfined wire 5253
Shortfspray arc M skee,lon-lloy steel B 2inc02 User defined wire ize 4
Shortfsprayarc b stee,low-sloy sieel coz User defined wire size 1
Shortfspray arc M stee,low-sloy stsel ar 239c02 User defined wire szs 2
Shortfspray arc M stes,low-alloy stesl aroncoz User defined uire sze 1
Delete Go Back
ROB_L
7 Program =
e Y o 1w
xx1400001782
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3.2.5 Open and save a user defined synergic line

3.2.5 Open and save a user defined synergic line

Opening

Action Info/lllustration

1 |Start from the window for management of B s wmsnns_smasmsens, 2= |4
user defined synergic lines. Sonargic Lnes Jisenstomatots /*ancs Zroe 1
« Tap on the File menu. tino type smeraic ino

Short/spray arc {} voltage
» Select the Open option.

Material

|Mi|d steel, low-alloy steel v
Fe

Gas
Jeo2 ]

Wire size

Wirefeed speed
n e i o9
|USer defined wire size 1 v H

>

User defined
synergic lines

e e Jor e

xx1400001779

2 |Select afile. B | sy i

iDa/A_ErrorGenSystem/HOME

P
File Create Close

3 |Tap OK to open the file. G fles (*syl) ~]
Type 4to9of g
4 |Tap Cancel to abort and return to the Syn-|| |5 a« |Fo|der ﬁ A
ergic Lines window. o DynPart Folder
o fpconfig Folder
o ProdScr Folder
O WDM Folder

File name:  [SynLine160707 syl |
m‘ m ﬁ OK Cancel
U5 7 poet  afl s Frogen fos 1 poen 2"“7‘_\%
xx1400001783
Saving
Action Info/lllustration
. Manual Guard Stoy SE
1 |Start from the window for management of O e misnn S sy 00 | DK
user defined synergic lines. Stnergic Lines [iosrstomigints 7ancr gron_1
. Line type Synergic line
« Tap the File menu. S 4 s
* Tap Save' Material
|Mi|d steel, low-alloy steel ﬂ
Fe
Gas
Jeo2 -] 25
Wire size o
wirefeed speed
|U5er defined wire size 1 ﬂ 9 DE;>
File - Create :;Jyﬁsgrg(iecﬁﬂzgs Close
[EREE SOl (ERTYEEA %""f‘@
xx1400001779

Continues on next page
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3.2.5 Open and save a user defined synergic line

Continued
Action Info/lllustration
2 |A file name is suggested ) [r ot 521683 smammesar s ot ooy
Save As - /hd0a/A_ErrorGenSystem/HOME
3 |If you want to change the filename, tap [BYL files () ~]
ABC.... Name ‘Type 1to6of o
3 ApplConf Folder
4 |Tap OK to save the file. © ApplData Folder
& ApplSys Folder
5 |Tap Cancel to return to the synergic lines |||= A« Folder
window without saving the file. 2 [DynPert Ralder
g o fpconfig Folder gv
File name:  [SynLine 1607075y [
ﬁ oK Cancel
xx1400001784
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3.3.1 Open advanced functions window

3.3 Advanced functions

3.3.1 Open advanced functions window

Instructions

To open advanced functions for the power source:

Action

Info/lllustration

Tap on the Advanced functions icon to
open the Advanced functions window for
the power source.

Integrated Power Source

=iy @O Manual Guard Stop By X
—_ T | A_ErrorGensyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

Jjoaristomigint /"arc1 Fros_1

\’/ AristoMig Integrated
= & ] |@
Schedules Synergic Lines Advanced Backup and

xx1400001759

Functions

Restore

Ron 1
“ B

The window for advanced functions in-
cludes the following functions:

« Service Information, e.g. version,
DeviceNet address, etc.

« Service functions, e.g. reset, change
of DeviceNet address.

» Settings, i.e. customizing the user
interface.

Advanced Functions

=iy @O Manual Guard Stop Sk X
— ¥\ | a_ErrorGensyst... (192.168.8..)  Stopped (2 of 2) (Speed 100%)

|ioaristomigint1 /% arc1 ‘gros_1

Information

‘ Service Functions ‘ Settings |
Product name Mig 5000i
Power source id 17
Product code 4
WDL version 1.05B
PS version 1.39P
1/0 unit name ioAristoMigInt1
DeviceNet address 40

Close

07 nomt JA][% Program

=5

xx1400001785

Row 1_
% D
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3 Integrated Power Source application details

3.3.2 Service information

3.3.2 Service information

Instructions
Action Info/lllustration
In the Advanced functions window, click B | ercomesiimasnncs_Svmset e iciiondionss
the Information tab Advanced Functions Jioaristomigint1 arca ‘Zros_1
Information ‘ Service Functions ‘ Settings
The following service information is dis- || oo i 5000
played: Power source id 17
* Product name Product code a
. POWer Source |d 'WDL version 1.05B
PS version 1.39pP
. Product code 1/0 unit name ioAristoMigInt1
« Weld data unit software version ReviceNet adcress 40
« Power source software version
Close
NOTE! Only applicable to Mig- =
Rob500 and AristoMig 500 Integrated CEEE ol GO % %
or similar. xx1400001785
* 10 unit name
* DeviceNet address
38
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3 Integrated Power Source application details

3.3.3 Service functions

3.3.3 Service functions

General reset

Action

eral reset.

In the Service functions window, tap Gen- N e i O

Info/lllustration
Advanced Functions |ioaristomigint1 *arc1 ‘Zros_1
Information Service Functions Settings
Reset Address

Initiate a general reset Change DeviceNet address

\ Current address 40
e rare

Close

= ron_1
- [T T )

xx1400001786

2 |Tap Yes to confirm resetting of the power

source.

= @Q Manual Guard Stop (5L X
=V 7%\ | A_ErrorGenSyst.. (192.168.8..)  Stopped {2 of 2) (Speed 100%)

Advanced Functions |ioaristaMigints /”arc1 ‘gros_t

3 |Tap No to abort resetting of the power

source.

Information Service Functions Settings

Reset Address

Initiate a general reset Change DeviceNet address

Current address y

General Reset Change Address
Close

. Program ROB
e o N

xx1400001787

H Note

When the power source is reset, the schedule memory is cleared and all user

defined synergic lines are deleted!

Changing the DeviceNet address

Action Info/lllustration
In the Service functions window, tap B e s sy o sy ssons
change address_ Advanced Functions ‘inAllslanglntl Farct grosa
Information Service Functions Settings
 Reset — Address

Initiate a general reset Change DeviceNet address

Current address 40

Change Address

Close

General Reset

07 roe1 ‘JA][gj T_ROBI ¢ JA][% e ][’% G ]

Ron1_
“Bo

xx1400001788

Continues on next page
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3.3.3 Service functions

Continued
Action Info/lllustration
2 |Enter the new address in the number field N e ety S
that appears. Change DeviceNet address Jiof
Information Service Functi
3 |Tap OK to continue with the address Rosot a7 | 8 2
Change. Initiate a general reset Chang| | 4 5 (3 =
4 |Tap Cancel to abort the address change. Current of [ERCRIERIAN
0
General Reset
oK Cancel
[ujwm e Yo P
xx1400001789
5 |Tap Yes to confirm the address change on B | Eomronsrt. (152.160.0.3  eppotgs ot 2 eed oy o 7
th e power source. Advanced Functions ioaristomigint 1 /*arc1 gRoB_1
Inf
6 |Tap No to abort the address change on the ||| === — A&\ Are You sure you want oichange the
power source. 1
Note: In order for the system to find the I/O
unit the controller IfO configuration must
match the new address.
‘ Yes | ‘ No | J
Close
o (O | Y
xx1400001790
Once the address has been changed, the robot system immediately loses contact
with the power source. To enable the robot system to find the power source that
has changed address, the I/O configuration in the robot system must be changed.
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3.3.4 Settings

3.3.4 Settings

Instructions

Action

Info/lllustration

In the Advanced functions window, tap the
Settings tab.

You can configure the user interface for the
schedule editor here:
» Configuring Views.
» Hiding/showing certain nonnumeric
schedule components (Advanced).
« Selecting which schedule compon-
ents are to be used for on-line tuning
in RobotWare Arc (Tuning).

=\ @O Manual

Advanced Functions

Guard Stop Fw x
) | a_ErrorGensyst... (192.168.6..)  Stopped (2 of 2) (speed 100%)

Jioaristomigint1_/*arc1 ‘Zros_1

Information ‘

Service Functions ‘ Settings ‘

[~ Customize

Edit the Views in the Schedule Manager
views.
Show or hide schedule functions in the Schedule Manager m

[~ Tuning setup

Select schedule components present in RobotWare Arc
tuning (RobotWare Arc restart required) Tuning...

Close

Ujr_nom affestegen Jog1ros: oa ﬁmf‘%

xx1400001791

Customizing views

Action

Info/lllustration

In the Settings tab, tap Views.

Advanced Functions

= @O Manual Guard Stop ¥ X
= ) | a_ErrorGensyst.. (192.168.6..)  Stopped (2 of 2) (spesd 100%)

Jioaristomigint1 /*arc1 Zros_1

Information ‘

Service Functions ‘ Settings ‘

 Customize

Edit the Views in the Schedule Manager
Views.
Show or hide schedule functions in the Schedule Manager m

i~ Tuning setup

Select schedule components present in RobotWare Arc
tuning (RobotWare Arc restart required) Tuning...

Close

0o roer sPrezon fesrrom ¥

xx1400001791

A new window opens showing all existing
views.

Views

@O Manual Guard Stop Si%
V| N2 | a errorGensyst... (192.160.8..)  Stopped (2 of 2) (speed 100%)

]

JioaristoMigInt1 /”arc1 ‘ZRoB_1

Menu Name

Process
Craterfill

Pulse

New Edit @ @ oK Cancel

xx1400001792

nos_L
I R (L AN

Continues on next page
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3 Integrated Power Source application details

3.3.4 Settings
Continued

Creating views

Action Info/lllustration
In the Settings tab, tap New to add a new Qo [ consions S sy B
VieW Views |iuAristuMiglm1 /arct ‘groe 1
" Menu Name
Process
Craterfill
Pulse

New Edit

@ @ oK Cancel

e | )

xx1400001792

A new window opens.
« Enter the name of the view.

Tap OK to save the view.

Tap Cancel to cancel creating a new view.

— Eb Manual Guard Stop 5L X
=V 75\ | A_ErrorGensyst.. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

Input Panel

byview 5 !

OK Cancel
[ujwm Aree Yo Ry
xx1400001793
Editing views
Action Info/lllustration
In the Settings tab, select the name of the O | mmmmsios sy S Srsmcsany
VieW Views ioanistomigint1 *ARC1 ‘g ROB_1
: Menu Name
. All
Tap Edlt' Process
Pulse
New Edit ? @ oK Cancel

Continues on next page

[ ez Yo )

xx1400001794
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3 Integrated Power Source application details

3.3.4 Settings
Continued

Action Info/lllustration
3 |A new window opens showing the names -
of all possible schedule components. ol e e e z
» Select the schedule components to |me
be included in the view by checking|[_ /N
the box beside each schedule com- E: ““Ih_:d shesdl
ponent hame. F:::I ::: I:jgth control
. Final pulse current
4 |Tap OK to save the changes to the view. _
Final background current
Final frequency
5 |Tap Cancel to cancel all changes. P bdaciiine
Burnback time gv
OK Cancel
[Uju{om e Yo ey

Changing the name of a views
Action Info/lllustration
1 In the Settings tab, tap and hold on the @é :j:‘rzlvce-sm.-(wz.m-a..) :::;:;n(‘:nrz)(med 100%) i 7
name of an existing VieW. :Z::Namg ioaristoMigint1 /*arc1 grROB_1
2 |Select Rename. o
rocess
Craterfill
Delete
Rename
New Edit ? 4} oK Cancel
R EEal | 5
xx1400001796
3 |Enter a new name for the view. "N L e SO
Input Panel
4 |Tap OK to change the name of the view. FirGatra l
5 |Tap Cancel to keep the previous name.

. =)

xx1400001797

Continues on next page
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3 Integrated Power Source application details

3.3.4 Settings
Continued

Deleting views

Action Info/lllustration
1 |In the Settings tab, tap and hold the view |[=V] & Milc. wninns Smatunomesiom =
lews ioaristoMigint1 /* ARC1 ' ROB_1
name. \;Jlenu Name = ) Z
2 |Select Delete. Al
Process
Craterfill

Delete
Rename

New Edit 4 @ 0K Cancel
e ROB_L
[gjrjoﬁl e B 2o

xx1400001796
. . Manual Guard Stop Sl

3 |The view is deleted. @& A_ErrorGenSyst... (192.168.8..)  Stopped (2 of 2) (Speed 100%)
Views Jioaristomigint1 /*arc1 Zros_1
Menu Name
Process
Craterfill
Pulse

New Edit % @ oK Cancel
B7roe a2 753 |los7most 1w 1';““*‘_\_%

xx1400001798
Hiding/showing non-numeric schedule components
Action Info/lllustration
1 |In the Settings tab, tap Advanced. SV | O s crniens.s oo st ions T
Advanced Functions ‘lnAvistnMiglntl /arc1 Fros_1
Information ‘ Service Functions ‘ Settings ‘

Edit the Views in the Schedule Manager
Vview:
Show or hide schedule functions in the Schedule Manager
Functions. ..

[~ Tuning setup

Select schedule components present in RobotWare Arc
tuning (RobotWare Arc restart required) Tuning. ..

Close
I57 Roet s [%g';gam 057 Rost 34 1/;""*‘@
xx1400001791
Continues on next page
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3 Integrated Power Source application details

3.3.4 Settings
Continued

Action Info/lllustration

able non-numeric schedule components. | |sov or tde scheduo Functions

2 | A new window opens showing the configur- 1= e

Guard Stop |54 X
. (192.168.8..)  Stopped (2 of 2) (Speed 100%)

ioAristoMigInt1 /"ARCL g ROB_1

Name

If the box beside the name of the schedule ||[v|creepstart
component is selected, the component is | [VlHotstart
visible.

3 |If the box beside the name of the schedule
component is not selected, the component
is hidden in the schedule editor.

OK Cancel

e ffaggr Yo 1

ROB_1
oy
]

&

xx1400001799

ﬂ Note

Management window.

If a non-numeric schedule component is hidden, the value of that component
will always be set to OFF when creating or saving schedules from the Schedule

Changing numeric schedule components for on-line tuning

Advanced Functions

Action Info/lllustration
1 |In the Settings tab, tap Tuning. ] e -y

Jioaristomigint1 *arc1 ‘gros_1

Information ‘

Service Functions ‘

 Customize

Edit the Views in the Schedule Manager

Show or hide schedule functions in the Schedule Manager

Views...

i~ Tuning setup

Select schedule components present in RobotWare Arc
tuning (RobotWare Arc restart required) Tuning...

0
&
=
3
a
@

Close

xx1400001791

i Frogram RO,
B v noes sall@ o Yog 1 moen 34 157

&

meric schedule components that can be || o=

. . . " —_— Manual Guard Stop
2 |A new window is displayed showing all nu- 5 | e ensptiiszen s sy epamt100m. o0

ioaristomigint1 /*arc1 groB_1

configured to be used for on-line tuning in o

Wirefeed speed
Robotware Arc. Voltage
Voltage trim
3 |If the check box beside the schedule com- ||[]ar tength control

Arc length control trim

ponent is selected, the component has
been selected for online tuning.

Dynamic properties
Pulse Current

Pulse time

I O 4

Background current

2

<

oK Cancel

xx1400001800

rogram rou_t
0= 7roee s 272 |og1 moet 3a 1275

&

Continues on next page
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3 Integrated Power Source application details

3.3.4 Settings

Continued
1 e
If selected schedule components for on-line tuning have been changed,
Robotware Arc must be restarted in order for the changes to take effect.
No power source tuning is allowed when controller is in AUTO mode. The power
source tuning components will be hidden in RobotWare Arc tuning window.
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3 Integrated Power Source application details

3.4.1 Open backup and restore window

3.4 Backup and restore schedules

3.4.1 Open backup and restore window

Instruction

Action Info/lllustration

1 |Tap Backup and restore.

2 |In this window you can select to: ) | emsurescimersonnny smpsntate) osstaso

Jioanistomigint1 /*arc1 ‘rop_1

i

Back up the schedule memory. Backup and Restore
Restore the schedule memory.

Backup or restore a SID file

&3 E3

Backup SID file... Restore SID file...

Export

Schedules. ..

Close

rrost:nfl@yfem foar eos: o
xx1400001827

Row 1__
Y D

ﬂ Note

The only file format supported is SID (*.sid).
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3 Integrated Power Source application details

3.4.2 Backup schedules

3.4.2 Backup schedules

Instructions
Action Info/lllustration
. — Manual Guard Stop =
Tap Backup SID file. T, W vt 5683 gt s ot ovms
Backup and Restore ioaristomigint1 4 arci ‘groB_1
Backup or restore a SID file
= =
Backup SID file... Restore SID file...
g)c(ﬁgtgtjleﬁ. . Gleze
U5 1 post a2 022 057 Roe i 1/;“{6\5
xx1400001827
. . Manual Guard Stop ¥
A default file name is suggested. @& A Erorcensyst. (192.168.8,  Stopmed (2 of 2) (speed 100%)
Backup ioaristoMigint1 /*aRC1 ‘gROB_1
If you want to change search path and file
name:
Tap the button tO Change the flle name Tap Backup to save all schedules to a SID file
‘ /hd0a/A_ErrorGenSystem HOME/SID 160707 sid
Backup Cancel
% [ sffepg Yo ) Yoy
xx1400001801
. f— Manual Guard Stop. ¥
Tap Backup to save the SID file. @& A Frrorcensyst. (192.168.8,)  Stopmed (3 of 2)(opesd 100%)
Backup ioaristoMigint1 /*arc1 ‘groB_1
Tap Cancel to cancel the backup.
Tap Backup to save all schedules to a SID file
‘ /hd0a/A_ErrorGenSystem HOME/SID 160707 sid
Backup Cancel
e e e
xx1400001801
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3 Integrated Power Source application details

3.4.3 Restore schedules

3.4.3 Restore schedules

Instructions
Action Info/lllustration
. — Manual Guard Stoy S
1 |Tap Restore SID file. o, | ot 5268 stepe o oo 100
Backup and Restore ioaristomigint1 /*arc1 groB_1
Backup or restore a SID file
Backup SID file... Restore SID file...
= t
S)c(lgg(;ules. . leze
LERERE Nl ERTIREY 1/:"’“7‘_95
xx1400001827
. anual uard sta 5
2 Tap the ... button to select a file. @& Abraonsys.. (52,1608 sopped 2o 2 (s 100%) i
Restore ionristoMigint1_/*arC1 ‘dRoB_1
Tap Restore to load a SID file
<No file selected>
Restore Cancel
| D Rl e %""-‘%
xx1400001802
. - — lanual uard Stoy 3
3 |A new window opens where a file can be =v @& om0 st Catzi oy
Se|eCted . Open - /hdoa/A_ErrorGenSystem/HOME
« Select the file to be opened. fSID files (*.id) ~]
‘Type +togof 9
4 |Tap OK to continue. 5 Folder =/
o DynPart Folder
5 |Tap Cancel to cancel. o fpconfig Folder
O ProdScr Folder
o WDM Folder
0O SID160707.sid .sid file
File name: | |
m m ﬁ 0K Cancel
o fpgr J[Barsen ] i
xx1400001803

Continues on next page
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3 Integrated Power Source application details

3.4.3 Restore schedules

Continued
Action Info/lllustration
6 |Tap Restore. The SID file will be loaded O e sy B G
into the power source. Restore ioanistomigints_/*arc1 gRroB_1
Tap Restore to load a SID file
[/hdl0a/A_ErrorGerSystem/HOME/SID 160707.sid |
Restore Cancel
xx1400001804
All existing schedules will be deleted and replaced with the schedules stored in
the SID file.
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3 Integrated Power Source application details

3.5 Exporting schedule components

3.5 Exporting schedule components

Instructions
Exports all schedule components in one or more schedules to readable form. The
exported file may be imported into any word processor or spreadsheet.
Action Info/lllustration
1 In the Backup and Restore WindOW, tap =V Elé :j::‘r:lléenSysl..(192.158.3..) (si:::j?;nr 2) (Speed 100%) e m
EXpOI‘t Schedules Backup and Restore ioaristoMignt1 /" ARCL ‘{ROB_1
Backup or restore a SID file
22 ==
Backup SID file... Restore SID file...
ot
xx1400001805
2 |Select the schedules to export. = M| B e unmnny s g
Export ‘lnAristanglntl A arc1 Fros_1
3 |Tap Export. Ll [ [ [k
[ [ L] [s
[Jo [T [(Jr12 [ss
[TJaa [Jis1s [ []ss
[TJae [Jeo [Jar-22 [es
[oa [#2s [es [Jer
[ Jes [Jes E: [
[ Js2 EE [Ja [ss36
[ Js7 I E: [T
[ a1 [ [ D4g :;
Select All Clear All Export... Go Back
“ - S Cheal (ST %"“f‘_\%
xx1400001806
4 |Save as a text file (*.txt) or a commasepar- O N et 1521681 e ot 2 Gyt so0m 2
ated fi Ie (* .CSV) ) Save As - /hd0a/A_ErrorGenSystem/HOME
g |Text files (*.txt) ﬂ
Name / |Type Ltoafg
o ApplConf Folder
oo ApplData Folder
o ApplSys Folder
o Arc Folder
o DynPart Folder
o fpconfig Folder gv
File name:  [ScheduleData .1
m ﬁ oK Cancel
0 [uj p— m][% Pogen ][uj Py m] Y
xx1400001807
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3 Integrated Power Source application details

3.6.1 Measured welding data

3.6 Viewing measured welding data

3.6.1 Measured welding data

General
When an arc welding program is executing the Integrated Power Source window
showing voltage, current and heat input of process in active arc welding system.

The voltage and current are measured and returned by the power source. These
values are accurate values.

The heat input is calculated from the power and the current welding speed. This
value should only be seen as an estimation of the real heat input.

o

The calculated heat input applies under ideal conditions.
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4 Programming schedules

4.1.1 About schedules

4 Programming schedules

4.1 Overview

4.1.1 About schedules

Introduction

A welding schedule is a set of data that is given a task equivalent to RAPID data
type. The schedule contains components that control the power source. The
schedule is called up from the current seamdata or welddata used in the arc
welding instruction.

Before a welding procedure starts, a schedule is always called up automatically.
This schedule, or a sequence from any number of schedules, remains active until
the welding operation is complete.

The schedule memory contains 99 available schedules defined by numbers 1 - 99.

1 o

All 99 schedules are available, but schedule numbers 96 - 99 are special numbers
used when creating user defined synergic lines.
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4 Programming schedules

4.2.1 Syneric data values

4.2 Synergic data values — a programming aid

4.2.1 Syneric data values

Introduction

There is a synergic function in the power source to simplify the welding program.

This means that:

There is a pre-programmed relationship between the wire feed speed and
all other schedule components in the power source.

When programming takes place in synergic mode, only the value for wire
feed is programmed, after which all other variables are calculated
automatically from the synergic line. The synergic line is based on specified
values for method (short arc, spray arc or short pulsed arc), material, wire
size and gas mixture. A synergic setting also covers other variables that
affect the process: Dynamic Properties, etc.

Synergic settings are often adequate as final settings. However, sometimes
you have to view it as an aid for preliminary setting of data values. In certain
cases these must be adjusted using non-synergic settings for various types
of joint, welding positions, torch angles, electrode projection, surface quality,
etc.

More schedule components are available when welding programming is
undertaken in non-synergic mode. The advantage is that the welding operation
can be adapted to more specific requirements.

When switching from synergic to non-synergic mode the system retains the
data values set in the synergic mode.

When switching in the opposite direction, from non-synergic to synergic
mode, the data values are changed back to the synergic values.
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4 Programming schedules

4.3 Schedule components

4.3.1 Settings

4.3.1 Settings

Introduction

Which schedule components that are used is depending on the following settings:

 Mode

« Method

« Material

« Gas

«  Wire size

The schedule components displayed in a schedule can vary depending on:

Setting Description
Mode The welding mode indicates if the power source uses normal schedule
mode or Super pulse.
Only applicable to MigRob500 and AristoMig 500 Integrated and similar.
Method Each method has a specific maximum set of schedule components.
Material The method determines the available wire materials.
Gas The method and material determine the available gases.
Wire size The method, material and gas selected determine the available wire

sizes.

ﬂ Note

There may be more than one option for certain diameters; this is indicated
by high or low. Select the most appropriate with regards to the wirefeed
speed.

Hotstart and

These functions must be accompanied by specific schedule components.

craterfill

Synergic In synergic mode, schedule components automatically calculated by the
system are hidden.

Conditions The conditions for the various components are described in section

Method on page 57 and onwards.

Synergic mode

The appropriate combination of method, material, gas and wire size
defines a synergic line, which is automatically used by the system in
synergic mode.

Non-synergic

mode

In non-synergic mode, the process is not affected by the values of the
components' material, gas and wire size.
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4 Programming schedules
4.3.2 Mode

4.3.2 Mode

Introduction
Specifies the welding mode of the power source. Available settings are:
* Normal
« Super pulse

H Note

Only applicable to MigRob500 and AristoMig 500 Integrated and similar.

Normal
Welding with the parameters specified in the specific schedule.

Super pulse
The power source pulses between two different schedule settings, called instance
1 and 2.

ﬂ Note

When Super pulse is activated some of the schedule components can only be
used in either one of the instances. These schedule components are related to
start and stop/end. The power source always starts with instance 1 settings and
stops/ends with instance 2 settings.

Instance 1 Instance 2

Creepstart

Hotstart

Craterfill

Burnback time

Final pulse
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4 Programming schedules

4.3.3 Method

4.3.3 Method

Selectable methods

The methods that can be selected are:
« Short arc
» Spray arc
« Short pulsed arc

O°N e e SO
Schedule 48 ‘iuArlstuMigIntl 7 arct zROB_l
Mode

ﬁ ‘Normal |:|Super pulse |
Method

,{}" Short/spray arc u
h;ainrial Short/spray arc

qﬁ Short pulsed arc
Gas

i |ar 89C02 d
Wire size

f |1.U mm ﬂ

OK Cancel

D=7 poBi : JA][% Bftga’am ][Uj T_ROBL: JA] QOB{I_‘\

xx1400001808

Available schedule components
The schedule components available in a schedule depends on the method selected.

If you change method when editing a schedule, the following changes may occur

automatically:
+ The schedule components available.

« Both numeric and non-numeric values of the remaining components may be

changed.
+ Synergic will always be ON.

Synergic is ON

If Synergic is ON, the power source calculates the values for components using
the current synergic line and the current speed reference for the wire feed. These
calculated components are not displayed in the schedule when editing takes place

in synergic mode.

Synergic is OFF

If Synergic is OFF, the components and their calculated values are visible in the
schedule. There is no difference to the welding process whether Synergic is ON

or OFF.

Short arc and spray arc
The following schedule components are available for the short arc and spray arc

methods:
»  Method

Continues on next page
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4 Programming schedules

4.3.3 Method
Continued

Il
n
v

V'

Material

Gas

Wire size

Creepstart

Hotstart

Craterfill

Synergic

Wirefeed speed

Voltage

Hotstart - wire feed speedI
Hotstart voItage"

Hotstart time’

Dynamic properties
F{egulator"I

Final wirefeed speed v
Final voltagev
Craterfill time”
Burnback time

Final pulse

Phase time"!

Available if Hotstart is ON

Available if Hotstart is ON and Synergic is OFF

Available if Synergic is OFF

Available if Craterfill is Short arc craterfill
Available if Craterfill is Short arc craterfill and Synergic is OFF
Available if welding mode is in Super pulse mode

Short pulsed arc

Continues on next page

Method

Material

Gas

Wire size

Creepstart

Hotstart

Craterfill

Synergic

Wirefeed speed

Arc length

Hotstart - wire feed speedI
Hotstart - arc IengthII
Hotstart time’

Pulse current!!
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4 Programming schedules

« Pulse time'!
- Background current/!
« Frequency I

+ Slope i
. Ka
. Kl

» Final wirefeed speedIV

+ Final arc Iengthv

+ Final voItageVI

« Final pulse current”

« Final background current”
+ Final frequency v

« Craterfill time'"

* Burnback time

« Phase timeV!"

I Available if Hotstart is ON

Il Available if Hotstart is ON and Synergic is OFF

Il Available if Synergic is OFF

4.3.3 Method
Continued

IV Available if Craterfill is Short pulsed arc craterfill or Short arc craterfill
V' Available if Craterfill is Short pulsed arc craterfill and Synergic is OFF

VI Available if Craterfill is Short arc craterfill and Synergic is OFF

VIl pvailable if welding mode is in Super pulse mode

Example of changing method

You can change method within the same welding operation. In this example, welding
begins using the spray arc method and continues using short pulsed arc. Assume
that welddata wd5 and wd6 is created and that seamdata sm3 is created. wd5 is

using the schedule 5 and wd6 is using the schedule 6.

Schedule no. 5 Spray arc
Schedule no. 5 using spray arc method:

Mode Normal
Method Spray arc
Material AISi 5
Gas Ar

Wire size 1.2 mm
Creepstart Off
Hotstart Off
Craterfill Off
Synergic On
Wirefeed speed 12.00 m/min.
Voltage 0.00 vV
Dynamic properties 70%

Continues on next page
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4 Programming schedules

4.3.3 Method
Continued

Burnback time

0.12 sec.

Schedule no. 6 Short pulsed arc

Schedule no. 6 using short pulsed arc method:

Mode Normal
Method Short pulsed arc
Material AISi 5

Gas Ar

Wire size 1.2 mm high
Creepstart Off

Hotstart Off

Craterfill Off

Synergic On

Wirefeed speed 12.00 m/min.
Arc length 0.00
Burnback time 0.12 sec.

Program code

Program code used in this example:
ArcLStart *, v600, sm3, wd6, fine, tool;
ArcL *, v600, sm3, wd5, z5, tool;
ArcLEnd *, v600, sm3, wd6, fine, tool;
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4 Programming schedules

4.3.4 Creepstart

4.3.4 Creepstart

Description

Creepstart is an integrated ignition function used to reduce the wire feed speed
until the arc is ignited. The wirefeed speed is reduced to 50% of the speed in the
current schedule until the arc is stabilized.

Another way of influencing the conditions until the arc is ignited is to use an ignition

schedule in seamdata. However,

used in combination.

=%

Schedule 48

Manual
A_ErrorGenSyst.. (192.168.8..)

Guard Stop
Stopped (2 of 2) (Speed 100%)

creepstart and ignition schedule should not be

=[]

|inAristnMigInt1 4 arc1 zROB_l

Short/spray arc Fe nA =]
A oo &) | Y (|l ~
AL gromm o= 0 Je
Name (Process) | Yalue E x 1to4of 4
Wirefeed speed 9 4 hin
reepskark
Voltage trim 0 (19.00)5—
Dynamic properties 75 %
Burnback time 0.12 5
F'Y
== @ 123... View oK Cancel
037 _RoB1 JA][% Eff;am ][U_:| T_ROBL: JA] 1/: OB‘I_G%

xx1400001814

H Note

If the method is changed when editing a schedule, the value for creepstart may
sometimes change automatically. If so, the new creepstart value becomes the
same as the most recently used value in the selected method.
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4 Programming schedules

4.3.5 Hotstart

4.3.5 Hotstart

Description

Hotstart is an OFF/ON function that provides increased heat input at the start of
welding in order to reduce the risk of defects.

Hotstart is defined in the schedule called up at weld start. The function actuates
the process for a specific period defined in Hotstart time, which begins when the
arc is ignited.

Hotstart - wirefeed speed functions as a relative value for the wirefeed speed set
in the schedule.

In synergic mode, the system automatically selects a higher voltage during the
hotstart time. The synergic line is changed temporarily to a slightly higher voltage
level. The size of the voltage correction is dependent on the synergic line. The
hotstart voltage is not shown in synergic mode.

— Manual Guard Stop =
= v @% A_ErrorGenSyst.. (192.168.8..) Stopped (2 of 2) (Speed 100%)
Schedule 48 |ioAristoMiglnt1 A arc1 ‘gros 1
Short/spray arc Fe rA <3
» Ar 89002 ] Y oA 2~
ﬁ,’;’ ﬁ’y‘ L5 it Creepstart g?:?:start e g};‘l&rgit
Mame (Process) Value | Unit M 1ta 4 of 4
Wirefeed speed 9 mf o
Oh
Voltage trim 0 (19.00) v
Dynamic properties 75 %
Burnback time 0.12 5
FY
e | @ 12300 View OK Cancel
057 _roB1 : JA][% E;”tga'am ][Dj T_ROBI : JA] 1/;03'1;:/‘%

xx1400001815

Hotstart ON

The following components are available when Hotstart ON is selected:
* Hotstart - wire feed speed (relative value).

« In non-synergic mode: Hotstart voltage or Hotstart arc length dependent on
selected method.

» Hotstart time.

1 o

Schedule change during hotstart time is not recommended.

Status of hotstart (ON) and the original hotstart time will be retained once they
have been initiated regardless of what has been programmed in subsequent
schedules that may be called up before the hotstart time is over. In such cases,
all new wirefeed and voltage references, basic values as well as offset values, for
hotstart will apply on call-up even if these include hotstart OFF. The user must

Continues on next page
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4.3.5 Hotstart
Continued

therefore check that the components in subsequent schedules have the required
values.

ﬂ Note

There is also a heating function in seamdata (seamdata Heat). Using a
combination of the components Hotstart and seamdata Heat is not
recommended. In cases where more schedule components will need to be
adjusted it is better to use the Heat function instead.

Example of hotstart
In this example a hotstart is executed as follows:

» Hotstart for two seconds once the arc is ignited.
» The wirefeed speed during the hot start time is 8.00 m/min.
Hotstart is defined in ignition schedule 3 in seamdata sm3. See screenshot of sm3

below.
| —_ I Manual Guard Stop ><
—] v @\& A_hristoMigInt.. {192.168.8...) Stopped (Speed 100%)
Siedit
MName: seaml

Tap a field to edit the value.

Name | Value Data Type unit ko 5 of 5
seam1: [0.5,0.1,0,0] seamdata

purge_time : = 0.5 num

preflow_time := 0.1 num

scrape_start : = 0 num

postflow_time : = 0 num

Undo oK Cancel
4 a1 ROB_1

[t gt s ftcin 125

xx1400001816

Continues on next page
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4.3.5 Hotstart
Continued

p— @\’) Manual Guard Stop >< X
—; v ™ A_AristoMigInt.. {192.168.8...) Stopped (Speed 100%)

HEdit

MName: weldz

Tap a field to edit the value.

Name ‘ Yalue ‘ Data Type ‘ Uniti to & of 2
org_weld_speed : = 0 num gn/f ‘:
main_arc: [3,0] arcdata
current : = 0 num
org_arc: [0,0] arcdata
sched := 0 num g ; :’
Undo oK Cancel

xx1400001817

Production Production ROB_1
o Jor e ) %5

The hotstart function uses the wirefeed speed in the schedule, in welddata wd3,
which in this case is the same schedule:

Program code:

ArcLStart *, v600, sm3, wd3, fine, tool;
ArcLEnd *, v600, sm3, wd3, fine, tool;

Schedule 3 Short arc

Schedule 3 is defined as:

Mode Normal
Method Short arc
Material Fe

Gas Ar+8% CO2
Wire size 0.8 mm
Creepstart Off
Hotstart On
Craterfill Off
Synergic On
Wirefeed speed 6.00 m/min
Voltage 0.00V
Hotstart - wirefeed speed 2.00 m/min
Hotstart time 2.00 sec
Dynamic properties 85%
Burnback time 0.12 sec
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4.3.6 Craterfill

4.3.6 Craterfill

Description
Craterfill is an ON/OFF function. It provides ramped craterfill by means of the
welding values decreasing in stationary mode at the end of the welding operation.
This is done to reduce the risk of defects in the weld's end crater.
— Manual Guard Stop 3%
= v @% A_ErrorGenSyst.. (192.168.8..) Stopped (2 of 2) {(Speed 100%) X
Schedule 62 |ioAristoMigInt1 A arc1 gros 1
Short pulsed arc Fe O <]
’.—g Ar 895002 L‘D @ M F

g// l;f- 1.0 mm g‘:‘aepstart g?utstart e Sos:'\lnarg\c

Name (Process) | Yalue ‘ Unit 1to4of 4

wirefeed speed 9 m/min

Arc length control trim 0 (31.75) - e Fi

(o]
Hotstart wirefeed speed 11 m/min |°M
Burnback time 0.06 s SEEEL% fill
Fs
@ ;S WView oK Cancel
xx1400001818
Variants

There are two variants of craterfill
« Short arc craterfill
» Short pulse craterfill
Both these can be used after a short pulsed arc phase.
Only short arc fill can be used after short arc or spray arc welding.

o

There is also a filling function in seamdata.

The special feature of seamdata filling is a cooling process where the arc is
temporarily shut off.

After cooling, seamdata filling can be performed in the same welding schedule
or in a separate filling schedule that is called up.

The user can define either ramped craterfill, seamdata filling or both.

Ramped craterfill can be used before and/or after cooling.

Components in synergic mode
In synergic mode, the following components are available:

« Craterfill time
« Final wirefeed speed

Continues on next page
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4.3.6 Craterfill
Continued

Components in non-synergic mode

In non-synergic mode, the following components are available:
+ Craterfill time
« Final wirefeed speed
» Final voltage with short arc fill
« Final arc length with short pulse fill
» Final pulse current with short pulse fill
« Final background current with short pulse fill
» Final frequency with short pulse fill

Craterfill, example 1: Ramped craterfill (no cooling)

Program code

Craterfill is defined in the schedule used in ArcWare we lddata, in this case
schedule 3 in welddata; wd3. See screenshot of wd3 below.

— @D Manual Guard Stop [ g
{S—] v 7y | A_AristoMigInt.. (192.168.8...) Stopped (Speed 100%) X

Edit

MName: weld2?

Tap a field to edit the value.

Name ‘ value ‘ Data Type ‘ units to 6 of 9
org_weld_speed := 0 num ﬂn/ﬁ E
main_arc: [3,0] arcdata
current : = 0 num
org_arc: [0,0] arcdata
sched := 0 num g ; ;
Undo OK Cancel

Production Production ROB_1
oo Yo Yo ) D £

xx1400001817

If the filling function is available, in this case the filling time must be setto 0 in
seamdata schedule sm3.

Program code used in this example:
ArcLStart *, v600, sm3, wd3, fine, tool;
ArcLEnd *, v600, sm3, wd3, fine, tool;

Schedule 3 Short arc

Schedule 3 is defined as:

Mode Normal
Method Short arc
Material Fe

Gas Ar+8% CO2
Wire size 0.8 mm

Continues on next page
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4.3.6 Craterfill
Continued

Craterfill Short arc fill
Creepstart Off

Hotstart Off
Synergic On

Voltage 0.00V
Wirefeed speed 6.00 m/min
Final wirefeed speed 4.00 m/min
Craterfill time 2.50 sec
Burnback time 0.12 sec
Dynamic properties 85%

Craterfill, example 2:

Ramped craterfill and filling with cooling
Craterfill is not defined in the schedule used in ArcWare welddata, in this case
schedule 4 in welddata; wd4. See the figure below.

— | | : ! Manual Guard Stop W |
— v ™ A_ErrorGenSyst.. {(192.168.8..) Stopped (2 of 2) {Speed 100%) x
aEdit
Mare: weld62
Tap a field to edit the value.
Name ‘ value ‘ Data Type ‘ uUnitl to6of 9
weld62: [9,0,[62,0],[0,01] welddata
weld_speed : = ] num mm/s
org_weld_speed : = 1] num mm/fs
main_arc: [62,0] arcdata
current ;= 0 num
Undo oK Cancel
[ 2;?2:;“”” ][U_:l T_ROB1 : JA][Uﬂ T_RiOEL : JA] 1/; 03’1{_‘\b

xx1400001819

Craterfill is defined in the filling schedule used in ArcWare seamdata sm4. In sm4,
0.01 seconds' filling time is used for initiation of craterfill by calling up schedule 3.
The cooling time in this example is 1 second.

Continues on next page
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4.3.6 Craterfill
Continued

See screenshot of sm4 below.

— Manual
= G
f— v A_fristoMigInt.. (192.168.8...)

Guard Stop

><

£y Stopped (Speed 100%)

5Edit

Name: seam10

Tap a field to edit the value.

Hame value Data Type | Unitto 7 of 10
purge_time := 0.3 num ﬁ i E
preflow_time : = 0.3 num

scrape_start : = 0 num

fill_time := 0 num
fill_arc: [0,0] arcdata g :;
Undo oK Cancel
L &
B D

xx1400001820

Program code

Program code used in this example:
ArcLStart *,v600, sm4, wd4, fine, tool;
ArcLEnd *, v600, sm4, wd4, fine, tool;

Schedule 3 Short arc

Schedule 3 is defined as:

Mode Normal
Method Short arc
Material Fe

Gas Ar+8% CO2
Wire size 0.8 mm
Craterfill Short arc fill
Creepstart Off

Hotstart Off
Synergic On

Voltage 0.00V
Wirefeed speed 6.00 m/min
Final wirefeed speed 4.00 m/min
Craterfill time 2.50 sec
Burnback time 0.12 sec
Dynamic properties 85%

Continues on next page
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4.3.6 Craterfill

Continued

Schedule

Short arc

Schedule 4 is defined as:

Mode Normal

Method Short arc

Material Fe

Gas Ar+8% CO2

Wire size 0.8 mm

Craterfill Off

Creepstart Off

Hotstart Off

Synergic On

Voltage 0.00V

Wirefeed speed 6.00 m/min

Burnback time 0.12 sec

Dynamic properties 85%
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4.3.7 Synergic

4.3.7 Synergic

Description

The power source can be used in both synergic and non-synergic mode.
Synergic means that certain values used in the process are calculated by the
system on the basis of a synergic line once a wire feed speed is selected. This
procedure follows the original principle of "one knob control".

The number of components shown in a schedule is dependent on whether synergic
or non-synergic mode has been selected. Information on available schedule
components can be found in the Method section.

=\ EJD Manual Guard Stop = X
—! [k A_FErrorGenSyst.. {192.168.8..) Stopped {2 of 2) (Speed 100%)

‘iuAristoMiglntl '.-';-'.ch1 zROB_l

Creepstart | |Hobstatt
o] M

Synergic
Short arc Fill OVN 2

Schedule 59

Short pulsed arc AlMg 5358
ﬁ// sﬁif i\rO mm

Name (Process) | value |Unit
Wirefeed speed ]
Arc length control trim 0 (21.50) E
Hotstart wirefeed speed 11
Burnback time 0.06 s

m/min

m/min

Cancel

F
E& 25 View OK
ROB_L

o
[Uj T_ROBL : JA][uﬂ T_ROBL: JA][% At ] 14 Y

&

xx1400001821
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4.3.8 Wirefeed speed

4.3.8 Wirefeed speed

Description
The wirefeed speed for the welding electrode.

Adjustment range
The adjustment range for the wirefeed speed is dependent on the type of wire feed
unit and power source used. The speed range is displayed automatically in the
schedules used. The wire feed unit's speed range is specified in the description
of the unit in the Welding equipment manual.

Synergic ON
When synergic is ON, changes to the wirefeed speed affect the welding voltage
and other variables included in the synergic line calculation.

Synergic OFF
When synergic is OFF, changes to the wirefeed speed do not affect any other

components.

References
The wire feed speed range is described in the product manual for the welding
equipment.
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4.3.9 Voltage

4.3.9 Voltage

Description
Voltage is available when short arc or spray arc has been selected as method.
Voltage adjustment is used for fine tuning of the arc so that the process remains
stable.
One fundamental feature of both methods is that an increased voltage value
increases the arc length and heat input, and a reduced voltage value reduces the
arc length and heat input.
Control of the welding voltage differs depending on whether synergic or
non-synergic mode has been selected.
— Manual Guard Stop 3%

@é A_ErrorGenSyst.. {192.168.8..) Stopped (2 of 2) {(Speed 100%)

Schedule 46 |ioAlistuMigInt1 A arct ‘gros 1

Short/epray arc Fe A x|

- Ar 894002 &_-D M M f

ﬁ/f 'ﬁi’/‘ 1.0 mm gﬁspstart guFthtart ST gﬁlerglc

Hame (Process) | Value ‘ Unit 1to 4 of 4

Wirefeed speed 9 m/min

Voltage trim 0 (19.00) v

Dynamic properties 75 %

Burnback time 0.12 5

-~
E} 123... View oK Cancel
I3 7 _RoB1 JA][% E;”t‘g’am ][_D_:| T_ROB1 :JA] }/:';OBJ_\%
xx1400001822
Synergic ON

In synergic mode, the welding voltage is calculated from the synergic line. The
welding voltage can be adjusted +/- from the synergic line. The working area is
dependent on the values selected for the components' material, gas and wirefeed
speed. The absolute value of the voltage is shown in brackets as information.

The relationship between wire feed speed and voltage is shown in graphic form
below.

Continues on next page
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4.3.9 Voltage
Continued

Voltage

Voltage increase (+ve value)

Calculated synergic line value

Voltage _-" - \ Voltage decrease (-ve value)

v

Wire feed speed

xx1400001823

Synergic OFF
The programmed voltage value is the actual voltage value used (absolute value).

Minimum and maximum for the operation values are determined by all factors in
the application, including method, material, gas, wire size and wire feed speed.

Available
Voltage is available when short arc or spray arc are selected.
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4.3.10 Arc length

4.3.10 Arc length

Description

When short pulsing is selected as method, voltage is replaced by a setting for arc
length. One fundamental feature is that an increased arc length value increases
the arc's length and heat input, and a reduced arc length value reduces the arc's
length and heat input. Arc length functions in the same way as voltage with regard
to synergic settings and has roughly the same value range as voltage, however,
Arc length is not a quantity but a unit.

Available

Arc length is available when short pulsed arc is selected.
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4.3.11 Dynamic properties

4.3.11 Dynamic properties

Description
Dynamic properties is an electronic inductance control that is used to control the
current rise during the short circuit phase in the short arc cycle.
It is used to fine-tune short arc welding by regulating the short circuit frequency,
heat input and molten pool. It is particularly useful when CO2 is used as shielding
gas.
Dynamic properties influences the heat input, depth of penetration and quantity of
welding spatter. Low values provide less heat input, and higher values provide
greater heat input.
Dynamic properties regulates the size of the globules in short arc welding. With
spray arc welding, the process is only influenced during the ignition phase when
the wire is shortcircuited against the workpiece.

Available
Dynamic properties is only available with the short arc and spray arc methods.

Adjustment range
The adjustment range is 0 - 100%.
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4.3.12 Regulator type

4.3.12 Regulator type

Introduction

There are 12 different types of regulators.

Regulator type 1

Regulator type 1 is designed for Ar and CO2 welding.
Regulator type 1 is suitable for standard short arc welding.

Regulator type 2 - 5

Regulator type 6

Regulator type 2 - 5 are designed for CO2 welding with various wire sizes and are
selected automatically in synergic mode.

» Optional regulator type 2 - 5 can be selected by the user in order to the
process.

Regulator type 6 is designed for Ar and CO2 welding.

Regulator type 6 produces less heat and is therefore suitable for high-speed welding
with short arc.

Regulator type 7 - 12

Regulator type 7 - 12 are experimental versions without a specified purpose.

Regulator type is only available with the short arc and spray arc methods in
non-synergic mode.

ﬂ Note

Changing regulator type is not recommended.
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4.3.13 Pulse current

4.3.13 Pulse current

Description
Pulse current is the pulse's amplitude (see Diagram- short pulsing components on
page 81). In synergic mode the amplitude is dependent on selected values for
material, gas and wire size.

A higher pulse current provides greater pinch off current and alters the arc shape.
Pulse current and pulse time can be combined in order to alter the shape of the
arc from concentrated to broad, which affects weld penetration and weld width.
The arc's length is also affected.

Adjustment range
The adjustment range is 100 - 600 A.

Available
Pulse current is only available when short pulsing and synergic OFF are selected.
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4.3.14 Pulse time

4.3.14 Pulse time

Description
The pulse time controls the pulse current's duration for short pulsing and includes
the slope on one side of the pulse (see Diagram- short pulsing components on
page 81).

Adjustment range
The adjustment range is 1.7 - 11.0 milliseconds.

Available
Pulse time is only available when short pulsing and synergic OFF are selected.
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4.3.15 Background current

4.3.15 Background current

Description
Background current is the current level between the pulses (see on page 63). The
background current maintains the arc between the pulses. The background current
affects the arc length and stability.

Adjustment range
The adjustment range is 12 - 300 A.

Available
Background current is only available when short pulsing and synergic OFF are
selected.
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4.3.16 Frequency

4.3.16 Frequency

Description
The frequency controls the length of the pulse cycle and directly affects the duration
of the background current (see Diagram- short pulsing components on page 81).
The frequency has a big influence on the arc length and the heat input to the
workpiece.

Adjustment range
The adjustment range is 38 - 312 Hz.

Available
Frequency is only available when short pulsing and synergic OFF are selected.
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4.3.17 Slope

4.3.17 Slope

Description
Slope controls the pulse's up and down ramping time.

Adjustment range

Slope is defined by a value between 1 and 9 on a proportional scale. The value of
1 equates to the shortest time and the value of 9 equates to the longest time.

Available
Slope is only available when short pulsing and synergic OFF are selected.

Diagram- short pulsing components

pulse time
pulse current < >
A
background
current
slope
time >
< frequency n
l >
xx1400001824
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4.3.18 Ka

4.3.18 Ka

Description

Adjustment range

Available

Ka is a proportional gain factor for control of the arc length. Ka has an individual
synergic line. Ka is expressed as a percentage value representing the gain factor.

The adjustment range is 0 - 100%.
+ 0% provides the slowest regulation.
» 100% provides the fastest regulation.

If the process has been set to self-oscillation or is unstable, try reducing Ka to a
lower value.

Ka is only available when short pulsing and synergic OFF are selected.
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4.3.19 Ki

4.3.19 Ki

Description
Ki is the gain factor.

Ki is expressed as a percentage of the maximum permitted value.

Adjustment range
The adjustment range is 0 - 100%.

» 0% provides the slowest integration.
+ 100% provides the fastest integration.

The standard value can probably be used for all applications, and so Ki does not
normally need to be adjusted.

Available
Ki is only available when short pulsing and synergic OFF are selected.
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4.3.20 Final wirefeed speed

4.3.20 Final wirefeed speed

Description
Final wirefeed speed is the wire feed speed at the end of the craterfill time.

Adjustment range
If this value is lower than the set value for wire feed speed in the current schedule,
the system will ramp down the speed during the crater filling time.
Final wirefeed speed cannot be given a higher value than that for wire feed speed
in the current schedule.

Available
Final wirefeed speed is only available when craterfill has been defined.
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4.3.21 Final voltage

4.3.21 Final voltage

Description
Final voltage is the final voltage value at the end of the craterfill time.

Adjustment range
The adjustment range for voltage is approximately 8 - 50 V.

Available
Final voltage is only available when short arc fill and synergic OFF are selected.
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4.3.22 Final arc length

4.3.22 Final arc length

Description
Final arc length is the final arc length value at the end of the craterfill time.

Adjustment range
The adjustment range for arc length is approximately 8 - 50.

Available
Final arc length is only available when short pulse fill and synergic OFF are selected.
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4.3.23 Final pulse current

4.3.23 Final pulse current

Description
Final pulse current is the pulse current value at the end of the craterfill time.

Adjustment range
The adjustment range is 100 - 600 A.
If this value is lower than the set value for cutting pulse current in the current
schedule, the system will ramp down the pulse current during the craterfill time.

Final pulse current cannot be given a higher value than that for the pulse current
in the current schedule.

Available
The schedule component is only used when short pulse fill and synergic OFF are
selected.
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4.3.24 Final background current

4.3.24 Final background current

Description
Final background current is the background current at the end of the craterfill time.

Adjustment range
The adjustment range is 12 - 300 A.
If this value is lower than the set value for background current in the current
schedule, the system will ramp down the current during the craterfill time.

Final background current cannot be given a higher value than that for background
current in the current schedule.

Available
Final background current is only available when short pulse fill and synergic OFF
are selected.
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4.3.25 Final frequency

4.3.25 Final frequency

Description
Final frequency is the frequency at the end of the craterfill time.

Adjustment range
The adjustment range is 38 - 312 Hz.

If this value is lower than the set value for frequency in the current schedule, the
system will ramp down the frequency during the craterfill time.

Final frequency cannot be given a higher value than that for frequency in the current

schedule.
Available

Final frequency is only available when short pulse fill and synergic OFF are selected.
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4.3.26 Craterfill time

4.3.26 Craterfill time

Description
The craterfill time is the down ramping time at the end of the weld when the robot
has stopped at the end position.

Adjustment range
The adjustment range is 0 - 10 seconds.

Available
Craterfill time is only available with short arc fill or short pulse fill.
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4.3.27 Burnback time

4.3.27 Burnback time

Description

Burnback time is used to prevent the electrode getting stuck in the cooling molten
pool once the welding process is complete.

The burnback time is the time the welding current remains on once the wire feeding
has stopped.

Adjustment range
The adjustment range is 0 - 1 seconds

Suggested values:
Aluminium 0.05 sec
Steel 0.05-0.13 sec
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4.3.28 Final pulse

4.3.28 Final pulse

Description
Final pulse controls the amplitude of the ”pinch off” at the end of the process after
the backburn time.
The high current cuts off the final globule from the wire and forces it into the still
liquid molten pool so that the wire is cleaned ready for the next welding operation.

The value is a percentage value of an internally calculated value based on current
and wire type.

Adjustment range
The adjustment range is 10 - 120%.

For thin sheet, a low value must be considered. A high value applies high pressure
on the molten pool.

Available
Final pulse is only available when the short arc or spray arc method and synergic
OFF are selected.
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4.3.29 Touch sense current

4.3.29 Touch sense current

Description
The current that must flow between the wire and the material before the power
source signals that it has contact.

See ESAB manual for current setting range.

o

Only applicable to MigRob500 and AristoMig 500 Integrated and similar
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4.3.30 Phase time

4.3.30 Phase time

Description
Phase time is the time that the power source welds with the individual schedule
during Super pulse welding.

Setting range
The setting range is 1 - 25 ms.

Available
The phase time is available only if Super pulse is selected as the welding mode.
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5.1 Introduction

5 Predefined synergic lines

5.1 Introduction

Description
There are predefined synergic lines for the power source. The purpose of the
synergic lines is to help the user set up a functional welding process.

This chapter contains:

+ A description of the geometric welding process that ABB used for
development of the synergic lines.

H Note

A synergic line is based on data developed in an established laboratory
procedure. The welding result from this kind of procedure is not optimised
precisely for all actual arc welding applications. If it provides stable, if not yet
fully optimised conditions in the initial development stages of the welding process.

If necessary, the user can switch to non-synergic mode to further optimise
required schedule components.
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5 Predefined synergic lines

5.2 Setting the welding process

5.2 Setting the welding process

Introduction
The geometric conditions used for the settings are:

Cutaway view of the workpiece and welding torch

/\C

xx1400001825

90 degree fillet weld in horizontal position. The welding torch is positioned vertically.

Sectional view of the weld path and the welding torch's position

Torch angle

’/-A

Electrode extension

-
Direction of welding

xx1400001826

Sectional view of the weld path and the position of the welding torch.

Settings
Process description Torch angle in degrees Electrode extension in mm
Spray arc 15 20
Short arc 15 15
RAPID PROCESS! 40 25

Continues on next page
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5 Predefined synergic lines

5.2 Setting the welding process

Continued

Process description

Torch angle in degrees

Electrode extension in mm

Short-pulsed arc (short
pulsing)

15

15

i RAPID PROCESS™ is a trademark owned by Aga Gas AB. Within the framework of the RAPID
PROCESS concept, a method using a short-circuiting arc can be employed for very high welding
speeds. The synergic lines for short arc welding are extended for the RAPID PROCESS field.
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6 Rapid command *Load
6.1 Load the .sid file

6 Rapid command *Load

6.1 Load the .sid file

Introduction
The RAPID command *Load is used to load the .sid file from a storage medium
to the memory in the power source.

ﬂ Note

* is valid for
« Arci (Arcitec IRC5)
« MigRob (MigRob 500)
« AristoMig (AristoMig 500 Integrated)

Example
*Load ""HOME:/AWdata.sid" \UnitName:="B_AW_PROC_40";
All the schedules in the file AWdata.sid in the HOME directory are loaded in to the
schedule memory on the power source with the I/0 unit name B_AW_PROC_40.
Argument
*Load FileName \UnitName
FileName
Data type: string
The file name.
UnitName
Data type: string
The unit name. The standard name is specified in PROC in CFG.
Example

Use *Load at the beginning of procedures to load the .sid file.
MODULE WELD
PROC main
partl;
part2;
ENDPROC
PROC partl
1 Loading the schedule from the partl.sid file
*Load "HOME:/partl.sid” \UnitName:="B_AW_PROC_40";
ENDPROC
PROC part2

1 Loading the schedule from the part2.sid file
*Load "HOME:/partl._sid" \UnitName:="B_AW_PROC_40";

Continues on next page
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6 Rapid command *Load
6.1 Load the .sid file

Continued
ENDPROC
ENDMODULE
Syntax
*Load

[ FileName ":=" ] < phrase (IN) for string > *;*
[ \UnitName ":=" ] < phrase (IN) for string > *;"

Reference document

Described in:
Saving the .sid file Instructions - MigRobStore
Setting numeric parameters Instructions - MigRobTune
Restoring See Restore schedules on page 49
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7 Rapid command *Store

7 Rapid command *Store

o

* is valid for
« Arci (Arcitec IRC5)
« MigRob (MigRob 500)
+ AristoMig (AristoMig 500 Integrated)

Continues on next page
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7 Rapid command *Store

7.1 Saving the .sid file

7.1 Saving the .sid file

Introduction
The rapid command *Store is used to save all schedules in the MigRob memory
to a storage medium.

Example
*Store ""HOME:/AWdata.sid" \UnitName:="B_AW_PROC_40";

All schedules in the power source with the 1/0 unitname B_AW_PROC_40 are saved
to the AWdata.sid file in the HOME directory. The file extension should be .sid.

Argument
*Store FileName \UnitName

FileName
Data type: string

The file name.

UnitName
Data type: string

The unit name. The standard name is specified in PROC in CFG.

Example
Use *Store at the end of procedures to save the .sid file.
MODULE WELD
PROC main
partl;
part2;
ENDPROC
PROC partl
I Saving the schedule to the partl.sid file
*Store ""HOME:/partl.sid™ \UnitName:="B_AW_PROC_40";
ENDPROC
PROC part2
I Saving the schedule to the part2.sid file
ArciStore "HOME:/part2._sid"
\UnitName:="B_AW_PROC_41";
ENDPROC
ENDMODULE

Syntax
*Store

[ FileName ":=" ] < phrase (IN) for string > ";*
[ \UnitName ":=" ] < phrase (IN) for string > *;*"

Continues on next page
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7 Rapid command *Store

Reference document

7.1 Saving the .sid file
Continued

Described in:

Loading the .sid file

Rapid command *Load on page 99

Setting numeric parameters

Instructions - MigRobTune

Manual backup

See Backup schedules on page 48
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8 Rapid command *Tune

8 Rapid command *Tune

o

* is valid for
« Arci (Arcitec IRC5)
« MigRob (MigRob 500)
+ AristoMig (AristoMig 500 Integrated)

Continues on next page
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8 Rapid command *Tune

8.1 Setting Numeric Schedule Components

8.1 Setting Numeric Schedule Components

Introduction

The rapid command *Tune is used to set the numeric schedule parameters in the
power source.

Example
VAR num parid;
parid := 20;
*Tune\Offset, parid, 0.5;
The parameter with the identity of 20 is increased by 0.5.
Argument
*Tune [\Offset] | [\Write] Parld Value
[\Offset]
Data type: switch
The argument \Offset is used when an increment is to be added in a numeric
parameter.
[\Write]
Data type: switch
The argument \Write is used when a nhumeric parameter is to be given a new
value.
Parlid
Data type: num
Parameter identity.
Value
Data type: num
If the switch argument \Offset is active, the Value argument is an increment
added to the existing value of the numeric parameter defined by the Parld
argument. The increment can be positive or negative.
If the switch argument \Write is active, the Value argument is the new value of
the numeric parameter defined by the Par1d argument.
UnitName
Data type: string
The unit name. The standard name is specified in PROC in CFG.
Example

Use two programmable buttons for the settings (one to increase and one to reduce
parameter values). You can configure which signals and buttons you want to link
up on the FlexPendant control panel under programmable buttons.
MODULE WELD
1Global parameter declaration num parid;

Continues on next page
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8 Rapid command *Tune

8.1 Setting Numeric Schedule Components

PROC main

Continued

1 Method for determining parameter identity

SetUpParld(parid);

1 Connecting two Trap drivers (simulated) to digital

inputs

1 actuated by the programmable buttons.

CONNECT intnol WITH IncPar;
I1SignalDl, 1, intnol;
CONNECT intno2 WITH DecrPar;
I1SignalDl, 1, intno2;

1 Main sequence

1 Switching off the Trap drivers

IDelete intnol;
IDelete iIntno2;
ENDPROC

I Trap driver for increasing the value in steps of 0.5

TRAP IncPar
*Tune\Offset, parid, 0.5;
ENDTRAP

I Trap driver for reducing the value in steps of 0.5

TRAP IncPar
*Tune\Offset, parid, -0.5;
ENDTRAP
ENDMODULE

Syntax
*Tune

[ "\"Offset"," ] | [ "\"Write"," ]
[ Parld ":=" ] < phrase (IN) for num > *,*
1 <

[ value ":="

phrase (IN) for num > *;*

[ "\"UnitName ":=" ] < phrase (IN) for string> ";"

Reference document

Described in:

Saving the .sid file Rapid command *Store on page 101

Loading the .sid file Rapid command *Load on page 99
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