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FrEE* English Documentation *#****

1. Brief Introduction

This URCap provides an add-in software to facilitate teaching with UR robot, it
provides flexibility to communicate with various Welding Power Source Brands which
makes the product very adaptive to use with, it implements an Arc Node to start or
stop welding with configurated quick start template. It also has implemented
Multipass with unlimited pass quantity. This URCap software is implemented with
maximum compatibility so it can be working together with Deep-Link Weaving URCap,
as well as Deep-Link Smart Tool URCap, eventually forming a comprehensive welding
solution. To continue with Deep-Link's design DNA, it always prioritizes lean concept,
user just needs 13 clicks on Teach pendant to create a runnable welding program, 7
clicks to make a multipass program, which will dramatically minimize your welding
teaching time.

The compatibility minimum requirement is:

Universal Robots
e-series: 5.19 or newer.

2. Installation
18t step: click hamburger menu on top right of Polyscope.
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 Basic q _ Graphics Variables

1 ¥ Robot Program Program
2 - <empty>

Here you can program your robot to do tasks.

To program your robot, select the nodes from the Node List and
the Program Tree.

Node List Program Tree
[ Q

=

> Advanced
) Templates _

> URCaps

O Add Befere Start Sequence
O set Initial Variable Values
& Program Loops Forever

Figure 1 Installation 1st step.

2nd step: Select Settings / System / URCaps, then click “+" button on button area.
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> Preferences
» Password

W System

> Security

= Remote TCP & Toolpath

Weld Power Manual

Restart

Figure 2 Installation 2nd step

3'd step: select the < WeldPower-1.0.x .urcap> file in the folder browser and click Open
button, then click Restart. After restart Polyscope, it will display as below figure.
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O weldPower ~ Remoate TCP & Toolpath

URCap name: WeldPower

Version: 1.0.1.Build019

Developer: Deep]Link

Contact Info: or send mail at 28.com

Copyright: Copyright notice (C) 2023
License Type: Commercial

| Updste o
Copyright (c) .
p——
Redistribution and use in source and binary forms, with or without ‘ The changes require a restart to take effect.

madification_are nermitted nrovided that the fallowina are met-

-

Description: This URCap offers an interface with multibrand powersource. 1 ‘

Figure 3 Installation 3rd step

4t step: Click Toolbar [License Import button|and select your license file in USB sticker
device, subsequently, click |Activate] button until you get Figure 5 green icon means
license check is cleared.
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DeepLink

Robot Pro
i Robot Progravn Weld Power Weld-Power-Toolbar

¢ v Weld Power: QuickStart-Simu

% oo [lesmsemport || e | @
© Approach :

N Digital I/O
9 Movel QuickStart  DO2 DI2(disable)
© Begin

= Arc ON job-1
®| 'Add waypoints here'
9+ MoveP 5
@ Stop ErrorReset ‘
= Arc OFF job-1 %
? b Movel
© Exit_1

Retract ‘

> Advanced

o Robot needs to be powered ON to proceed.
> Templates License not present..

> URCaps

et

| Approach I | Begin ||

Figure 4  Installation 4th step
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1 ¥ Robot Program
2 9 ¥ Weld Power: QuickStart-Simu Weld Power
& Move) License Import )
@ Approach i

v Digital /0
@ e Movel QuickStart  DO2 DI2(disable)
@ Begin
#)

= Arc ON job-1
® 'Add waypoints here' >
¢ < MoveP r 1T
@ Stop GasTest ErrorReset
= Arc OFF job-1
¢ 3 Movel M simulation
© Exit_1

Inch Retract

d  Robot needs to be powered ON to proceed.

| Approach H Begin | I

Figure 5 Installation activation view

5t step: configure workbench feature.

Every time relocate cobot, it will need to configure the workbench feature, as cobot
needs to know which direction of workbench coordinate Z-axis is for further
calculation. The definition of a plane feature is carried out in Polyscope Installation ->
Features -> Plane, as Figure 6 shown, the X-axis and Y-axis can be arbitrary however
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Z-aix should be always perpendicular to workbench surface and pointing direction up.
As Figure 7 shown. 7

182 + 2 H

s Installation

) Safety '- Base
@ Tool
WV Features

Y

=]

Edit || Move here |

Normal

Figure 6 Creating workbench Plane feature

]

Z-axis Z-axis Z-axis

Horizontal mount Angle mount Vertical mount

Figure 7 Workbench Plane feature Z-direction

After creating a Plane feature that reflect Workbench feature, subsequently, you can
go to Polyscope Installation -> URCaps -> Weld Power -> General Configuration ->
Workbench Feature to select the one you've just created, shown as Figure 8.
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Deep | Link

oTC Megmeet Open-interface Digital I/O

Ignition Timeout

Ignition Attemps
T Blowout Time

Preflow

Postflow

Simulation Speed

Workbench Feature

Enable Arc Sensing F|

Normal

Figure 8 Configure Workbench Feature

6™ step: click tool bar button on Polyscope top Save / Save Installation As... to save
current license so user won't have to configure Installation every time. And now all
installation is complete.
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¥ Robot Program

9 ¥ Weld Power: QuickStart

9+ Move)
© Approach
9 <+ Movel
® Begin
= Arc ON job-1

# ‘Add waypoints here'

9« MoveP
@ Stop
= Arc OFF
@ <+ Movel
® Exit_1

» Advanced
> Templates
» URCaps

Normal

Weld Power Manual

| =
L &
[ save an

Esave Program As...
Program

To program your robot, select the noded
the Program Tree.

Node List
v

Program Tree

O Add Before Start Sequence
O Set Initial Variable Values

[ Program Loops Forever

Figure 9 Save installation configuration.

3. Product Specification & Mechanics

ITEMS
Features

Compatible welding machine

VALUE

Arc On/Off with Job mode,

Welding Program QuickStart,

Multipass with unlimited pass quantity,

Simulation mode,

Support in one Robot Program using multi-Job number.
[Optional] Integrated weaving with
zigzag/sin/pendulum/circle/triangle patterns

Fronius, Megmeet, Lincoln Electric, Aotai, Panasonic, ESAB,

brand DIGIWave.
Fronius communication Modbus TCP
interface
Open-Interface communication Ethernet/IP
interface
Digital 1/0 Control powersource with configurable digital I/0
Tool bar Simulation enable/disable,
Quick access to manual commands on:
Wirelnch/WireRetract/GasTest/ErrorReset/SpotWeld/BlowOut
Dependency Polyscope 5.19+
Software Compatibility Deep-Link weld weave, Deep-Link Smart Tool,
Packing list Ethernet/IP Com. module x1 [optional]
USB sticker with Weld Power URCap x1 [optional]
Shown as below Figure 10, Figure 11
Deep | Link
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PLC Program Version 001.015.027

@ Fronius setup

445 <snaz _ Customer scope E Deeplink scope I
‘ 1. Fronius Power Source :1. Weld Power URCap software I
2. Modbus Module I3, Activation key |

3. Cobot with Teachpedent | |

4. Ethernet cable x 2 accordingl |

site layout | |

I

Figure 10 Fronius Power Source setup structure and Deep-Link deliverable scope

@ Megmeet setup

192.168.0.33 192.168.0.2

Ethen\et/IP

192.168.0.10

*8o x8B8Z

Customer scope Deeplink scope
1. Megmeet Power Source 1. Weld Power URCap software
2. Ethernet/IP Module |2. Activation key
3. Cobot with Teachpedent Is. Ethernet/IP maodule
4. Ethernet cable x 2 according|
site layout

4, Ethernet cable x 1 (0.3m)

Figure 11 Megmeet Power Source setup structure and Deep-Link deliverable scope
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4. Activation
Send your question or request at mailbox: info@deep-link.cn

5. Context

18 2

D safety

> Fieldbus

Normal

Deep | Link

Liuhe road, 129-624B room
Yuhang district, BP1235
Hangzhou, China

This section demonstrates the URCaplnstallationNode.

configuration

4 Q B

General configuration Deep | Link
& Fronius setting

Fronius oTC Megmeet Open-Interface Digital 1/0
Ignition Timeout 3.0 \ \

Ignition Attemps 3 OTC S etti n g

Blowout Time 2.0

Megmeet setting

Preflow
postfiow : sec /Linear speed in simulation mode

Simulation Speed 20.0 m C

Workbench Feature /se|ECt Workp|ece feature

Enable Arc Sensing Function O

Figure 12 Installation Node Configuration

info@deep-link.cn
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5.1 Fronius configuration

It needs to make sure that power source has modbus hardware of 4.044.014 of FB
module and 47.0078.0087 of Modbus module.

Anybus’

BY HMS NETWORKS

ABCC M40-EIT
Mlcle 41 0013 BEEF @
Serial. AD54388E

V&4
'VV v ‘} - FV\ ”I”l’s Connecting Devices”™

Figure 13 Fronius communication hardware: 4.044.014 of FB module and 41.0018.0087 of Modbus module.

Subsequently it will need to select Enable radio button in Fronius tab, Com. Type as
Modbus, please check below picture to make sure the configuration is correct with
your hardware case.

This will all instruction that is needed to configurate your URCap with Fronius Power
Source.
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OBOF =
R+ 523E —

R Prograrn [installstion|  1ove

Enable this radio button when you are
working with Fronius power source Beep I Link
Genepél Configuration Megmeet Open-interface Digital 1/0

o Enable

HARDWARE TYPE —————COMMUNICATION

Com. Type Modbus - Powersource IP 192.168.71.5\
Warkmode Job - Power source IP
Modbus Slave ID 255 address
Powersource Type Standard v &
Modbus Monitor ON €3 :
Default Slave ID is 255

MODBUS SIGNAL MORNITOR
HeartBeat WireSpeed Robot Ready Blowout O

Weld Power

PowerReady TrackCurrent

WorkModeBit0 Simulation O
B ErrorNumber "
‘Warning WorkModeBitl GasOn
Warnhumber -
ProcessActive i o Modbus monitori
Arcstable WorkModeBit3 wireBackward () panel
Weldvoltage JobNumber —-  WorkModeBit4 Errorquit O

WeldCurrent Weldstart TouchSense TeachMode O

Normal

Figure 14 Fronius communication setting.

5.2 Megmeet configuration
Before connecting with Megmeet power source, it needs to perform several
configurations on Power Source panel as below:

Channel Value Picture
N10 ON
NOO FNE
Deep | Link
Liuhe road, 129-624B room ,'nfo@deep_[,‘nk cn 14

Yuhang district, BP1235
Hangzhou, China
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P02 DN

©e) (z8)

Artsen

When working with Megmeet need to Deep | Link

> Fieldbus select this radiobutton
O Re General gonfiguration Fronius oTC _ Open-Interface Digital 1/0
aps

ol

Ethernet/IP

R e —

workmode JoB v €= Power source

work mode
Weld Power OUT Address 1: 10

OUT Address 2: 1 The 4 addresses are hard-coded
therefore in case it needs to change,
please contact Deep-Link Info mailbox.

IN Address 1: 10

IN Address 2: 11

Figure 15 Megmeet Power Source setting.

The default Ethernet/IP module contains a Keyence (KV Nano series) PLC and an
Ethernet/IP Scanner module, the default IP address is 192.168.0.10. Robot should be
with IP address of 7192.768.0.33, and Powersource should be with IP address of
192.168.0.2. To change PLC IP address will need to proceed in KV Studio software.

The Ethernet/IP commmunication set-up procedure contains of below steps:

1. Go to Hemberger menu -> Settings -> System -> Network to change cobot IP
address to the same segment.

Deep | Link
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> Preferences

Network

Select your network method
\/ System O DHCP

@ Static Address

O Disabled network

> Password

3¢ Not connected to network!
Network detailed settings:

IP address: 192.168.0.100
Subnet mask: 255.255.255.0
Netoene Default gateway: 0.0.0.0 h
Preferred DNS server: OAO.DADI
Security ernati server: .0.0.
Al ive DNS 0.0.0.0

Figure 16 change cobot ip address for Ethernet/IP communication set-up, it should stay in same segment with PLC as
well as Powersource, for instance: 192.168.0.33

2. Enabling cobot Ethernet/IP communication in Installation -> EtherNet/IP ->
click <Enable> button.

Deep | Link
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82 ¢ QM - @ W=

B omms |
® EtherNet/IP Adapter: Disabled
afety

> e |

-

EtherNet/IP Enable ! \ Disable

> URCaps Program action upon loss »&u‘lp Scanner connection:

The LED indicates the status of the connection to an
EtherNet/IP Scanner:

-« Gray indicates that this functionality is disabled

= Yellow indicates that no scanner is connected to the
robot

= Green indicates that the robot is connected to an
EtherNet/IP scanner

Figure 17 Enabling cobot EtherNet/IP communication.

3. The hardware wiring is illustrated in below figure:

Cobot controller /’R T
Safety Conigf abie 1opers] [G lml:rﬂ UNIVERSAL ROBOTS I
g ] ]
Hm Fa0) codtm :
%ﬂe av|m| Lov [m| Switch
S[En am coim
g[2av 2av[m| [ov [m|
< |sI0 [ci2[m] lcoz/m|
HEN 2av[m] [ov m| 2
%[5l c13(m cosm
PowerSource
Figure 18 Ethernet/IP electrical wiring illustration
Deep | Link
Liuhe road, 129-624B room Info@deep-llnk.cn -
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5.3 Open-Interface configuration
5.3.1Lincoln Electric Signal Mapping

R W =

> safety

Deep | Link

» Features : i y i
Select this button when working with Lincoln Electric

> Fieldbus

General gonfiguration Fronius oTC Megmeet _ Digital 1/0
v URCaps ﬁ - o o )

Weld Power (@) Enal PLC_Job_Value: 122 -lllode(lob)_va\ue: 2 Lincoin E.
= Robot Input Signals Address Robot Output Signals Address

I Power_Ready input_bool register(1] I1S_Robot_Alive output_bool_register[1] 1 w |
Weld_Start output_bool_register[2] 2 w|
Robot_Ready output_bool_register[3] 3 w

Wire_Forward output_bool_register{4] 4 w

[Warning input_bool_register[2] E]

Arc_Stable input_bool_register(3]

Touch_Sensed input_bool_register(4]

Weld_Voltage input_integer_register[1] Wire_Backward output_bool_register[5] B
’E Error_Quit output_bool register(6] EI

Gas_On output_bool_register(7]

[Weld_Current input_integer_register[2]
Error_Number input_integer_register(3]
PLC_version input_integer_register[4] Touch_Sense output_bool_register[8]

Job_Number output_integer_register{1]

PLC_Job_Number output_integer_register(2] 2 w |

O Power off

Figure 19 Lincoln Electric Powersource configuration interface, default Lincoln Electric IP address 192.168.0.12
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5.3.2 Aotai Signal Mapping

=]

Instalstion

> safety
D Features

> Fieldbus

Weld Power

+ Q H

Weld Power Manual

R N =

Deep | Link

Select this button when working with Aotai

General fnﬂqurltion Fronius

Megmeet

(O] Enab{

PLC_Job_Value: 123

IPawer_Ready input_bool_register[1]
'Warning input_bool_register(2]
Arc_Stable input_bool_register[3)
Touch_Sensed input_bool_register(4]
'Weld_Voltage input_integer_register[1]
‘Weld_Current input_integer_register(2]
Error_Number input_integer_register(3]

PLC_version input_integer_register[4]

Digital I/O

ode(Job)_Value: 2 AcTai

Input Signals Address

IS_Robot_Alive output_bool register[1]
'Weld_Start output_bool_register{2]
Robot_Ready output_bool_register[3]
'Wire_Forward output_bool_register[4]
Wire_Backward output_bool_register(5]
Error_Quit output_bool_register[6]
(Gas_On output_bool_register(7)]
Touch_Sense output_bool_register[8]
Job_Number output_integer_register(1]

PLC_Job_Number output_integer_register(2]

Output Signals Address

Figure 20 Aotai powersource configuration interface. Default Aotai IP address 192.7168.0.8, mode 2 (Job).

Deep | Link

Liuhe road, 129-624B room
Yuhang district, BP1235
Hangzhou, China

info@deep-link.cn

19



Deep | Link Weld Power Manual

5.3.3 Panasonic Signal Mapping

Seep!tink

Select this button when working with Panasonic

General @onfiguration Fronius oTC Megmeet _ Digital 1/0
v URCaps ﬁ v gm gital 1/

Weld Power . (@) Enal PLC_Job_Value: 124 ]Aode(lob)_Value; 2 Panasonic
[— Robot Input Signals Address Robot Output Signals Address
IS_Robot_Alive output_bocl_register[1]

I Power_Ready input_bool_register(1]

I

'Warning input_bool_register[2] Weld_Start output_bool_register[2] hd

JArc_Stable input_bool_register[3] Robot_Ready cutput_bool_register[3]

Gl

[Touch_Sensed input_bool_register{4] Wire_Forward output_bool_register{4]

'Weld_Voltage input_integer_register(1] Wire_Backward output_bool_register[5]
Weld_Current input_integer_register{2] Error_Quit output_bool_register(6]

Error_Number input_integer_register[3] Gas_On output_bool_register[7]

L
IR

PLC_version input_integer_register(4]

=
4

Touch_Sense output_bool_register[8]

I
P

Job_Number output_integer_register[1]

N [
]I

PLC_Job_Number output_integer_register(2]

O Normal

Figure 21 Panasonic powersource configuration interface, default Panasonic IP address 192.168.0.6, mode 4 (Job).
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5.3.4 ESAB Signal Mapping

RER e Q

> safety

S Features Version: 1.0.3-Build050

") Fieldbus

General gonfiguration Fronius
e

Weld Power Manual

=

Deep | Link
Select this button when working with ESAB

oTC Megmeet

Weld Power  (§) £ng

Digites 1w

PLC_Job_Value: 125 Mode(Job)_value: 0 ESAB Aristo

Welder_Ready input_bool_register(1]
Warning input_bool_register[2]
|Arc_Stable input_bocl_register[3]
Touch_Sensed input_bool_register[4]
Weld_Voltage input_integer_register[1]
Weld_Current input_integer_register[2]
[Error_Number input_integer_register[3]

PLC_wersion input_integer_register(4]

Robot Input Signal Address

v

v

-

Robot Output Signal Address

IS_Robot_Alive output_bool_register(1]
Weld_Start output_bool register(2]
Robot_Rready output_bool_register(3]

Wire_Forward output_bool_register{4]

Wire_Backward output_bool_register[5]

Error_Quit output_bool_register[6]

Gas_On output_bool_register(7]

[Touch_Sense output_bool_register[8]
JOB_Number output_integer_register[1]

PLC_Job_Number output_integer_register(2]

v

v

A d

O Power off

Figure 22 ESAB powersource configuration interface, default ESAB IP address 192.168.0.3, mode 0 (Job).

5.3.5 DIGIWave Signal Mapping

Deep | Link
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Deep | Link

B+ QM W 5=

> Fieldbus

% URCaps

Weld Power

Version: 1.0.3-Build050

Deep | Link

Select this button when working with DIGIWave
Fronius oTC

! PLC_Job_Value: 127 ” Mode(Job)_value: 1 DGWIlI
Robot Input Signal ress Robot Output Signal Address

General Pnl’lguratinn Megmeet Digit.. .. -

@ Enal

[Warning input_bool_register[2]
|Arc_Stable input_bool_register{3]
[Touch_Sensed input_bool_register[4]
[Weld_Voltage input_integer_register[1]
'Weld_Current input_integer_register[2]
Error_Number input_integer_register(3]

PLC_version input_integer_register[4]

Welder_Ready input_bool_register(1] v

1S_Robot_Alive output_bool_register[1] I 2
Weld_Start output_bool_register[2]

Robot_Rready output_bool register{3]
Wire_Forward output_bool_register[4]
Wire_Backward output_bool_register[5]

Error_Quit output_bool_register[6]

'Gas_On output_bool register(7]

Touch_Sense output_bool_register[8]

JOB_Number output_integer _register(1)

PLC_Job_Number oLtput_integer_register(2]

o Palmed

Figure 23 DIGIWave powersource configuration interface, default DIGIWave IP address 192.168.0.7, Mode 1.

5.4 Digital I/O configuration
TYPE NAME
Radio button | Enable Digital I/0

CONTENT

option @ Enable
Combobox | Weld start output signal
Weld_Start (standard_digital_out )
Combobox Arc On stable feedback

= Input Enable

Arc_Stable (standard_digital in )

signal, if not enable
program will not
consider the feedback
during process.

6. Arc Node
Currently it only supports Job approach to work with Fronius & Megmeet power
source. It is possible to configure Arc Node to Arc On which will trigger power source
start welding with a defined job number, or to configure it to Arc Off which will stop
welding. The Arc On and Arc Off should always be coupled.
With Fronius it is possible to change job number in course of welding, it needs to
insert an Arc Node and configured to <Change Job> option, as Figure 24 shown.

Deep | Link
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Q _ Graphics Variables
¥ Robot Program

@ ¥ MultiPass-Main Arc Node Deep | Link

¢ ¥ Node_l-root

= Point_1(Start)

= Jrc ONjob-1] * @ arcon

= Point_2(Intermediats

= Arc Change Job-2 O Arc OFF

= Point_3(Stop)

=} rc OFF Q change Job
% ¥ Node_2-pass-Y(0.0)-Z{0.0)-B(0.0)

= Point_4(Start) (3

= Arc ON job-1

= Point_5(Intermediate)

= Arc Change Job-2

= Point_6(Stop)

= Arc OFF

0 arcsense @ Need to add sinusoidal weaving before launch!

Normal

Figure 24 Arc Node presentation
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/. MultiPass

/.1 Multipass Main Node
MultiPass Program starts from MultiPass-Main node, it can be found in Program tab -
> URCaps -> Multipass.

24 QH

1 ¥ Robot Program i
2 1 i MultiPass Main

5 Overview info panel
W pover /

Overview / ‘

Bead count: 0 pass

Total duration aprox.: 0 sec

Y(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 C(deg) 0.0

et e G

S
\ \ Button update

Button to add root path Button to add pass

t35-x@nED path with above ofses

Figure 25 MultiPass Main node presentation

/.2 Pass Node - root/pass.
Pass Node can only be insert by clicking buttons [+root| or +pass| button. Literately, the
Pass Node inserted by approach of will be configured as root node, further pass
node will be built in function of root path and each pass offset parameters.

Deep | Link
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Robot Program

= Arc ON job-1

= Point_2(Intermediate)
= Point_3(Stop)

= Arc OFF

1
D Templates 2 & ¥ MultiPass-Main
\ URCaps 3 ¢ v/Node Lroct &
4 = Point_1(Star
5
6
7/
8
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Q - Graphics Variables

Pass Node Deep | Link

e

Linear Parameter

Blend Radius: 1.0 mm
Tool Speed: 20.0

Tool Acceleration:

Wait time(sec): | 5.0 €= Wait time for cooling
Approach / Leaving offset(mm):  100.0 €= Offset for approach/depa
Y(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 C(deg) 0.0

Manual check ~ Buttons to add

RSSEXWENE  vanual check will generate different Points

Normal

Figure 26 Pass Node - root presentation.
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Ad! d
¥ Robot Program
» Templates @ v MultiPass-Main Pass Node DGGP I Link

—_— = Point_1(Start)
_ = Arc ON job-1 Nodle type: b Move type;
_ = Point_2(Intermediate) I
[ Linear Parameter ————————

O] ce =

= Point_3(Stop)
= Arc OFF

v Noda 2-pass-Y(20)-Z(0.0)-B(0.0)-
= Point_4(Start) Tool Speed: 20.0
= Arc ON job-1 [3
= Point_5(Intermediate) Tool Acceleration:
= Point_6(Stop)
= Arc OFF

Blend Radius: 1.0 mm

Wwait time(sec): | 5.0 <= Wait time for cooling
Approach / Leaving offset(mm): = 100.0

Y(mm) 20 Z(mm) 0.0  B(deg) 0.0 | C(deg) 0.0

< > M Manual check

Offset can be adjusted loca
RS SEXBBET  vanual check will generate

Normal

Figure 27 Pass Node - pass presentation.

Multipass root path is possible to update, after changing waypoint or
change Motion parameter on Pass Node (root), you need to go to
MultiPass-Main node to clear misalignment errors by clicking the update
icon, refers to Figure 28.
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: ed
Jefal :
Q - Graphics Varlables
¥ Robot Program

1
2 ¢ v MultiPass-Main MultiPass Main
3 ® ¥ Node_l-root

4 = Point_1(Start)

5 = Arc ON job-1
6
7
8

> Templates
“ URCaps

= Point_2(Intermediate)
= Point_3(Stop)
= Arc OFF

Overview

Bead count: 1 pass
Total duration aprox.: 4.18 sec

Y(mm) 0.0 Z(mm) 0.0 Bldeg) 0.0 C(deg) 0.0

+ root + pass “’
Warning: Pass missing
Warning: Root to update

Normal

Figure 28 Clear error when updating Multipass root path.

It is possible to insert several <Intermediate Point> in middle When you
are trying to build a more complex MultiPass root path.

To build a valid Multipass root path, it should start with a <Start Point>,
and end with <Stop Point>, the Arc On/Off nodes are attached
automatically to <Start Point> and <Stop Point>, respectively.
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/.3 Adding weaving function
The weave function is implemented by another Deep-Link Product <Weld Weaving
URCap>, it is a pure URCap product, and after installation, it will show up 2 extra
URCapProgramNode in Polyscope URCaps tab <Weave ON> and <Weave OFF>.
You will need to nest Wave ON node inside of Arc ON/OFF scope therefore it will
achieve an effect: After Arc ON, torch start moving with Weaving, when achieving Stop
point, torch stops weaving, subsequently turn arc off, the example robot program
tree is shown in Figure 29.

RS2 ¢ QH

» Advanced
1 v Robot Program
> Templates 2 ¢ v MultiPass-Main MultiPass Main
= Point_1(Start)

= Arc ON job-1

4
[

= WeaveON: circles

= Point_2(Intermediate)
a e j | Overview
[T T
I
I

= WeaveOFF: circles

= Arc OFF b
- Bead count: 1 pass

Total duration aprox.: 4.18 sec

Y(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 C(deg) 0.0

+ root + pass <

Figure 29 Multipass with weaving function

8. QuickStart Node

It also provides a QuickStart node named “Weld Power” in Program tab to quickly start
a welding project programming. The program tree template is pre-set as welding
sequence, velocity, arc controls are all configured in the template, so user would be
able to create a welding task with minimized programming time. The parameters are
all open for user further adjustment therefore it provides both maximum efficiency
and flexibility to contribute your quick welding work.

After inserting the Quick Start node by clicking on <Weld Power> node, as Figure 30
shown. It will create subsequently a robot program tree, all you need to do is to teach
the 4 Waypoints of Approach -> Begin -> Stop -> Exit, and/or adjust your power source
job number.

There is a checkbox <Cycle check> if it is selected, it will popup a checking message in
every cycle beginning.
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Variables

Robot P
x| Robat Program Weld Power QuickStart Deep [ Link
9 Move/
® Approach

¢ o Movel QuickStart
@ Begin
= Arc ON job-1 W - ‘

® 'Add waypoints here [ 4 >
¢ <} MoveP
@ Stop ' >
= Arc OFF L
? b MoveL
@® Exir_1

| Approach H

ASSEXBBED oo

Normal

Figure 30 QuickStart Node

9. Toolbar

The toolbar provides URCap Activation field, as well as some command buttons to
send quick command on power source operation. In addition, the Simulation mode
enable/disable by using the checkbox in Toolbar zone.
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R =2+

u installation | .

=z

> General

> Fieldbus
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Weld-Power-Toolbar

License Import

oTC Megm:

Fronius

“ URCaps

Weld Power 0.6

Ignition Timeout sec
Ignition Attemps 2

Blowout Time 2.0
Preflow

Postflow

Simulation Speed 20.0

Workbench Feature Plane_1

Enable Arc Sensing Function [

192.168.71.5:255

| Inch | l

| GasTest | \ ErrorReset |

BlowOut

Retract |

E simulation

O TeachMode

Figure 31 Toolbar presentation, starting from version 1.0.3-Build026, a spot-welding button has been added in Toolbar
panel, the job number is fixed at 22 for all power source brands.

10.Errorinstruction

CATEGORY NUMBER DESCRIPTION

Warning 001 Robot needs to be powered ON to proceed. -> Please
power on cobot

Information 002 Welding station in Simulation mode. -> In toolbar the
Simulation checkbox is selected, it would be useful when
robot trajectory can be simulated without Arc On/Off.

Warning 003 There may have some warning issue in Installation that
needs to eliminate before running. -> Please good to
Installation URCap page to check detail warning message.

Information 004 Welding station license missing. -> Please contact
info@deep-link.cn for activation. It is possible to work
without being activated, and there will be several limited
functionalities unavailable.

Error Compile error: name ‘dl_angle_RO_ext" is not defined. ->
this may be caused by activating Root Record function
while did not install Weld Weaving URCap [another Deep-
Link product in dependency with this function].

An error occurred in the running program
¢ Compile error: name 'di_angle_RO_ext'is not defined
Error MODBUS Signal inWord0 returned exception code 11. ->
Deep | Link
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This is caused cobot has detected missing of Powersource
as modbus server.

An error occurred in the running program

' MODBUS Signal inWord0 returned exception code 11

Error Compile error: name 'di_offset_RW_ext" is not defined. ->
Activated Arc Sensing function while missing Weld Weave
URCap as dependency.

An error occurred in the running program

' Compile error: name 'dl_offset RW _ext'is not defined

11. Revision notes

Version Description Time
1.0.1-Build019 Initial release 2023-June-15
1.0.2-Build002 Add simulation speed modification; 2023-July-11

Adjust program tree in CN language;
Add weave function working with
multipass;

Add simulation speed adjustment.

Root path is able to be adjusted by user
after inserting;

Check root conformbility;

Optimize delay function around Arc OFF.

1.0.2-Build003 PassNode motion parameters can be 2023-July-15
adjusted.

ArcNode add an option of <Change
Job>, it ONLY works with Fronius.

1.0.2-Build015 Fix Modbus communication bug with 2023-August-01
Fronius

1.0.2-Build016 Toolbar functionality is more completed | 2023-August-06
with warning message.

1.0.2-Build021 Improve toolbar button reaction time; 2023-August-15

Add PLC program version information;
Remove IPAddress in Megmeet
installation tab.

1.0.2-Build023 Add Open-Interface 2023-August-21
1.0.2-Build024 Fix bug of workbench feature default 2023-August-26
setting
1.0.2-Build026 Optimize Arc sensing feature by adding | 2023-September-13
poka-yoke between Installation and
Program.
1.0.3-Build002 Add Digital 1/0 control interface. 2023-November-14
Enhance manual EIP setting section.
1.0.3-Build003 Fix bug of Megmeet job mode 2023-Nobember-15
1.0.3-Build004 Fix bug of trial mode 2023-November-16
Deep | Link
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1.0.3-Build006

Add Megmeet changedJob function
Adjust maximum Quickstart node
quantity.

Adjust Chinese translation

2023-December-18

1.0.3-Build007

Optimize activation approach

2023-December-26

1.0.3-Build010

Add ArcSensing function

2024-Feburary-27

1.0.3-Build012

Add Openlnterface with Touch Sense
Enable & Feedback signal

2024-March-27

1.0.3-Build017

Update license format, Add Lincoln
Electric via Open Interface No. 122

2024-April-7

1.0.3-Build019

Fix error of loading multipass program;
Fix error of multipass root-pass
alignment.

2024-April-26

1.0.3-Build021

Add multipass before/after offset
options;

Update Simulation toggler button;

Add allowBreakpointOnNode;

Add allowStartFromChildNode;

Enable MoveHere button in Pass node;
Optimize multipass path generation;
Change manual check sequence in Weld
Power template node and Pass node;
Add MAC info display.

2024-May-06

1.0.3-Build023

Add Aotai via Open Interface No. 123;
Fix error Workbench feature selection;
Improve Toolbar initialization procedure.

2024-May-16

1.0.3-Build026

Eliminate error of Multipass Pass node
generating.

Add spot weld button in Toolbar.
Simplified Fronius communication.
Relocate Workbench feature selection
from Installation to Program.

Fix ArcSensing final stage error.
Switch to ursim-5.15.0.126572

2024-July-12

1.0.3-Build030

Add Pass'’s child node sequence
verification.

Fix PassNode getduration out-bounding
error.

Add Panasonic via Open Interface
No.124.

PLC version: 001.015.025

Improve Activation when importing
wrong file name.

Fix Installation icon deformation.
Fix Fronius com. bug.

2024-October-20

1.0.3-Build039

Improve PassNode, Toolbar
responsiveness.

Improve Multipass-Main node title with
workbench feature info.

Add Digital-I0 mode's spot weld button.
Add ESAB (Aristo series) via Open
Interface No.125.

Fix Automultipass updating error in
Main node.

2025-Febuaray-20
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Liuhe road, 129-624B room
Yuhang district, BP1235
Hangzhou, China

info@deep-link.cn

32



Deep | Link

Weld Power Manual

Improve Open Interface GUI with
automatic mapping completion.

Add spot weld reminder with interval 5
min.

Add simulator variant.

Add Pass Node delete button for easier
node management.

PLC version: 001.015.027.

Update activation configuration.

Add circular multipass feature.
Update ignition Timeout default to 2.0
sec

Update ignition Attempts default to 3
Update Postflow default to 2.0 sec.
Create an inertia feature for Arc Node.

1.0.3-Build041

Fix backend reachable bug,
Add Bonjour node.

2025-March-15

1.0.3-Build042

Add data monitor feature.

Fix spot weld button bug.

Add IsMPMainUnlockable property
configuration.

Change BlendRadius range to 0.1-5 mm.
Adjust BlendRadius in
simulation/manual/auto use cases
multipass.

Simulation

r_intermediate=4 mm

r_stop =0 mm

Manual
r_intermediate =0 mm
r_stop =0 mm

Auto
r_intermediate=value set in GUI.
r_stop =0 mm

Add Air point in Multipass.

Add ArcNode offset indicator.

Remove Program Running Mask panel
[in green background color].

2025-April-07

1.0.3-Build050

Fix Bonjour node running bug.

Fix Bonjour node LED malfunction.
Bonjour node adds Manual Check when
task done.

Change Linear BlendRadius minimum to
Tmm.

Fix multipass Intermediate point
accuracy error.

Streamline MP Main node GUI refresh
service.

Add DIGIWave via Open Interface
No.127.

2025-April-30

1.0.3-Build052-Essen

Rebase Polyscope version t0[5.19.0]
Rebase to URCap API[1.15,

2025-June-12
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Rebase URSIM t0]5.19.0.1210631]

Adjust Bonjour node approaching speed
to 50 mm/s.

Adjust BlendRadius minimum limit to
0.17mm aligned with Polyscope 5.18
update. And setting default BlendRadius
value to 0.7mm to enhance welding
trajectory accuracy.

Merge Weave URCap

[ based on v1.0.6-Build023 | and Power
URCap to automize weaving insertion
both in Quickstart node and in Multipass
nodes.

Add error-proof check in Mulpass-Pass
Node about weave on-off imparity,
disordering, overlapping, etc.

Optimize Pass Node refreshing
efficiency.

Fix Arc Node ChangeJob chocking bug.
1.0.3-Build052-Thrust Fix ignition timeout error counting issue. | 2025-June-24
Change Postflow literature to “"ArcOff

Wait Time"
1.0.3-Build055- Add spirit text 2025-September-29
Semiramis Ajust linear acceleration minimum to 0.5

mm/s2(this change will be applied to all
nodes except Bonjour node)

** hidden function

Fix error with power source work-mode
setting.

Adjust “daemon” terminology in CN/TW
translation.

1.0.3-Build056-Athena | Re-implementWeldPower QuickStart 2025-October-20
node waypoint teaching.

Set daemon service start by default
configurable.

Fix QuickStart renaming bug.
1.0.3-Build057-Athena | Add QuickStart 2 capability of attaching | 2025-November-22
additional Approach/Retreat (waypoint)
and Circle (segment).

Add configurable feature of activating
Smart Tool in Weld Power Installation
Node.

1.0.3-Build059 Optimize file-chooser for Activation & 2025-December-22
AutoMultipass process.

Streamline non-activation behavior => it
needs to reboot after a successful
activation.

Enhance Bonjour&QuickStart2 Node to
accommodate Smart Tool input.
Improve Multipass Task name
validation.

Further enhance Pass Node
responsiveness.

General update Weave URCap
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[ based on v1.0.6-Build025]

1.0.4-Build062

ek Chinese Documentation / HASIILAY *#++*

. BEXNE

Weld Power J& 4 Universal-Robots #L#s A& fil A A E, kA BhpLEs AfiZ
G RERE LB TR SE I AT 55 9w A2 . Weld Power SEH T BT (Arc Node) =5 i
Ao, UOK; SeIl T R EIRE R £ 2 218 (Multipass) DhfE; EsLIl 1 PR g 2
(QuickStart) A .

XA AT BAAD Deep-Link 32482 URCap, Smart Tool BEA TAFE, 4 ThAE 58 ¥ 18
BERG . RINIXANFZRIELE T Deep-Link — B0 5 it BES,  d H Spk i di ik
F P RETE B R B e IS AR TR AR . thln, R RALRREES 13 T ainr LAy
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Universal Robots

e-series: 5.19 B EF iR 7.

2. LR

B0 piln A A LA RIDUEE S

Deep | Link

Liuhe road, 129-624B room info@deep-link. ch

Yuhang district, BP1235 35
Hangzhou, China



Deep | Link Weld Power Manual

> &%

DAAY 1 v REARA o

__> B 2l = <> HRETosIEARITRAL i MR ITHES
“ URCaps

P RANEARTRA - LY AP RLET A SRR EAEND -

A4

v

AEES

==
I
=
===
==
I

viviv

O #pestssiAs
O il id
TGS

Figure 32 % ¥ —#

%2 W R E / R4/ URCaps, Bl 5 mi it N7 1) "+ 1% 4 .

Deep | Link

Liuhe road, 129-624B room ,'nfo@deep_[,‘nk_ cn
Yuhang district, BP1235

Hangzhou, China

36



Deep | Link Weld Power Manual

= Remote TCP & Toolpath

[+
]

Figure 33 &4 2 #

5 3 20 MR YE A% Ik FE < WeldPower-1.0.x .urcap> SCF I il $TIF 424, B 5
mih BHEI.
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= Remote TCP & Tooclpath

'URCap name: WeldPower
Version: 1.0.1.Build019

R oo i
Contact Info: orq mail at T 26.com

_ Description: This URCap offers an interface with multibrand powersource.
Copyright: Copyright notice (C) 2023

o L

License:

Copyright (c) .
Allrights reserved.

Redistribution and use in source and binary forms. with or without [mquesrw“rmwm effect. I
modificationars nermitted neovided that the fallowrinag conditions are mat. N é

I - - 25

Figure 34 Z#E4 3 #

5 4 25 ek TESE#(Toolbar) 3 BN AL, ikt U bt B
. B G oA B8] B Figure 36 Fingt taih @ bz,
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[> anen | XAIRH

@ #s

Ethernet/IP

IHEX OB

skl

SR RANSHARTPREER. DR
BEHEHIE 155K A Deep-Link info
HRFEIE R

S AMALL :

SAAED

Figure 45 Megmeet A2 HLNH A1 &,

FRECI EtherNet/IP il 35— & 2 B 1+ (KV Nano series) PLC f1—A4™ EtherNet/IP

Scanner 3k, ERIAHhERZ 792.168.0.10, M8 NS E Mk 192.168.0.33, 1EHLM
BEM LA 192.168.0.2. &84 PLC Mg bk 75 EAE KV Studio A Fdt4T, i F B
[ AT 7~ Figure 46.

AEHEPAS mA0 B xR i PVARPOESRBESEE
CEREEEIDRDE M ma= - R Em

X&) REE) =2RE) W\V) ERO) 80w =EH

P 7l @u v BE

L5 a,
aEerE |
3 ¥ LR T [1] Kv-RC1EP
£ RE ~
B mRe 0810000
CERE 230
EAERBRS R .. K00
g R 640
BREE 100/10MbpsEIED (% )
IF MHHEER® EFE P dt(x)
TP Mt 192 168.0.10
FRIAR 255, 255. 2550
bl 0.0.0.0
s FRFE 0.000
i (=) 10
Keop Aliva[s] 800
BERO0S v
W R
BEHERERE R TAEIRTIEE DONERE

em 16 2m [ o | mw | S
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Figure 46 1524 PLC #(/F/RTT-

EtherNet/IP 3@ il L B AP JRUNTT -
1. RSB > W > RG> WY, BOLEA 1P R E B
2. {EZRBCE IR o> LI E L -> EtherNet/IP H il <fi fig> 14411

W =
G |
® EtherNet/IP Adapter: Disabled
_ ety

[ wonBus
— | Enable I \ Disable

EtherNet/IP

> URCaps Program action upon loss ‘u‘lp Scanner connection:

The LED indicates the status of the connection to an
EtherNet/IP Scanner:

-« Gray indicates that this functionality is disabled

 Yellow indicates that no scanner is connected to the
robot

« Green indicates that the robot is connected to an
EtherNet/IP scanner

Figure 47 Ethernet/IP i it {Zi7.

3. R T
P A B E /-——’—\. .
ST
- 4‘ UNIVERSAL ROBOTS
]

[Safety |
24V
EID
24V
Ell
24V
sio
24V

si1fm

Safeguard Stop | Emergency Stop

Figure 48 Ethernet/IP ZE#5i% 7 g [
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5.3 Open-Interface it &
5.3.1Lincoln Electric /&4 E & F0{5 SR &

080OF —
R 2N 523F —

Deepll.inl: URSIM
5lincoln Electric/E41iEBC R BE X MR .
el / Fronius oTc Megmeet d £¥1/0

@ sz { LCHLA % ;| 122 Z g K(Job)di: 2 Lincoln E.
REA WA B5RAL MBA Wk 5
itk input_bool register[1] B AT output_bool_register[1]

3# 4% input_bool_register(2] 918§ output_bool_register(2]
36 & 5 input_bool register{3] B A output_bool_register[3]

$4345 % B4 input_bool_register{4] A8 output_bool_register(4]

AR

48 0 R & input_integer _register[1] B Abik # output_bool_register[5]
34 08 3L input_integer_reaister[2] R 1& output_bool_register(6]

#HF A& input_integer_register(3] A ¢k output_bool_register(7]

PLCAR S Input_integer_register[4] 41245 344k output_bool_register(8]

JOB% output_integer register{1]

PLCA A% output_integer_register(2]

LI

Figure 49 Lincoln Electric A2 LA &SR idl, #(iA Lincoln Electric 4241 IP #4477 192.168.0.12.
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0BOF
l'rm ﬂ 523E

Deep | Link

SR ABHISE R EREX MR,

TARL / Fronius oTc

Megmeet

@iﬁt{

#FI/0

PLCHLA % #i: 123 Ll’ﬂfiuub)&il: 2 AcoTal

ALl input_bool_register[1]

1# L4k $ input_bool_register(2]

de 38 &3 input_bool_register(3]
#4243 % B4 input_bool_register(4]

3 4k %04 /B input_integer_register[1]
4k 0 A input_integer_register(2)
EG R input_integer_register[3]

WPLCAARR % input_integer_register(4]

= »—lpmm»—-“
AIPIMIR(A IR

EE T

B AT output_bool_register[1]
#& 3k 4E% output_bool register[2]
B AL output_bool_register(3]
A ik output_bool_register(4]

R 4hik & output_bool_register(5]

R £ output_bool_register[6]
4.k 2 output_bool_register(7]
Hia45 % 48 output_bool_register(8]
JOB# output_integer_register[1]

PLCAA-# output_integer_register(2]

MEA W A5k

A (A

:
L

i
e

Figure 50 B A HIAL BRI, Bl BAAZHLIP ot %y 192.168.0.8, TAEHE 2 (Job).
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533 M TNEVIE BEAE SRS

R 7 b : I 2N S =

Sl
Deep | Link

eep I Lin
ST IHLE R XA

> ABER
TREL / Fronius oTC Megmeet #¥1/0
W URCap
L ® «m{ PLCALA % 2 i: 124 _r.lwwubmﬁ: 2 Panasonic

WEA M 155kt

P ndkik input_bool_register[1] B A7 output_bool register[1]

P ILARS Input_bool_register(2) A%45 % output_bool_register[2]

w

[l

A& A input_bool_register(3] B A output_bool_register[3]
F1348 % KM input_bool_register[4] Asik# output_bool register[4]

4k % 8 & input_integer register(1] E.hik output_bool_register[5]

L

k%o @ input_integer _register(2] L1 output_bool_register[6]

R4 input_integer_register[3] £.4k42® output_bool_register[7]

HlPLCRARE % input_integer_register(4] $U6 548 output_bool_register(8]

JOB# output_integer _register(1]

[

PLCALA-# output_integer _register(2]

Figure 51 4 FAZHLAL B IR, ZCAF FARBLIP At %7 192.168.0.6. T1E#Z( 4 (Job).
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5.3.4 ESAB [E4EL & F{5 S AL 5T

Hi i X

%@ #:1.0.3-Build050

©fml/

#indtth input_bool_register{1] -
#iLdk S input_bool register(2] v
A& 3 input_bool_register(3] v
e 43§ &4 input_bool_register(4]

¥4k % 0 W, /B input_integer_register(1]

4k 30wk Input_integer_register(2]

RS input_integer_register[3]

PLC #2490 input_integer_register(4]

PLC /45 ##: 125 |
PN 2

Weld Power Manual

R 2 G

Deep | Link

LﬁESABE*ﬂiﬂENﬁﬁEE’I\ﬁiﬁi =
fﬂ.ll./ Fronius oTC Megmeet &¥F 1/0

LAF#K (Job) & #: O ESAB Aristo

B Ai&#7 output_bool_register[1]
A1 % output_bool_register[2]
B AL output_bocl_register(3]
Ak s output_bool_register[4]

B hik# output_bool register[5]
214 output_bool_register(6)
A4k output_bool_register[7]
Fiadd 5 4 output_bool_register(8]
JOB # output_integer_register(1]

PLC #L4-4 output_integer_register[2]

WEA Mg 5kt

-
v

-

Figure 52 # FARHILALESRIET, BLAF FARHLIP Hbd 7 192.168.0.3. T /F#42(0 (Job).
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i fe E

5pIGIWaveFALIE BC AT EIX 42
‘l'ﬂ.!l/ Fronius oTC Megmeet ®¥F 1/0
@fkﬁh{ lpu: A i 127 | |:_ﬂs4ucuom ®i: 1 |DGWIII
B A

stttk input_bool_register[1]
iR % input_bool_register[2]
A m 3 input_bool_register[3]
F445 % B4 input_bool_register[4]
R4k H RE Input_integer_register(1]
$F4kEH R Input_integer_register[2]
MR input_integer_register(3]

PLC 2 /K8 % input_integer _register[4]

B A S kA
4.8 A2 47 output_bool_register(1] v

Ae#45 % output_bool_register{2]
#WEA ML output_bool_register(3]
Ashik# output_bool_register[4]

B 4wik # output_bool_register(5]
2142 output_bool_register[8]
48423 output_bool_register[7]
$4245 %k §E output_bool_register(8)
10B # output_integer_register{1]

PLC 5% output_integer_register[2]

Figure 53 DIGIWave A H1H B R i, #£ik DIGIWave /24 IP #4F %7192.168.0.7 "L /F#A 1 (Job).

54 5 10 =4

Fl B

nE

HLIEHE fiBe

@ st

I 5 I IE L

A2ih{3 % (standard_digital_out )

IR BE S, WRA
ERENAE TAE AP AN 225 AR
PLI B E 5

N i

A sh (standard_digital in )

6. BIl#IEH T m(Arc Node)

H 1l Weld Power 1X 37 i Job fEA Fronius 58 Megmeet #82fd & . ‘& AT LASZE
XFR Job 5 HIREIR. UK. On A1 Off #EFFUGAEC B, fE/RBad FE Rl an R 75 B AR 4

B JOB 5, Jiikunphs:

Deep | Link
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Hangzhou, China
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Q _ Graphics Variables
¥ Robot Program

@ ¥ MultiPass-Main Arc Node Deep | Link

¢ ¥ Node_l-root

= Point_1(Start)

= Jrc ONjob-1] * @ arcon

= Point_2(Intermediats

= Arc Change Job-2 O Arc OFF

= Point_3(Stop)

=} rc OFF Q change Job
% ¥ Node_2-pass-Y(0.0)-Z{0.0)-B(0.0)

= Point_4(Start) (3

= Arc ON job-1

= Point_5(Intermediate)

= Arc Change Job-2

= Point_6(Stop)

= Arc OFF

0 arcsense @ Need to add sinusoidal weaving before launch!

Normal

Figure 54 L= H] T k55 e Pl

Deep | Link
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7. MultiPass Z 2% &

7.1  Multipass Main Node = &

LR L ERRMENILAZ R Z1E- 375 A (MultiPass-Main), E 47 T8 BF - >
URCaps > ZR%E

1 v REARA
2 ¢ vERSE-2TA $ESHM IH A
v kAR

-dedh %

= iFiLdesh job-1

= vma et AR

-3 A2

- AR

9 v #1i-Y(0.0)-Z(0.0)-B(0.0)-C(0.0) ﬁ'ﬁ / |

- &
A B2 8

- e _job-1
&M 2.4 B

- 4
- 45
- AR

Y(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 C(deg) 0.0

+ % + ez

S
'\ e

FIER R AIMBFEER 1R

Figure 55 2 /3 Z 18- 4= 1 W IiT

7.2 Pass Node - EE&iZ(root)/1mi% 1% (pass)

Pass Node AJ LAl I 4540 3L R 47| 803 (A Bt AR W n o 3 42c40 VRN A5
P B R B AR A, B S RS B S T IR B AR AN R RS AT S, T LA
BeE— . FAE IR IR AR R T B R 2 R SRR N
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v BEBM-EF A
[ 2L inn
-k
= Fiuiedh job-1
- AL
- 2
= Bk
¢ v #1i-Y(0.0)-Z(0.0)-B(0.0)-C(0.0)
- b3
= Hiudesk job-1
- Pk 4
- A5
- AL

Weld Power Manual

Deep | Link

Pass Node

BALE

i . mm
S A i mm/s

Bt ik K X mm/s?

FhuaEer | 10 | €= ZIEREEE
<« BiI/AE sREE

¥(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 C(deg) 0.0

(e o

A S ENCE Ty

it/ & #B(mm).  100.0

0O Fsail

RSEERWBNE =m0\ 550E68 &

Deep | Link

Liuhe road, 129-624B room
Yuhang district, BP1235
Hangzhou, China
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v RBAME
PV EESH-EVA
(2L F ¥ 313
- ik

= 3 tdeds_job-1 v
RRIZEEIZARY

- A1

= i & ESSHHTN
? v B1#-¥(0.0)-Z(20)-B(0.01-C(0.0) | zs ¥4z 3 3o e

- ek 4 2 215 ﬂ!‘LXZEo

= Hitizds_job-1 LY 3 8.0

-3k 43

- i B AL 20.0 mmis

Pass Node Deep I Link

2

Figoia : 1.0 e st T B —
frnsea € FHFAERE
i/ A BA(mm): | 100.0

Y(mm) 0.0 Z(mm) 20 Bldeg) 0.0 C(deg) 0.0

RIFET AR E

Figure 57 fEEES 1777 55 T i

EZREF I BEE PRI R TFER, T B2 N T

BRESSNE, BEET TR K B b B ET
7, PEFEMEFEIB LR WEFZ Figure 58.
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v LBARA
¢ vsEsu-ryal
¢ v RME
- e
- 37 itdedh_job-1
-1
-k 2
- LAk
@ v 3 1if-Y(0.0)-Z(0.0)-B(0.0)-C(0.0)
- e b 3
= 37 itidedh_job-1
- PE b 4
- EES
- AR

Weld Power Manual

PEEH 2V A

#it

e A 2 i
Mot 6.76 #

Y(mm) 0.0 Z(mm) 0.0 B(deg) 0.0 Cldeg) 0.0

+ A5z + b4z <

Warning: & # 5 2- 22 T —HER L4
Warning: &5 25 5 £ £ 4§

Figure 58 1 i K 1% £l A LA R H FEBETE0E s TR EF IR -

TEPE — FRFHELEERT, ] LA EIRIIZE A< P [E 7> o

— KB BBE1E I 12 U< GBI 5> TFRE, FEU <EF > W02, Y
WA E 5559 T < 1 > AT <R AE> 2 ) o
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7.3 RIRIRINEE

PIETNREH Deep-Link H4h—ANr= 523l <Weld Weaving URCap>, iX 42—/ URCap
FE, R G MAE R A URCap X I~ URCap 17 si<#B3hHFaa> fl <iE3h 4
>,

BN UEFIB SN 5 R T B, I RIS AR SR L RIS s XA,
XFER LGB — A TR wils, EAeTFm eI Es), BIfolaE, &
M 423, BEEWGR, R~EIFEF a B FrR Figure 59.

Jefault 5 = e
o‘ _ Graphics Variables

1 ¥ Robot Program

2 ¢ v MultiPass-Main MultiPass Main
3 9 v Node_l-root
= Point_l(Start)

= Arc ON job-] ®4Emm—

= WeaveON: circles

= Point_2(Intermediate)

= Point_3(Stop)

= WeaveOFF; circles Overview

Arc OFF h
= Are - Bead count: 1 pass

Total duration aprox.: 4,18 sec

Y(mm) 0.0 Z(mm) 0.0 Bldeg) 0.0 C(deg) 0.0

+ root + pass <

Figure 59 Z/Z Z i I NI FE/ 70

8 QuickStart PREFBED =

ARPEIESEIL T — NN SIEAEAR P 4571 . BEARRE P 8 — MR IR IR
e, HESH, BIERIREL, HPEINENTRE 4 DS ST REF . X6
MR B 465 e LI mAe T 18], $emA =8, RN SEOF e, /{EM A,
)RR AN R Y S

A< AT, B FTR Figure 60. 24— LSS AFEFERE, H TR
HO LT 4 A% SRS & Approach -> EE5ES &5 Begin -> WIS & Stop -> il H % 55
Exit, [F] I 1] DL R AL SR HL JOB 5.

H— AN o) IRAE<PEA TN > WRIEFR)S, (ERIRIZAT BT R 2 7 2 s i s s oK
N LHiA

Deep | Link
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v REARS
o v BB PonE Ok Weld Power QuickStart Deep | Link

9 b Move/
® Approach

¢« MovelL QuickStart
® Begin
= i iuiei_job-1 i - ‘

O ERERALSH Y

¢ «b MoveP
@® Stop « >

= AL
9 o Movel
©® Exit

A L MR A
Approach Begin Stop

23S XBBEZ oo

Figure 60 FR# T4 15 55 A T

9O Toolbar THE#f3E
Toolbar T HAE LML T URCap W& X3, [FIEF L At PR /R L 1 T3 4%
B, sbAk, REERE P EARE U et 7 e ST ) 2 I AE A ST
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Weld-Power-Toolbar

HEFA \ s (V]

Fronius

Job
192.168.33,1:255

| AF L ‘ ‘ Rk o |

| ke ‘ [ HHLE |

o Haietr e

O w4

9 06 38 31

Figure 61 Toolbar "I A# IR i, A 1.0.3-Build026 WA 1 1 RF=ZEH 1IN T A 2154, X T A G 2P L wa A2 0T
24 Job G & Ky 22.

10 $AIR1ER

#5) S Eiipn

= 001 WL2s N Fs 2 i AT DAk S 3. > 1EAPIES N L

EFVIN 002 JEPLEDS EAR . -> T HA (toolbar) FH I EAR IS 1, (ERLLA
IANLE NFUBRS, XA ThaeR I A o

BgE 003 Pk SIBATRE VT RE 2 i R R, 1 A AT 22 25 W B 0 A R T T ) i
5 5. -> TERIAE 2235 150 B 1 rU T TR R

LR 004 PR ORIG B . > EBE R info@deep-link.cn ¥43% urcap. ARIEIE
FIARZS TSR PT LU AT URCap, (H&A —He T Be fR 13 B TR LR 5K
BrAE = IR EE A4S .

Error fmiZtEiz: 'dl_angle_ RO_ext T ERENX. > XAH T A H T REZID

SEIHRET R 223 Weld Weaving URCap [iX#2 Deep-Link [ 57—~
i, 1Z IS e rE R R

An error occurred in the running program

¢ Compile error: name 'di_angle_RO_ext' is not defined

Error FRiFEEiR . 'dl offset RW ext TEBAREN. —> B T HIKIREETIEE,
ez BE A Weld Weave URCap.
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An error occurred in the running program

(] Compile error: name 'dl_offset RW _ext'is not defined

Error MODBUS £ inWord0 =416 11, >
X2 BT AL N AAS I BRI 5% o

An error occurred in the running program

(] MODBUS Signal inWordO returned exception code 11

Deep | Link

Liuhe road, 129-624B room ,'nfo@deep_[,‘nk ch
Yuhang district, BP1235

Hangzhou, China

63



