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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 prioritize 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: 5.12 or newer.

2. Installation
18t step: click hamburger menu on top right of Polyscope
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> Advanced

D Templates

> URCaps
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[ 4

iy

fefault
Q _ Graphics Variables
Program

Here you can program your robot to do tasks.
To program your robot, select the nodes from the Node List and tRe b
the Program Tree.

Node List Program Tree
Q

O Add Before Start Sequence
O set Initial Variable Values

= Program Loops Forever

Figure 1 Installation Tst step

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

> Password

V 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
> Password

URCap name: WeldPower
Version: 1.0.1.Build019

send mail at

ink@126.com

Weld Power Manual

=~ Remote TCP & Toolpath

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

License:

Copyright (c) .

All rights reserved.

URCaps

Redistribution and use in source and binary forms. with or without

Description: This URCap offers an interface with multibrand powersource.

q

madification are nermitted nrovided that the

I -]

are met.

[The changes require a restart to take effect. I
\i

Figure 3

4t step: Click Toolbar [License Import button|

Installation 3rd step

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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DeeplLink

¥ Robot Program B !
pgrdar S Weld Power Weld-Power-Toolbar

9 & Move License Import Activate ] (]

&l Acproach Digital 1/0
= ke
? % Movel QuickStart  DO2 DI2(disable)
@ Begin

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

Retract ‘

> Advanced
d  Robot needs to be powered ON to proceed.

> Templates
> URCaps

License not present..

| roker

EE3iesnl

O Power off

Figure 4  Installation 4th step
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1 v Robot Program
2 @ v Weld Power: QuickStart-Simu Weld Power
9 b Move/ License Import
© Approach i

3 Digital 1/O
9 o Movel Quickstart  DO2 DI2(disable)
® Begin

= Arc ON job-1
® 'Add waypoints here'
9 b MoveP r :
© Stop ¢ GasTest ErrorReset
= Arc OFF job-1 3 b
9« Movel
© Exit_1

Inch Retract

> Advanced
d  Robot needs to be powered ON to proceed.

D Templates
> URCaps

| Approach Il Begin I I Stop

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.

D safety

D Fieldbus
> URCaps

=

Edit Move here ‘

........

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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RER S QH o Wk o =

P "\ | instaliion
> General

D Features Deep ' L‘nk

D Fieldbus
Fronit oTC M t Open-interf: Digital 1/0

[esresairaiont| s omest_ opaninsrtace_ Dita
Ignition Timeout 3.0 sec
Ignition Attemps 3
Blowout Time 2.0

Weld Power

Preflow
Postflow
Simulation Speed
Workbench Feature
Enable Arc Sensing F|

Plane_3

Base

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 v Weld Power: QuickStart
9 ¥ Move|
@© Approach
9« Movel
® Begin
= Arc ON job-1
® 'Add waypoints here'
9 b MoveP
© Sstop
= Arc OFF
9+ Movel
© Exit_1
> Advanced
> Templates
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[ save an

[ save proaram as...

Here you can pi % save installation As...

To program your robot, selec ded be Node List and they will appear on
the Program Tree.

Node List Program Tree
Q

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 RobotProgram using multi Job number,
Support changing Job number in course of welding(this
feature only works with Fronius).

Fronius, Megmeet, Lincoln Electric, Aotai

brand
Fronius communication Modbus TCP
interface
Megmeet 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 5.12+
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
Liuhe road, 129-624B room infoDeepLink@126.com
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PLC Program Version 001.015.020

@ 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: infoDeeplink@126.com

5. Context

o 22

> General
D safety

) Features
D Fieldbus

W URCaps

Deep | Link

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

This section demonstrates the URCaplnstallationNode.

configuration

QB

General configuration Deep | Link
( Fronius setting

Fronius oTC Megmeet Open-interface Digital 1/0

Ignition Timeout 3.0 sec \ \

Ignition Attemps 3 OTC Setti n g

Blowout Time 2.0

Megmeet setting

Preflow 0.6 sec
Postiow | 21 sec /Linear speed in simulation mode

Simulation Speed 20.0 m C

WorlbadEee /Select workpiece feature

Enable Arc Sensing Function [J

Figure 12 Installation Node Configuration

infoDeepLink@126.com
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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-M4D-EIT
Amcle 41 0018 5087 @
Serial. AD54388E

17
- } ) ’V\ ”ﬂis Connecting Devices ™

e e MO e
Figure 13 Fronius communication hardware: 4.044.014 of FB module and 41.00718.0087 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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Weld Power

Normal

Enable this radio button when you are

working with Fronius power source

O Enable

Megmeet

Open-Interface

Weld Power Manual

Deep | Link

Digital 1/0

Com. Type :_Modbus R ]

Workmode |Job 34
Powersource Type ijS(andard v

Modbus Slave ID

Modbus Monitor

COMMUNICATION

Powersource P 192.168.71.5 \
P

255

oN 2

\ a[idress

Defaul

ower source [P

Slave ID is 255

MODBUS SIGNAL MORNITOR

HeartBeat
PowerReady
Warning
ProcessActive
ArcStable

Weldvoltage
WeldCurrent

WireSpeed

TrackCurrent
ErrorNumber
WarnNumber

JobNumber
WeldStart

Robot Ready

WorkModeBit0
WorkModeBit1
WorkModeBit2
WorkModeBit3
WorkModeBit4

TouchSense

BlowOut
Simulation
Gason
WireForward
WireBackward
ErrorQuit
TeachMode

©)
©)

8!\/
OP

odbus monitori
anel

©)

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:

Picture

Channel Value

N10 ON

NOO FNE
Deep | Link

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

Hanagzhou, China
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P02

DN

182+ 2 H

D Features

) Fieldbus

R e I —

When working with Megmeet need to Deep I Link
select this radiobutton

General gonfiguration Fronius oTC - Open-interface Digital 1/0
WV URCaps ﬁ b i s /

ol

Ethernet/IP

workmode 0B v €= Power source

Wekllpower OUT Address 1:

OUT Address 2:

IN Address 1:

IN Address 2:

10

work mode
10

11 The 4 addresses are hard-coded
therefore in case it needs to change,
please contact Deep-Link Info mailbox.

1

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

1.

Deep | Link
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Hanagzhou, China
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> Preferences
> Password

WV System

Network

> Security

Network

Select your network method
(@17
@ static Address
O Disabled network

% Not connected to network!

Network detailed settings:
IP address:
Subnet mask:

Default gateway:

Preferred DNS server:
Alternative DNS server:

192.168.0.100

255.255.255.0

0.0.0.0

0.0.0.0

0.0.0.0

Apply

Weld Power Manual

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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Hangzhou, China
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REZ ¢ QH = =

Instalation] M I

> General

> @ EtherNet/IP Adapter: Disabled
Safety

) Features

 Fieldbus

EtherNet/IP l

Enable I [ Disable

> URCaps Program action upon loss »}etij Scanner connection:

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

e 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 o
]
ey o] ., UNIVERSAL ROBOTS I

g || n

Hm vl [l .

HET [m] [ov[m| Switch

Een n icolm

3 m|2av/m| [ov[m

HED - jcoz/m|

g[2av - oV im} -

Z|s11 u co3m

PowerSource
Figure 18 Ethernet/IP electrical wiring illustration
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5.3 Open-Interface configuration
5.3.1Lincoln Electric Signal Mapping

> safety

> Features oeeP ' I-il‘lh
e | Select this button when working with Lincoln Electric

General gonfiguration Fronius oTC Megmeet _ Digital 1/0
e = aa

Weld Power' (@) Ene PLC_Job_Value: | 122 .Idode(Job)_Vame: 2 Lincoln E.
=

Robot Input Signals Address Robot Output Signals Address1
I [Power_Ready input_bool_register(1] IS_Robot_Alive output_bool_register[1]

H
Rkl

Warning input_bool_register(2] Weld_Start output_bool_register{2]

N
E

Arc_Stable input_bool_register{3] Robot_Ready output_bool_register[3]

4

Touch_Sensed input_bool_register[4] Wire_Forward output_bool_register(4]

S
al

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]
PLC_version input_integer_register{4] Touch_Sense output_bool_register[8]

Job_Number output_integer_register{1]

AL

PLC_Job_Number output_integer_register(2

N
Al

O Power off

Figure 19 Lincoln Electric Powersource configuration interface
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5.3.2 Aotai Signal Mapping

e——

NREZ+ QH e D Om = =

> safety
) Features oeel’ ' tink
Select this button when working with Aotai

> Fieldbus
General fnﬂgurntlon Fronius oTC Megmeet Digital I/0

W URCaps

Weld Power @Enab{ I PLC_Job_Value: 123 l«iode(]ob)_value: 2 AoTal
————————————————————Robot Input Signals Address Robot Output Signals Address-
IS_Robot_Alive output_bool_register

Power_Ready input_bool_register[1]
'Warning input_bool_register(2] Weld_Start output_bool_reg

[Arc_Stable input_bool_register{3]

Robot_Ready output_bool_r

Touch_Sensed input_bool_register(4] Wire_Forward output_bool_register(4]

AL

Weld_Voltage input_integer_register[1] Wire_Backward output_bool_register[5]

Weld_Current input_integer_register[2]

N
L«

Error_Quit output_bool_register(6]

JError_Number input_integer_register[3] (Gas_On output_bool_register(7]

<

PLC_version input_Integer jister{4] Touch_Sense output_bool_register(8)]

Job_Number output_integer_register(1]

PLC_Job_Number output_integer _register(2]

Figure 20 Aotai powersource configuration interface

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

option @ Enable

Combobox | Weld start output signal

Weld_Start (standard_digital_out )

Combobox Arc On stable feedback
signal, if not enable Arc_Stable (standard_digital_in ) [ Input 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 21 shown.

Deep | Link
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RE 2+ Q D Wk ® O3 Ss =
Q _ Graphics Variables
¥ Robot Program

D Templates @ v MultiPass-Main Arc Node °ee’ l lhh
v URCaps 9 ¥ Node_1-root

= Point_1(Start)

= JArc ON job-1/ @ ArconN

= Point_2(Intermediats

= Arc Change Job-2 O Arc OFF

= Point_3(Stop)

=i Arc OFF  ® Q change Job

© v Node_2-pass-Y(0.0)-Z(0.0)-B(0.0)

= Point_4(Start) (3

= Arc ON job-1

: ::Lné':;{:::mate) [0 4 cense @ Need to add sinusoidal weaving before launch!

= Point_6(Stop)

= Arc OFF

‘ > Advanced

Normal

Figure 21 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.

Q _ Graphics Variables

> Advanced 1 ¥ Robot Program .
> Templates 2 ¢ v MultPass-Main MultiPass Main

\/ URCaps 3 - <emply>

5 Overview info panel
 Wedpower /

Gy |

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

k] [ e | G

A8
\ \ Button update

Button to add root path Button to add pass
path with above offsets

Figure 22 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.
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Q _ Graphics Variables

¥ Robot Program
@ ¥ MultiPass-Main Pass Node Deepll.inh

9 v Node_1-root

1

2

z

4 = Point_1(Sta

5 = Arc ON job-1 Node type: v Move type:
6

7/

8

> Templates

WV URCaps

= Point_2(Intermediate)

X e Linear P
= Point_3(Stop) Linear Parameter
= Arc OFF Blend Radius: 1.0 mm

Tool Speed: 20.0

Tool Acceleration: 40.0 mm/s?

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

Manual check ~ Buttons to add

RS SEXWEED  Manual check will generate different Points

Normal

Figure 23 Pass Node - root presentation.
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R 2 ¢ 2 D W H om0
Q _ Graphics Variables

1 v Robot Program
D Templates 2 ¢ v MultiPass-Main Pass Node ocgp"iﬂk
'\ URCaps @ v Node_l-root
= Point_1(Start)

3
—
_ 5 = Arc ON job-1 Node type: v Move type:
_ o =i Point_2(1neermediete) [ [~ Linear Parameter —————————
_ 7 = Point_3(Stop)
8

= Arc OFF
9 ¢ v Node 2-pass-Y(20)-2(0.0)-B(0.0)-
10 = Point_4(Start) Tool Speed:
11 = Arc ON job-1 [
12 = Point_5(Intermediate) Tool Acceleration:
13 = Point_6(Stop)
14 = Arc OFF

Blend Radius: 1.0 mm

Wait 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

< > [ Manual check

ASOS KB BND  Manual check will generate

Normal

Figure 24 Pass Node - pass presentation.

Offset can be adjusted locd

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 25.
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1 v Robot Program

2 ¢ v MultiPass-Main MultiPass Main
& 9 ¥ Node_l-root

4 = Point_1(Start)
5 = Arc ON job-1
6
7
8

= 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 B(deg) 0.0 | C(deg) 0.0

s

Warning: Pass missing
Warning: Root to update

Normal

Figure 25 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.

Deep | Link
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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 26.

= fef ; =, O

@ e

Q - Graphics Variables

1 v Robot Program

L Multiass Main
| WeavaroFF | = e

= Arc ON job-1

= WeaveON: circles

= Point_2(Intermediate)

= Point_3(Stop)

= WeaveOFF: circles Overview

= Arc OFF h
¥ Bead count: 1 pass

2
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 26 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 27
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.

Deep | Link
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Adi d
) yanee ¥ Robot Program

9 v Weld Power: Ollcksmra‘
9« Move/
© Approach
9 b Movel
© Begin
= Arc ON job-1

D Templates

® 'Add waypoints here'
9 < MoveP
@ stop
= Arc OFF
@ b Movel
© Exit 1

Variables

Weld Power Manual

Weld Power QuickStart

Deep | Link

.‘

>

-

=lEa

ASSEXBBEES oo

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.

Deep | Link

Figure 27 QuickStart Node
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> General
> safety
D Features
> Fieldbus
WV URCaps
Weld Power

Weld Power Manual

Weld-Power-Toolbar

License Import

o1c Megm| Fronius

Ignition Timeout 0.6 sec

Ignition Attemps 2

Blowout Time 2.0

Preflow 0.6 sec

Postflow 0.6 sec

Simulation Speed 20.0

Workancn P

Enable Arc Sensing Function [0

Ol
192.168.71.5:255

I Inch

|

Retract |

I GasTest | l ErrorReset |

@ Simulation

BlowOut

O TeachMode

mm/sec

Figure 28 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
infodeeplink@126.com for activation. It is possible to work
without being activated, and there will be several limited
functionalities unavailable.

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

multipass;

Add weave function working with

Add simulation speed adjustment.

tree in CN language;

Deep | Link

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

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

2023-July-15

1.0.2-Build015

Fix Modbus communication bug with
Fronius

2023-August-01

1.0.2-Build016

Toolbar functionality is more completed
with warning message.

2023-August-06

1.0.2-Build021

Improve toolbar button reaction time;
Add PLC program version information;
Remove IPAddress in Megmeet
installation tab.

2023-August-15

1.0.2-Build023

Add Open-Interface

2023-August-21

1.0.2-Build024

Fix bug of workbench feature default
setting

2023-August-26

1.0.2-Build026

Optimize Arc sensing feature by adding
poka-yoke between Installation and
Program.

2023-September-13

1.0.3-Build002

Add Digital I/0 control interface.
Enhance manual EIP setting section.

2023-November-14

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

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 togger 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;

2024-July-12

Deep | Link

Liuhe road, 129-624B room
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Hanagzhou, China
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Add spot weld button in Toolbar.
Simplified Fronius communication.
Relocate Workbench feature selection
from Installation to Program.

Fix Fronius com. bug.

Fix ArcSensing final stage error.
Switch to ursim-5.15.0.126572

ek Chinese Documentation / HAISISCEY *F++*

. BEXNE

Weld Power #& A Universal-Robots Hl&s A€ HIJF & B4 E 4, R EPLZS AF1Z
S RERE LB TR SE IR AT 55 9w A . Weld Power SER T H#2 (Arc Node) =1 i ok
AR UK SEBL T BACEREM £ 2 £ 18 (Multipass) Thfig; ESEIL T POE L
(QuickStart) fAR

XA AT BAAD Deep-Link 3248 URCap, Smart Tool BEA TAFE, 4 ThAE 5 58 ¥ 18
BERG . RN IXA = MELE T Deep-Link — B (K8 5 it B8, {8 H SR %HE
F P REAE B R B 58 I e A R R . Lhi, R R AdRE R~ #E: 13 T atnr LA
AT HATIEERR T, RAMREREEE 7 Toin LS — 2 2 2187 .

Itk URCap L& N R Geak st

Universal Robots

e-series: 5.12 B BH /R

2. LR

B0 piln A A LA RIDUEE S
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DAL | v wEAaE
D i 2 - >

LERETARMEARITRAL » it R RITHES o

MatRcaws RAREARTRE W RFRLIET A SO EAEAARE -

¥ AF A A B

Ly

O i hedt 46945
O distu
(SRS

Figure 29 ##e5—#

B2 B kR E / R4/ URCaps, B o A 55 R 7 “+ 14 .
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SECT
| hmem
[Cwmtan]

]

Q)

l

=~ Remote TCP & Toolpath
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rith EFREB-
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Figure 30 %452
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> WA
— s @ WeldPower ~ Remote TCP & Toolpath

URCap
D ERBRBAY Uncap name. weitporer
Version: 1.0.1.Build019
AR
Contact Info: or send mail at ink@126.com

Description: This URCap offers an interface with multibrand powersource.

_ Copyright: Copyright notice (C) 2023
o

Redistribution and use in source and binary forms. with or without The changes require a restart to take effect. | I
madification_are nermitted nrovided that the fallowina conditione are met. N

____IE3EN [22]

Figure 31 -z 3 #

5 4 45 ek TESE#(Toolbar) 3 BN AL, ikt U bt B
. B A oA 8] B Figure 33 ingt taih @ bz,
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@ v K& QuickStart-1 &

? b Move/
© Approach
® i A
9 b Movel
® Begin
{ RS
- 3 itdeds job-1

O ERENALSBA

9 b Mover
© Stop
® A A
- LA job-1
9« Movel
© Exit
> URCaps ®
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AWM ik Weld-Power-Toolbar

[ REIA ][ ®iE

3 Digttal I/0
QuickStart  DO2 DI2(disable)

d REATEALG.
BRTHRK..

L L Y ES Y M A
Approach Begin Stop

Figure 32 Z#E4 4 #
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HH5ERET

1 v REAAR
2 ¢ v i QuickStart-15
9 b Move/
@® Approach
® i n
9 b Movel
© Begin
® el
= itk job-1
O ERERAEEGN
9 b Mover
@® Stop
DRSS XS
= ik job-1
© b Movel
© Exit
® Pakss
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RAMAR ik Weld-Power-Toolbar

BEBEA

Y Digital I/0
QuickStart  DO2 DI2(disable)

Wik

REAGZRAL R,

LT 8

EE S 2
Approach l ’

Axs ] I Ty

Pk
Stop

Tl

PE QR T T

Figure 33 #0771l
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BT IR B B B -> KFE > P, WE TR Figure 34, X #A1 Y Sy, Z
N E TAE &P ffem 7y, & AR Figure 35,

Figure 34 GYZE4F1F-Fifl
i g Ez’fﬁ 1 Z-%h ! Z-%g
KFZE BEZE EEzH

Figure 35 _L{F & FF1F-TIE Z #0.07 [Fl

QI TAE S MRFE T Ja, AT LAMER#E8 Fim . 2% -> URCaps -> RHLEC & > # MC
B > LA QR T IR SR R . W& R Figure 36.
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T - Fronius oTC Megmeet Open-Interface #¥1/0

Ak 3.0

EPE T3

KA [

Rk R

wEHR

AR

I EHEF@R (R
Plane_1

1k AE 35 75 5h
Plane_2

Plane_3
93
ES3

Figure 36 H & T 1 &4 1L F i

56 b iR s LT BB E A, R AT RCE, X N UOTHUN A
HEHRE 7. 2, 2R TERR.
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@22+ QM rinrdll ; I 2 225 =

era

Decp | Link
-

oTC Megmeet Open-Interface #¥F1/0

Ak 3.0 sec
AKERKK 3

LS 2.0 sec
RIRER 0.6 sec
wERR 2.1 sec
HRBRA 20.0 mm/sec

it eskmsgie O

Figure 37 117 40 &

3. FRBEARSH A AR

=H HNE

Tk LI/ A JOB AR,
QuickStart HRiE FF 4 AR,
ZEZ2iE e LIRE),
i EAR L,

SCHFFR R AR 2 A Job 5,
AR R Y Job 5 GERL Fronius)

RN A B Fronius, Megmeet, Lincoln Electric, Aotai
Fronius i tHEZ I Modbus TCP
Megmeet B H#Z Ethernet/IP
SR PN T N 158 F B A N AR AR AL

THFIIRE i B AfiRe/ 2l
TR TS PO E ] . fshik e/ ik oo /S AR / e B A/
HLE/IE RIS

R HH Polyscope 5.12+
REFREM Deep-Link 245 URCap, Deep-Link Smart Tool URCap,
3575 Ethernet/IP @ifl4EER x1 [HEHC]

U & X1 [EED)
#NE 7= Figure 38, Figure 39

PLC #fFhRA 001.015.020
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@ Fronius Z& Zt2H X

[
::|=Fi=tE | Deep-Link i2{i |
1. Fronius \F1EHIR | 1. Weld Power URCap #Rf |
2. Modbus &5 ;2.‘;:%(?%_55 |
3. EESIURIIEEA I I
4. 1IERNI BRI ML | I
b e e e e - - |
Figure 38 Fronius ##H i Z 41k, Deep-Link X117 14

@Megmeet R%GH

192.168.0.2

#8> xdBEZ

192.168.0.10

:z]=FT i Deep-Link j2f#
1. Megmeet JZIZER I1. Weld Power URCap &5
2. Ethernet/IP t&IR |2. BiEES
3. BEERBIuRTLEEA |3. Ethernet/IP EFER
4. BRIV RRARAAMME 14, LIKRIRIL x 1 (0.35K)
1
e e == = = — —

Figure 39 Megmeet ZZt41/k, Deep-Link X775 #
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51 Fronius it &

BN A modbus 1
%Hﬁﬁ%jﬂ 47.0018.0087.

IR, FB MRS 1Y 4.044.014, modbus R

RN
S Anybus’

BY HMS NETWORKS

ABCC—M4D-EIT
Amcle 41 0018 5087 @
Serial. AD54388E

-2 - V|
. —— e
Figure 41 Fronius i@ iA#E1F: 4.044.014 2% FB #4¢ F1 41.0018.0087 Modbus ##4k

b5, FREAEREARIN Fronius b3 T LA LA :

17
”I”I'S Connecting Devices

R R HE
RIEE fitde @ it
e R
TR TP iRt [Modbus v
TSR TR A Job -
TR SR ALKHE A& |Standard v
XABNE FEHL TP Hbtik MR SEFr A LAC B A
SCA K NAE Modbus Mk 5 \
Modbus M 3k i 5 255
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7 FIMegmeet 2B B E 1% Deep | Link
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PT XANSEERITPREEH, MR
FEHTHUE, (5B F Deep-Link info
HRFE1Z L

MARAE]L :
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Figure 42 Megmeet A2 HLNH A1 &,

FRECH EtherNet/IP il $5— & 2 B 1+ (KV Nano series) PLC f1—A4™ EtherNet/IP

Scanner 5, ERIAHhERZ 792.168.0.10, M8 NS E Mk 192.168.0.33, 1EHLR
BEMAIEA 192.168.0.2. &84 PLC M4 bk 75 EAE KV Studio B AFFdt4T, W F B
[ AT 7~ Figure 43.
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Figure 43 1524 PLC ¥R -

EtherNet/IP JETRE % &P BRI -
1. INFERDESER > WE > RS0 -> W%, B 1P k3 [E — M B,
2. R E N> DI B > EtherNet/IP H siify <fffig> 441

.

REZ S Q

> General
”'7 ® EtherNet/IP Adapter: Disabled
afety

D Features
V Fieldbus
I Enable | | Disable

EtherNet/IP |
Program action upon loss ‘UIP Scanner connection:

The LED indicates the status of the connection to an
EtherNet/IP Scanner:
e Gray indicates that this functionality is disabled
 Yellow indicates that no scanner is connected to the
robot
e Green indicates that the robot is connected to an
EtherNet/IP scanner

Figure 44 Ethernet/IP i ifl {E5¢

3. WM ERREEWT:

A E /"”_\' ?
/'—-\-.

R}
— - (Q‘ UNIVERSAL ROBOTS
g 24V l_]
? EIO
£ [2av
Elen
8 24V| l
=510
324V -
a[snjm
Figure 45 Ethernet/IP 245 #7615
Deep | Link
Liuhe road, 129-624B room infoDeepLink@126.com 43

Yuhang district, BP1235
Hanazhou, China



Deep | Link

5.3 Open-Interface it &

Deep | Link

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

Slincoln Electric/E4/1iE BL AT {F RE X ML 4
TARL / Fronius ortc Megmeet #¥1/0

LCALA- % 4 fh: | 122
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(R

Deep ILink  rsm

LERK(Job)dth: 2 Lincoln E.

ENELEE. 23
AR input_bool register[1]

LIRS input_bool_register(2)]

Aedh B3y input_bool _register(3]
$43.145 % &A% input_bool_register{4)
34k 904 & /B input_integer_register{1]
34k 908 iR Input_integer_register(2]
#H AR input_integer_register(3]

PLCH A& ¥ Input_integer_register(4]

MEBA S 5%
B A&t output_bool_register(1]

A48 % output_bool_register(2]
B AL output_bool_register[3]
Ak & output_bool_register(4]

R 4hik # output_bool_register(5]
242 output_bool_register(6]
R4k42 2] output_bool_register[7)]
$14243 % £ #& output_bool_register([8)
JOB# output_integer_register[1]

PLCAA# output_integer_register(2]

Figure 46 Lincoln Electric #2410 & 72 ih7
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SR AEHIEECH EREX MR,

TREL / Fronius oTC Megmeet #£F1/0

@ wie l LCHA-# tid: 123 LA (ob)tdd: 2 AoTai
— X B R m
B AT output_bool_register[1]

[k

w
-3

A S 155 kst
LILeE input_bool_register[1]
4L % input_bool_register[2] A% ¥ output_bool_register(2)

Aed8 A3 input_bool_register(3]

W
4

B AR output_bool_register(3]
442455 R4 Input_bool_register(4] A#Hik & output_bool_register(4]
34k %04 B Input_integer _register(1] R 4hik # output_bool_register[5]
34k % 8 iR input_integer_register(2] 2.4 output_bool_register(6]

&M S input_integer_register[3] %4k 422 output_bool_register{7]

IR

YPLCR AR % Input_integer_register(4] H445 %44 output_bool_register(8]

JOB# output_integer_register[1]

P11

PLCALA-% output_Integer _register(2)

Figure 47 H & A2 LA & 7T
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A2ih{3 % (standard_digital_out )

TR IR R 5, WA
MHRENTE TAE R A5 | AAsh (standard digitalin) & # kg
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6. BIIEEET A (Arc Node)

H 1l Weld Power 1X 37 i Job fEA Fronius 58X Megmeet #82fc & . ‘& AT LASZEL
XFRE Job 5 BRI, I On F1 Off HEFFURABL BT, (o FE R 2R 75 A4
B JOB 5, J7iEWis:
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) ce =

Q _ Graphics Variables
¥ Robot Program

9 v MultiPass-Main Arc Node °GGP I Link
9 v Node_1l-root
= Point_1(Start)
= JArc ON job-1/ @ ArconN
= Point_2(Intermediats
= Arc Change Job-2 O Arc OFF
= Point_3(Stop)
=i Arc OFF  ® Q change Job
© v Node_2-pass-Y(0.0)-Z(0.0)-B(0.0)
= Point_4(Start) »
= Arc ON job-1
= Point_5(Intermediate)
= Arc Change Job-2
= Point_6(Stop)
= Arc OFF

0O Arcsense @ Needto add sinusoidal weaving before launch!

Normal

Figure 48 ML= H]F7 k55 Fe o I
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7. MultiPass Z 2% &

7.1  Multipass Main Node = &

LR L ERRMENILAZ R Z1E- 375 A (MultiPass-Main), E A7 T8 85 - >
URCaps-> ZREZ1E

v REARA
o vERSHETA SESHE ZTR

= idedh job-1 %

- a1 éﬁl‘f’@*ﬁ
- 2

- AR
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- dKE S
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Figure 49 2 /53 2 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 NI A
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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Pass Node
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o v SEBH-E¥A Pass Node Deep | Link
- dh

| MultiPass = $itdesh job-1 v | sz - :
 ArcNode - a1 ARBEBERH

Bz K =7
= i E & ERSEHMITL
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