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1. Safety instructions

There are no special safety instructions for the use of the Man-Machine Interface (GUI).

However, it is absolutely essential that you should take note of the safety instructions in the power source
user manual in order that you can perform welding via the GUI.

2. Introduction

2. 1. Presentation of the GUI

The Graphical User Interface (GUI) of the P4-P6 range of welding power sources presented in this manual is to
be read in the same way irrespective of the type of machine involved.
Operation of the GUI is based on the concept of the WP (Welding Procedure). The complete production of a
weld is the result of a WP consisting of:
o one or more programs when several weld layers are necessary;
o documentation that enables data on the weld for the program(s) such as preparation of the tubes,
the diameter and angle of the electrode, the workpiece-electrode separation, the wire diameter
and feed angle, etc. to be defined.

The GUI also assists the operator in selecting solutions for successful welding.

All of this information characterising the weld may be compiled and grouped into an HTML format file called
the Dynamic WP. The documentation generated in this way enables the weld generated to be reproduced in
identical conditions.

The Polysoude power source contains an integrated library of WP. These WPs have been optimised by the
Polysoude welding laboratory and provide for a rapid parameter search.

The GUI also has a WP design utility: this contains a design formula which, from the diameter and wall thick-
ness, generates the parameters for tube/stainless steel tube applications. These calculated WPs provide a
good method for quickly optimising the WPs.

With regard to Programming the WPs, this is accessible using Polysoude software to be installed on a PC,

or using the touch-sensitive panel if this option is present on the power source. Depending on the situation,
navigation within the GUI is either by directly touching items on the touch-sensitive panel, or by clicking with
your PC’s mouse.

2. 2. Definition of pictograms

The GUI generally works in the same way both on the PC and the touchscreen. There are only a few specific
differences between these two means of accessing the GUI.

Throughout the present manual, pictograms will show you the information that relates to using the GUI only
with a PC or with a touchscreen.

These pictograms are as shown below:

Information relating to using the GUI only on the touch-
screen.

| Information relating to using the GUI only on the PC
= connected to the power source.
!a—_g.!

If there is no such pictogram, the information given applies to both media: PC connected to the power source
or the touchscreen.

Some information is essential and you must give it your full attention. Such information is identified by the
following pictogram:

Essential information

Special instructions will be given under the Comment heading.
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3. Starting up

3. 1. Touchscreen

«®  Switch on the power source.
®  Wait for a few seconds until the Home page is displayed.
LTy
3.2. PC

Refer to Chapter 7.1. Power source setup to install the software and to connect the PC to the power source.
Connect the PC to the RJ45 connector situated at the front of the
] power source with the Ethernet cable supplied .
Switch the PC and the power source on.
Start the Polysoude software on the PC.
Connect the PC to the power source.

SO @®

4. Prerequisites

4. 1. Presentation of the environment

P> Change WP

P> Modify program

P Welding

P Ouality tools

b Power source setup

ﬁ 28X hi

The GUI Home page appears as shown below:

1) Main menu 5) Save
2) Host configuration 6) WP status
shortcut (on PC only) (locked/unlocked)
3) Name of host loaded 7) Designation of selected WP
4) Information/alert messages 8) Exit (on PC only)
6-114 PN-0908080 Ind.12 POLYSOUDE
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4. 2. Setting language parameters

You must configure the language for the GUI first of all (if necessary). To do this, go to Power source setup
> Properties (direct access) from the homepage:

= Setup power source

Company information

DateiTime
Wersiong s
Units Properties

GUI language
English ||
Fower source language @

Deutsch Zl

Storage directory offiles

|C:IDOcuments and Settings/SBRMes documents/PolysoudeiP 4D ocuments UtilisateurI|

D Permanent Gas
\ 7

@ &

L 10462 A

1) configure the language of the GUI and that of the power source;

2) confirm the parameters using the . icon;
3) Confirm the following message of confirmation:

A Are you sure to modify the parameters of the power source?

. o

4) return to the main screen by clicking on the icon v situated at the top left of the screen.

POLYSOUDE PN-0908080 Ind.12 7-114

THE ART OF WELDING



4. 3. Filling in forms

The GUI software is made up of forms to be filled in.

Where there is no scrolling menu for entering data, the information has to be input manually.

In order to do this, proceed as follows:

Ex. 1:
= Change WP
Location
Target
A D ncansae | | FMachine
4 N
weld pararmeter modified ; 9 Remate contral
Wall thickness : Diarelet  Juss
Base materia‘ _
Application Adjustment range 0.0 - 999.99
Welding position "
Welding process
Weld head
Weld head recognition
O o matic Mo weld head reco
@ hzruzl
Ex. 2:
- Change WP
Host name [localx]
WP designation
Target
Location
D rmn 1 redo WD
i
Weld parameter modified
WP designation
10452 A
8-114 PN-0908080 Ind.12
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1) select the cell to fill out;
The GUI keyboard is displayed automatically:

DA ®  use the GUI keyboard to enter data.

s

I—' ®  use the GUI keyboard or PC to enter data.

[

2) enter the data requested;
3) confirm the data entered using the icon . situated on the GUI keyboard.

- The icon . closes the keyboard without saving the data entered.
- The arrow erases the characters entered, one by one.

- The arrow erases all of the characters entered.

4. 4. Using the Save icon
On the bottom strip of the GUI you will see the Save icon: B

Use this icon when you have set all welding parameters with the aim of starting a welding cycle the next time
that the power source is switched on.

When starting a welding cycle all adjustments made are automatically saved.

If you switch off the power source without having started a welding cycle
and without having saved, all modifications you have made will be lost.

4. 5. Communication ports

The GUI uses three ports for communicating with the database of the power source and PC:
° Port 3050.
o Port 8060.
° Port 8070.

These ports must be “accessible”. If not, the user will have problems when installing the software or when
they try to connect to the power source.

This may be due:

° either to a Firewall or Antivirus software prohibiting access,
° or to another application that uses the same port.

The ports 3050, 8060 and 8070 must be accessible.

POLYSOUDE PN-0908080 Ind.12 9-114
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4. 6. Control of units

The GUI software enables you to select the units to be used during welding applications.
Access control of units via the "Power source set-up” tab. The new window gives access to the “Units” tab.
Select the units desired. When you have chosen, confirm your selection.

Rotation speed:

° mm/min _ (ot 1 i 0
L i 9RO

° in/mn
Company infarmation
Froperties
Other speeds: DateiTime
° mm/mln Yersions
o in/min
Units
] Rotation speed
Temperature. Others speeds mmImin:.*-l
° °C Temperature "C ‘N»l
° oF Flaw rate in_ |
Length
Flow rate:
o |/min
o cfh
Length:
o mm

° n | : 30525
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5. Quick use

Comment: the present chapter has a brief description of the various stages to be followed in
order to be able to weld as quickly as possible. It just gives you a glimpse of how easy it is
o use the GUI.

his is not a fully comprehensive description: you will find detailed explanations of the various
elements in later chapters.

In order to weld, a WP must be loaded that is appropriate for the welding to be carried out.
There are two tools for helping you to find a suitable WP.
° The integrated design formula: a tool for generating what we call a calculated WP using the tube

wall thickness and diameter in the case of a stainless steel tube/tube application, diameter <
170 mm and thickness between 0.7 and 3.2 mm.

° The Polysoude WP library: a series of WPs generated by Polysoude and adapted to various welding
cases: tube/tube and tube/tubesheet in stainless steel carbon and titanium.
At the very first time of starting the application, the WP which is loaded by default is the first WP in the Polys-
oude WP library.
In order to search for a WP, go to Change WP from the GUI Home page:

Selected WP : 25X1 MW

P> Modity program

P Welding

F Quality tools

} Power source setup

% ] Exm
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The Change WP screen appears as shown below:

- Change WP

- \ Location
wedesignaton [ | Target

. Machine
Diameter l:l”’l:l Pulysuude wE Remote contral

(W] userwe
Wallthickness | v ] [ luss

Basematerial | =]
Application [ =
welding positon | #|
Welding process |:_$J
Weld head [ E )

Weld head recognition

O mnimistin Mo weld head recognised

@ ihznusl

5. 1. For a tube/stainless steel tube application

5.1. 1. Fill in the search page

1) Fill in only the diameter and wall thickness of the tube without stating tolerance (+/- boxes);
2) Leave the search location and target parameters at the default values;
3) Start the search.

The number of corresponding Polysoude WPs and calculated WPs is displayed (in Search results).

In the example below, you can see the results found for a diameter of 12.70 mm and wall thickness of
1.25 mm:

12-114 PN-0908080 Ind.12 PC’LYSOUDE
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- Change WP

Location
Target

Machine
: Paol de WP
Diameter ; HVRRRLS Rermote control

UserWP DUSB

Wall thickness

Base material

Application

Welding position :ﬂ
welding process | =] Search results

2 Carresponding YWPs

‘Weld head ﬁ £ Calculated WPs

Weld head recognition .

.Autumatic
OManuaI

B oo

5. 1. 2. Display results

of the Search results box for access to the list of results.
playing the results appears as below:

Click on the Confirm icon
For this example, the pag

a 1] ] gl g ion |L|:| cation |L|:| ck
Stainless steel TubeTube | TIG without wire PGIPF - &G Machine
Stainless steel | JHP 1500 | TuberTube | TIG without wire PGIFF-5G | Machine
MU I 28

MU IV 38
hy 40
WY B5

UHP 500

UHP 1500

Feriars LM

Wil dezinnaion

=

= ~
= ! -1 04X3 A
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5.1. 3. Load a WP

» Load a Polysoude WP

1) Select the line for the WP you want;

2) Confirm you choice by clicking the Confirm icon .
» Load a Calculated WP

1) Select the line for the WP you want;

2) Enter the designation of the calculated WP (refer to Chapter 4.3 Filling in forms to use the keyboard);

3) Confirm you choice by clicking the Confirm icon .

4) Confirm the following message of confirmation:

7

[N

A Load selected WP?

The following screen appears:

Select the Welding screen.

7

A Selectwhich screen?

@ Modify program

14-114
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5.1. 4. Welding

The Welding screen appears as shown below:

—
B> starting position (1 h 7]
89957 D |

0

s

| .

When you are at the Welding screen (refer to Chapter 6.5 Welding), you can start the welding cycle by click-

ing on the icon .

5. 2. For an application other than tube/stainless steel tube

For different applications, you have two options. You can:

° establish a new WP (refer to Chapter 6.1.2.2. Establish a WP);

or

° duplicate an existing WP and then proceed to make the necessary changes (refer to Chapter

6.1.2.3. Duplicate a WP).

POLYSOUDE
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6. Basic functions

6. 1. Change WP

Each time the GUI is started, the last WP used is loaded automatically.

In order to search for or to manage a WP, go to Change WP from the Home page:

|
Change WP

Selected WP : 88.9%7 D

P> Modify program

P welding

P> Quality tools

’ Power source setup

6. 1. 1. Search for a WP

The Change WP screen appears as shown

WP designation
Diameter
‘Wall thickness

Base material

Application

Welding position §|
Welding process Z?%'I

Weld head = j

below:

Target

Polysoude WP
UserWP

e | seaqD

Location

Machine
Remote cantral
((Juss

Weld head recognition

O ftnrnatic Mo weld head recognised
® liznzl

16-114
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The Change WP screen is a WP search page composed of the following elements:

1) Search criteria form: none of the criteria on this form is obligatory but search results will be more ac-
curate if more criteria are filled in.

To assist you in your search for a WP, two tools are available:

» _The calculated WP

The GUI has an integrated calculation formula which generates what is called a Calculated WP from the
wall thickness and diameter of the tube for a stainless steel tube to tube application with diameter <
170mm and thickness between 0.7 and 3.2 mm.

The calculated WP provides a good starting point after which you can refine parameters in order to obtain the
final program.

For example, the Calculated WPs do not contain sectors and you will have to create these if they are neces-
sary (refer to Chapter 6.4.2.1. Advanced Programming).

To obtain a calculated WP, all you have to do is to enter at least the diameter and the wall thickness of the
tube then start your search.

» The Polysoude WP library

The P4-P6 power source has a library of predefined WPs. These WPs have been tested then validated by
Polysoude and apply to various tube to tube and tube to tubesheet welding scenarios for both stainless
steel and titanium.

In contrast to the calculated WPs, the parameters of the Polysoude WPs have already been refined.

Depending on the search criteria entered, there are likely to be several Polysoude WPs that correspond to the
application concerned.

In order to widen your search and to have greater chances of finding an existing WP whose parameters are
close to the welding to be performed, indicate a tolerance for the criteria Diameter and Wall thickness. This
may enable you to find an existing WP whose values are close to the required application, to duplicate it and
then to modify its parameters (refer to Chapter 6.1.2.3. Duplicate a WP):

Diameter |+I—|

wiall thickness +t|

If no criteria have been entered at the moment that the search starts, the results will consist of:
° Polysoude WPs (WPs for tube/tube and tube/tubesheet, stainless steel and titanium);
° WPs established by the user.

For different applications, you have two options. You can:
o establish a new WP (refer to Chapter 6.1.2.2. Establish a WP);

or
° duplicate an existing WP and then proceed to make the necessary changes (refer to Chapter
6.1.2.3. Duplicate a WP).
v
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2) Search targets and locations

» Targets
The two targets available are:

Target

Falysoude WP
Lzar WP

° the Polysoude WPs, i.e. the WP library integrated into the GUI;
o the client WPs, that is the library of WPs established by the user.

Select the target(s) in which you want to search for WPs by ticking the box situated in front of the required
target.

» Locations

The locations represent the different *“memories” in which the WPs may be “stored”: the machine, remote
control and USB key.

The various locations available within the GUI may be represented as follows:

o ——

Power source
> Power source *

e — memory
< Remote control

e—

USB key

ke Mmoo el

*Except on a non-connected PC, see chapter 7.2 Special PC features

GUI memory

- The Machine location contains WPs which are only accessible from the GUI and not via the remote con-
trol.

- The Remote control is like a folder in which you can move WPs you have selected from the WPs con-
tained in the Machine location so you only have a limited selection of WPs in the Remote control loca-
tion.

The Remote control location is not a storage location because the re-
mote control has no memory. The WPs stored in the Remote control location
are not physically there but are accessible to the remote control when it is
connected.

There is no need to connect the remote control to the power source in order to transfer WPs to the Remote
control location.

- The USB location contains all of the WPs that are present in the USB key that is connected. When you dis-
connect the USB key from the power source, the WPs situated in the USB location are no longer accessible
from the GUI.

18-114 PN-0908080 Ind.12 PC,LYSDUDE
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To summarise:

* Via the connected remote control, you have access to the WPs stored in the location Remote

control, but not to the WPs stored in the location Machine;

%  There is no point in connecting the remote control in order to transfer WPs to/from the location

Remote control;

* The WPs stored in the location USB are accessible only when the USB key is connected to the

power source.

Comment:

The first time that the GUI is used on the touchscreen, the Polysoude WP li-
DA brary is stored by default in the location Remote control.

In order to conduct a search in the Polysoude WP library, tick the location Re-
mote control even if you do not have this remote control.

— The first time that the GUI is used on a computer not connected to the power
- source the Polysoude WP library is stored by default in the location Machine.
[ In order to conduct a search in the Polysoude WP library, tick the location

e Machine.

3) Detecting the head

The operator can select automatic or manual weld head recognition.

Selecting the "Automatic” key in the “Weld head recognition” area then pressing the icon identifies the head
connected to the power source. The name of the head is displayed in the "Weld head recognition” window to the
side of the icon. The search then displays the WPs using the detected head. Furthermore, only calculated WPs

which use this head are shown.

If an extension lead is used, weld head recognition is considered as being carried out in *Manual” mode.

- Change WP

Diameter [ e[ ]
wallthickness | o[ |

Base material ="'|
Application '!=|

Welding position "|
Wealding process 'l

Weld head

Target

Folysoude WF
UserWF‘

Id head recognifion
.Automatic MW
OManuaI

Location

@ Machine
Remaote contral
[ Juse

POLYSOUDE
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If the weldhead (or wire feeder) connected differs from the one selected in the WP, the
cycle is prevented from starting.

The selection of the "Manual” key in the “Weldhead recognition” area displays the message “No weld head
recognition” and a search will be launched with the selected welding head if the box has been entered.

WP designation I:I
Diameter |:|+j.|:|
wallthickness | |+ |
Base material |::i
Application |:£i
welding positon [ =]
Welding process |:ﬁ1
Wweld head =

- Change WP

Location
@Machine

(/| Remate control
[ Juss

Target

Polysouide WP
User P

eld head recognition

OAutomatic Mo weld head recognised

4) Start the search

When all conditions have been set (criteria filled in, targets and locations selected), start the search by click-

ing on the “Start the search” icon: .
A

20-114

PN-0908080 Ind.12 PC,LYSOUDE

THE ART OF WELDING



5) Display results
After the search has started, the Search results box appears and shows:

° the number of existing WPs (Polysoude/Client WPs) corresponding to the criteria entered;

and/or
° the number of calculated WPs generated.
For example: for a diameter of 12.7 cm and a wall thickness of 1.25 mm

- Change WP

. . Location
WP designation | ] Target

Wachine
Sl +,r.|:| PD'YSDUdEWP Remute control

User P
wallthickness 125 |« ] [ Juss
Basermaterial | 7]
Application :ﬁ
Welding position | =]
Welding process |:j Search results N

2 Corresponding WPs

weithesd [ 7] B Calculated WPs

Weld head recognition

. Automatic
o Manual

Click on the Confirm icon . of the Search results box for access to the list of results.
The page displaying the search results appears.

POLYSOUDE PN-0908080 Ind.12 21-114
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6. 1. 2. WP management

Running a WP search is an essential step in carrying out any load, establish,
duplicate, delete, transfer or lock/unlock operation on a WP: these opera-
tions can be performed only from the Available WPs page displayed after
conducting a WP search.

The Available WP page appears as shown below:

Delete WP

Es\t,?gnsh Du\[/)\}i;ate Trzwsfer Lock/unlock WP

Load WP Available WPs

Stainless steel U 115 TuheTube TIG without wire
Stainless steel [UHFP 1500 | TubefTube | TIG without wire
Stainless steel |UHF 1500 |  TubeTube TIG without wire
Stainless steel | UHFP 500 | TubefTube | TIG without wire
Stainless steel |UHF 1300 | Tube/Tube TIG without wire
Stainless steel | UHP 800 TubeMube TIG without wire
Stainless steel | UHF 1300 | Tube/Tube TIG without wire
Stainless steel | MUV 64 TubeMube TIG without wire

Frnizmn

WP Lo

'- ™~ -104}(2A
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6.1.2. 1. Load a WP

The Available WP page contains the list of WPs corresponding to the search criteria entered. It is from this list
that you can load the WP that is suitable for the welding to be performed.

» Load an existing WP

In order to load an existing WP (Polysoude WP or Client WP) proceed as follows:

I
aterial |_".

Stainless steel | MUV 115 TubeMube

TIG without wire

Stainless steel |UHF 1300 | TubeTube

TIG without wire

Stainless steel | UHP 1500 TubeMube

TIG without wire

Stainless steel | LUHP 500 Tuhe/Tube

TIG without wire

Stainless steel | UHP 1500 TubeMube

TIG without wire

Stainless steel | LUHP 500 Tuhe/Tube

TIG without wire

Stainless steel | LUHF 1300 |  TubeTube

TIG without wire

Stainless steel | MLV 64 TubeTube

TIG without wire

Frnigmne WH

WA oesignaiion

1) select the line for the WP to be loaded;

2) confirm you choice by clicking the Confirm icon .
3) Confirm the following message of confirmation:

7 ™

A Load selected WP?
B A

The following screen appears:

r Y

A Selectwhich screen?

@ Modify program

Welding

7
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From this, you can choose to access the Modify program or Welding screen as required (refer to the sec-
tions dealing with these two screens).

Comment: in order to have the same conditions as those during development of the
Polysoude WP parameters, refer to the information available in the documentation
(e.g. electrode/workpiece separation).

Refer to Chapter 6.3. Document WP.

» Load a Calculated WP

On the Available WPs page, the calculated WPs are indicated by the symbol f’ .
In order to load a calculated WP, proceed as follows:

- Available WPs

Application |'|.-"'-.I'EI|:iir|g Aror

WL 104
ML 115
WLI Y 128
WL 195
i 115
tl 170

Rename WP
WP designation

1) select the line for the Calculated WP to be loaded;
2) enter a designation for this calculated WP (refer to Chapter 4.3 Filling in forms to use the keyboard);

3) select the Confirm icon .

4) Confirm the following message of confirmation:
4 ™

A Load selected WP?
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The following screen appears:

r N
A Selectwhich screen?
@ Modify program
Welding
.

From this, you can choose to access the Modify program or Welding screen as required (refer to the sec-

tions dealing with these two screens).

The calculated WPs that you have loaded are added to the Client WP library and will appear in the list of re-

sults the next time that a search is conducted.

Comment: in order to have the same conditions as those during development of
he Polysoude WP parameters, refer to the information available in the documenta-

ion (e.g. gas flow rate).
Refer to Chapter 6.3. Document WP.

6.1.2. 2. Establish a WP

If there is no existing or calculated WP that is suitable for the welding to be performed, you can establish the

WP that you need.

In order to establish a WP, proceed as follows:

=» Available WPs

Stainless steel

ML 115

fion

TuhefMube

TIG without wire

FPGIPF - 50

Stainless steel

UHP 1400

TubeTube

TIG without wire

PGIFF - 5G

Stainless steel

LUHP 1500

Tube/Tube

TIG without wire

PGIFF - 5G

Stainless steel

UHP 500

TubeTube

TIG withaut wire

PGIFF - 5G

Stainless steel

LUHP 1400

Tube/Tube

TIG without wire

PGIFF - 5G

Stainless steel

UHPF 500

TuhefMube

TIG without wire

FGIPF - 5

Stainless steel

UHP 1400

TubeTube

TIG withaut wire

PGIFF - 5G

Stainless steel

MLV 64

Tube/Tube

TIG without wire

PGIFF - 5G

Rename WP

WP designation

1) select the Establish WP icon;

2) enter the designation of the new WP (refer to Chapter 4.3 Filling in forms to use the keyboard);

3) select the Confirm icon .
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Confirm the message of confirmation for establishing a WP:

" N

A Establish WP?

[N A

The following warning message appears in order to inform you that the rotation axis has not been specified:

r 3

A WP contains errors, cannot be executed

@

The operation to establish a WP is completed.
The WP established is loaded automatically.

The following window is displayed:

r N

A Selectwhich screen?
@ Modify program

Welding

When the WP establishment process has completed, select the Modify program or Welding screen.

v

Then go to Select equipment in order to choose axes that are consistent with the equipment used (see
chapter 6.2.).

The WPs established by the user are added to the Client WP library and will appear in the list of existing WPs
the next time that a search is conducted.
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6.1.2. 3. Duplicate a WP

The duplication function duplicates an existing WP (Polysoude WP or Client WP) in order to adapt it to the

welding to be performed.

In order to duplicate a WP, proceed as follows:

- Available WPs

Stainless steel

MU 115

TuhefMube

TIG without wire

FGIPF - 5

Stainless steel

UHP 1400

TubeTube

TIG without wire

PGIFF - 5G

Stainless steel

UHP 1500

TuhefMube

TIG without wire

PGIPF - 8

Stainless steel

LUHP 500

TubeTube

TIG without wire

PGIFF - 5G

Stainless steel

UHP 1500

Tuhe/Tube

TIG without wire

PGIFF - 5G

Stainless steel

UHP 500

TubeTube

TIG without wire

PGIFF - 5G

Stainless steel

UHP 1500

Tuhe/Tube

TIG without wire

PGIFF - 5G

Stainless steel

WLl B4

TubeTube

TIG without wire

PGIFF - 5G

Rename WP

WP designation

1) select the line for the WP to be duplicated;
2) select the Establish WP icon;

3) enter the designation of the new WP (refer to Chapter 4.3 Filling in forms to use the keyboard);

4) select the Confirm icon .

Confirm the message of confirmation for WP duplication:

4 N
Duplicate this WP :
10452 A7

[N A

The WP duplication operation is completed.
The duplicated WP is loaded automatically.
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The following window is displayed:
r N

A Selectwhich screen?

—

@udﬁypmgram >
L

Welding

Select the Modify program screen to make the necessary modifications before starting the welding cycle.

S

When you duplicate a WP for welding an application with a different diameter from that entered into this WP,
you must change the equipment if the welding head used is different (refer to Chapter 6.2 Selection of equip-
ment).

6.1.2. 4. Delete a WP

In order to delete a WP, proceed as follows:

- Available WPs

Stainless steel | MU V115 | TubeiTube | TIG without wire PGIFF - 2G
Stainless steel | MW 115 TubeTube TIG with out wire PGIPF - G
Stainless steel | UHP 1500 TuhefMTube TIG without wire PGIPF - 5G

Stainless steel |UHP 1500 | TubeTube TIG without wire PGIPF - &G
Stainless steel | UHP 500 | TubeTube | TIG withoutwire PGIPF - G
Stainless steel |UHP 1500 TubeiTube | TIG without wire PGIFF - 2G
Stainless steel | LIHP 500 TubeTube TIG without wire FGIPF - G

Stainless steel | UHP 1500 TuhefMube TIG without wire PGIPF - 5G
Stainless steel | MU IV 64 Tube/Tube | TIG withaut wire PGIFF - 5G
Stainless steel |UHP 1500 |  TubefMube TIG without wire FPGIPF - 5G

= 0aC)

1) select the line for the WP to be deleted;
2) select the Delete WP icon;

3) select the Confirm icon .
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Confirm the message of confirmation for deleting the WP:

r '

A Delete the selected WP?

L r

The deleted WP disappears from the list of WPs.

Comment:

* You can delete several WPs at the same time by selecting several WP lines.
The different WPs selected will be ticked in the left-hand column.

* In order to deselect a WP, click once again on the line for this WP to uncheck the
box.

* You cannot delete the selected WP nor a locked WP.

6.1.2.5. Transfer a WP

WP transfer allows you to:
. organise the distribution of WPs between the Machine and Remote Control locations;

. transfer WPs to/from other power sources using a USB key;

. transfer WPs to/from the WP libraries contained in your PC and on your power source (refer to Chap-
ter Transfer WP — PC/Power Source).

Using this function you can select the WPs you need via the WP Search page, and then transfer them to the
Remote Control or USB key. These locations will therefore “contain” only a limited selection of WPs and not all
existing WPs, which will facilitate management and use of your WPs.

» Transfer between the Machine and Remote Control locations

During a transfer between the Machine and Remote Control WP transfer, the transferred files are moved
from the original location and not copied: a WP transferred into the Remote Control location no longer ap-
pears in the list of WPs contained in the Machine location, and vice versa.

» Transfer between the Machine and USB locations

Whether you have a touchscreen or a PC, the WP transfer between the Machine and the USB locations is car-
ried out by connecting your USB key to the power source.

You can retrieve the selected WP onto your USB key very simply.
To do this:
a) connect your USB key to the power source;
b) press the Write command situated on the front panel of the power source (refer to P4 manual)

In this way, you will retrieve onto your USB key:

- the selected WP (.wpo file in the WP folder);

- all of the welding print-outs (.txt files in the print-out folder);
- the maintenance print-outs (in the log folder);

- the documentation (.html file in the WPS folder).

To transfer a Dynamic WP must retrieve the html file + xx-files
(containing images of Dynamic WP). It is recommended to open the
html file and make a pdf file for a Dynamic WP in printable format.
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In order to transfer a WP other than the selected WP onto your USB key, use the GUI to select the required
WPs from the Available WPs screen.

If a WP is transferred from the power source to a USB key, the WP is copied directly to the USB and is not
erased from the source location.

» Transfer between a PC and a USB key
See section Transfer by a USB key.

» Transfer between the Remote control and USB locations

By connecting the USB key to the power source and then pressing the Read command situated on the front
panel of the power source (refer to the manual for the power source), all of the WPs contained on the USB
key are copied into the Remote Control location and are therefore accessible via the Remote Control.

In order to transfer a WP to/from the various locations, proceed as follows:

e - Available WPs

Stainless steel | MU 115 TubeTube TIG without wire
Stainless steel | MyW 115 TubeTube | TIG without wire
Stainless steel |LIHF 1500 |  Tube/Tube TIG without wire
Stainless steel |UHFP 1500 |  Tube/Tube | TIG without wire
Stainless steel | UHP 500 Tube/Tube TIG without wire
Stainless steel |LIHP 1500 | TubeTube TIG without wire
i P AN 1heTube 1G without wire

Location

o Machine

) Remote contral

uss

|

1) select the line for the WP to be transferred;
2) select the Transfer WP icon;
3) select the location for transfer;

4) select the Confirm icon .

Confirm the message of confirmation for WP transfer:
4 5

A Transfer WP ?
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The transfer operation is complete.

You can transfer several WPs at the same time by selecting several WP lines.
The different WPs selected will be ticked in the left-hand column.

In order to deselect a WP, click once again on the line for this WP to uncheck the

IComment:
*
*
box.
6.1.2.6. Lock/Unlock a WP

You can choose to lock or unlock your WPs in order to block or permit modifications to the parameters.
In order to do this,

o Locked
) uniocked

proceed as follows:

=> Available WPs

Stainless steel | MU 115 TubeTube TIG without wire PGIPF - 5G
104.0 20 Stainless steel | MW 115 TubeTube TIG without wire PGIPF - 8G
127 0.4 Stainless steel |UHP 1500 | TubeTube | TIG withoutwire PGIPF - 5G
127 0.9 Stainless steel |UHP 1500 |  TubeiTube TIG without wire PGIPF - 5G
127 1.24 Stainless steel | UHP 500 TubeTube TIG without wire PGIPF - 5G
127 1.24 Stainless steel |UHP 1500 | TubefTube TIG without wire PGIPF - 8G
127 1.65 Stainless steel | UHP 500 | TubeTube | TIG without wire PGIPF - 5G

Stainless steel |UHP 1500  Tube/Tube TIG without wire PGIPF - 5G

LN

local

1) select the line containing the WP to be locked/unlocked;
2) select the Lock/Unlock WP icon;

3) use the radio buttons to lock/unlock the selected WP;

4) select the Confirm icon .

5) Confirm the following message of confirmation:

i

[

A Confirm status change of the WP

The new status of the selected WP(s) is updated in the Locked column.
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Comment
* You can lock/unlock several WPs at the same time by selecting several WP
lines. The different WPs selected will be ticked in the left-hand column.
* In order to deselect a WP, click once again on the line for this WP to uncheck the
box.
Comment
* The icon m or m situated at the bottom right of the screen shows the status of
the selected WP (locked/unlocked);
* The Polysoude WPs are locked and their status cannot be modified: they cannot
therefore be subjected to any modification.
6.1.2.7. Working on password-protected WPs

It is possible to allow only authorized staff to carry out some of the before described WP operations by using a
password (see § 7.2.). If the WPs affected by the operation to be carried out are selected the following screen

appears.

r ™
A PASSWORD IS REQUIRED
J
\
N J
1) Enter the password
2) select the Confirm icon . and continue with the current procedure.
A/
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6. 2. Selection of equipment (for the WP)

The Selection of equipment screen allows the user to select the gas, current, rotation, wire, AVC (option),
Oscillation (option) and coolant axes required for establishing or changing a WP.

| =S

il o

r r

List of available axes List of selected axes
B Axas L] B Standand

2 B Caz T MUNM128

A

| Standard (1 0.0
% weld curment
| GFC40A (T 00
| PES20A (100
v Rotation

| HE0D {1001

Y OpE504

= MU OF
HELI

a Standard

& OCFC 1404
=B POLYFIL 7929

B T T R

| M4 5002006 |1
| H1500 (101
| K375 (1.01)

| 62000 (101)
| K2500 (1071}
| B400O (100
| KBO00 (1

| K7000 (101
| ML 34 (100
| ML IBST (102

The list on the left shows the various types available for the gas, current, rotation, wire, AVC, oscillation and
coolant axes for Polysoude equipment.

The list on the right shows the axes chosen for the selected WP. To create this list, proceed as follows:

Select the desired equipment from the column on the left and use the arrow to transfer it to the column
on the right.

The arrow allows the user to delete the items in the List of selected axes.

The removal (deletion) of an axis cancels any parameters entered for it.

To change it while keeping the parameters entered, exchange the existing
axis by the desired axis without deleting it.

To exchange an axis, select the desired axis then the axis to be replaced, then validate it using the double ar-
row 3>
Example: To change the “MU” AVC axis to “MU DF”, select the “MU DF” axis in the List of available axes,

then select the “MU” axis to be changed in the List of selected axes, then use the arrow . The “MU”
axis is immediately replaced by the “MU DF” axis.
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Comment

* At least one gas axis, one current axis and one coolant axis are set by default

and cannot be deleted from the List of selected axes.

For P6 power sources with a hot wire option (P6 HW), the Selection of equipment screen appears as fol-
lows, showing a second current axis for the hot wire:

= Selection of equipment

thl of available axes List of selected axes
B Aves ] 2 Standand
2 B Cas T MU 128
| Standard (1 001 | B PE 5204
B Y wald curent 1+ MUCF
| CFC 1404 (1 0.0 i-_l'IM'J
| PBS20A (1.0.0) w Standard
v Rotation bfl CFC 1404
| HE0D {1001 =g POLYFIL 7024
| HEDD w2006 {1 0.0)
| H1500 (101
| KATE (1.01)
| ¥2000 (101
| k2500 (1
| K 4000 (1.0

A

B (e ey

| KEO0O (108
| BECTO0D ()

| MU B34 (100
| MU IS (02
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6. 3. Document WP

The Document WP screen appears as shown below:

= Document WP

General

WP designation
Editar

Established, date
.

Kind of workpieces

Base matatial
Desighation
Diameter

Wall thickness
.

’r
Welding process

Welding process F
Application
Welding position

The documentation is a traceability tool that makes it possible to preserve all of the mechanical and electrical
parameters characterising each of the existing WPs.

Polysoude WPs are provided with complete documentation. In the documentation, you will find all of the ad-
justments and parameters used in their development.

ALL DOCUMENTATION INFORMATION IS OPTIONAL

but WP search results will be more accurate if more criteria are filled in.
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The Document WP screen has the following headings:

Kind of workpieces

General information about the workpieces and choice of workpiece
preparation.

of comments relating to the program.

Weld layer definition

Select the weld layer definition diagram that corresponds to the
welding to be performed.

Mechanical adjustments
Information per program of parameters and adjustments, addition

% Comments
1

e Addition of comments relating to the WP.

Generation of the documentation
Centralisation of all information entered into the documentation

into one and the same document (Dynamic WP).

6. 3. 1.

Kind of workpieces

The documentation page relating to the kind of workpieces has 2 tabs:

» General Information Tab

-2 Kind of workpieces

Workpiece selection  {ldentical workpiecesf'_f

Reference [T

Standard
Base material
Designation
Diameter
Wall thickness
Tackwelding

Cleaning

. 10452 &
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In the top section of this page you will find the following scrolling menu:

VWiorkpiece selection  ldentical workpieces =

arkpiece 1
arkpiece 2

This menu lets you specify whether the weld you are working on is uniform or non-uniform and to enter the
appropriate information.

Comment: irrespective of which workpieces are selected, the general information form remains
identical. Even in the case of a tube/tubesheet application, the "Diameter' will be shown for
both workpieces 1 and 2. Ignore it when entering data for the tubesheet.

» Workpiece Preparation Tab

The Workpiece preparation tab enables you to select the preparation corresponding to your application.

=2 Kind of workpieces

Workpiece selection  |dentical Wnrkpiecesi?ifl

D Drawing @ Daia

Yalue
Tolerance +

Tolerance -

1042 A

By selecting the Drawing radio button, you can scroll through all of the types of preparation available.

Once the corresponding preparation has been selected, use the radio button to return to Data in order to
enter the values.

This information will appear in the documentation.
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The documentation page for the various adjustments has 6 information tabs per program to be filled in:

6. 3. 2. Mechanical adjustments

> Electrode/Torch Tab

= Mechanical adjustments

ORIPEAR

o N f N
Electrode Torch
Type
Type
Diameter
Electrode angle Length
Diameter
Flattened tip

1042 A

> Wire Tab

Note: The Wire axis is only available if the WP contains a Wire axis.

Selectweld prog. |Po D‘IE“ Starttime [3h @_l

A OIEAREAIE

Wire

Standard designation | |

Trade name | |

Diameter | |

Standard | |

Supplier | |

Batch no.

ol m 2 B m

i . L iy
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> Gas Tab

- Mechanical adjustments

Selectweld prog. [Pg01=] Starttime

]

-
Gas 1

Kind

Flow rate
\_

Gas 2

Kind

Flow rate

-
Backing-gas

Kind
tin. flowe rate

g, flow rate

Leak space

Trailing-gas

Kind

Flov rate

» Thermal Conditions Tab

= Mechanical adjustments

Selectweld prog. |Pg 01 i- . Starttime

Weld conditionstemperature

Pre-heating termperature

Fostheat treatment

Mz interpass temperature

Thermal treatrnent after welding

POLYSOUDE
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» Mechanical Adjustments Tab

The Mechanical Adjustments tab lists all of the parameters needed for positioning the equipment.

- Mechanical adjustments

Selectweld prog. Pamiﬁ] Starting position 11 h *I

(¥

De-f mm
gf mm

H rrim

Yalue
Talerance +

Tolerance -

By selecting the Drawing radio button, you can scroll through all of the types of mechanical adjustment avail-

able.

Once the mechanical adjustment corresponding to the welding to be performed has been selected, use the
radio button to return to Data in order to enter the values.

This information will appear in the documentation.
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» Comments Tab

= Mechanical adjustments

Cysletime [
voage [

Comments

T04%2 A

This comments tab enables you to enter any additional information relating to the program.

The “Cycle time” and “Voltage” values can only be entered after the welding ticket has been read. The “Volt-
age” field does not show on the screen if an AVC axis is present in the program.
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6. 3. 3. Weld layer definition

The weld layer definition page appears as shown below:

=2 Weld layer definition

o Drawing . Data

Weld layer arrangement

Wield layer @*j
Linked pragram Pg 02 '*l

Mot selected
Mot selected

By selecting the Drawing (Dessin) radio button, you can scroll through all of the types of weld layer available.
Scroll using the and arrows. Select the weld layer that corresponds to the welding to be performed. Once
the weld layer style has been selected, use the radio button to return to Data (Données) in order to enter the
values.

Now choose the program associated with each weld layer:

Click on the required weld layer. Choose the associated program in the “Weld layer arrangement” drop-
down menu. Then validate. Proceed in this way for each weld layer. The same program can be associated with
several weld layers.

This information will appear in the documentation.
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6. 3. 4. Comments

The page of comments intended for WP appears as shown below:

Comments

weor [T

Manufacturer

This screen enables you to provide additional information to the WP documentation.

6. 3. 5. Generation of the documentation

The documentation generation icon E makes it possible to collect all of the information you have en-
tered into the various headings of the Document WP screen in one and the same document.

Thus, by clicking on this icon, you obtain an HTML file containing all of the data belonging to the desired WP.
This will give you all of the information you need to enable you to reproduce the weld in identical conditions.

This HTML documentation file constitutes the Dynamic WP (refer to example in Annex 2).

» Saving the documentation by default

)
—

By default, the documentation file generated is saved on the
USB key. If, when the documentation is generated, the USB key
is not connected to the power source, an error message ap-
pears.

By default, the file of the documentation generated is saved in
the My documents folder for the current user.

This path for the documentation can, however, be modified (re-
fer to Chapter 7.1. Power source setup).
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6. 4. Modify program

6. 4. 1. Block diagram

Selectweld prog.
Py o1

-
Sector

<] 111 [2)

0-= 365
.

-

N

ldentification :
Sector beginning

The Modify program screen is a block diagram page for all welding parameters.

The block diagram is drawn in accordance with the WP and program setup and conditions.
To change the parameters, select the ones visible directly on the diagram (they are circled in green in the

screenshot) or click on the menu (see 6.4.2.) and enter the new values in the Programming box.

The scrolling menu Select weld program lists all of the WP programs and allows you to select the current
program.

1) The sector navigation box

A sector is a zone marked out in degrees that contains all of the parameter data for a program (refer to Chap-
ter 6.4.2.1. Advanced Programming).

The sector navigation box indicates:
° the number of the sector you want to display;
° the range of this sector;
. the number of sectors in the program.
2) The Programming box

The Programming box displays the parameter selected on the block diagram. This parameter can be modified
from this box.

Entering the diameter of the workpiece, parameter D in the diagram
(circled in red), has an impact on the welding parameters.
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If the power source is fitted with the Hot wire option (P6 HW), the parameters for the current source can be
changed by selecting the axis using the axis scroll bars.

To change the parameters, select the ones visible directly on the diagram (they are circled in green in the
screenshot) or click on the menu . (see 6.4.2) and enter the new values in the programming box.

In the example below, axis 1 is the welding current axis and axis 2 is the hot wire axis.

Axis 1 » Welding current & !
Axis 2 » Hot wire current
e

6. 4. 2. Programming parameters

The Programming parameters can be accessed from the following headings:

Advanced Programming

Override setup

Functions and axes setup

Program management

Selection of equipment
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6.4.2. 1.

Advanced Programming

The Advanced Programming screen repeats the elements from the block diagram of the Modify program
screen in a table in order to provide an overview of all parameters (lines) and sectors (columns).

This screen also enables sectors to be created.

> Create a sector

Creating a sector makes it possible to vary each parameter in the zones marked in degrees. During a sector,
the parameters remain fixed. The P4-P6 power source permits 99 sectors to be provided per program.

In order to create a sector:

- Advanced programming

Actual pragram ;. Pg 1

Sector
|
Sector heginning 0 3
Sector end 180
Colour

ldentification : Sector heginning

Walue :

1042 C

° select the column before the one to be created;

° select the icon ;

° Go to the column for the new sector and indicate the values in the Programming box. To do this,
select the line for the parameter to be entered so that it is displayed in the Programming box.
The Sector box provides the following information:

Sector

1
Sectar heginning 0
Sector end 180
Colour -

with

Arrows for scrolling through sectors

and

Start of sector/ Start and end of the sector in de-
End of sector grees

Colour corresponding to the sector
Colour on the tube representation on the
Welding screen

‘ Create/Delete sector
and
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If the P6 power source is fitted with the Hot wire option (P6 HW), the current sources are distinguished by
the order number appearing in front of the parameter, as shown in the following screen (circled in black). This
order number is allocated automatically when the equipment for the WP are selected (see 6.2.2).

P6 power source with
hot wire option

= Advanced programming

Actual prograrm

) ! Sector
T 1
EETTRE I Sectar beginning 0 0
r-List of selected axes ¢ il Facidnenn 180@
] Colour ||
& Standard |
Ts Polycar MP = N
& PE 5204 1 2r0
oo Identification : Sector beginning
4+ MU DF 149 Value
HE S 1
e Polyfil 4800 1
@ Standard 1
@ Standard 1
" S

Guide ring diameter B80.0 mm | b test polyca

Remarque

* If the hot wire current is to be used, the welding current axis must always be in
position 1.
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» Delete a sector
In order to delete a sector proceed as follows:

1) go to the column of the sector to be deleted;

2) select the icon a

1) Confirm the following message of confirmation:

F i,

A Delete sector 1

“ .
The deleted sector disappears from the program.

» Change the value of a parameter

As seen previously, the value of a parameter can be changed in a Programming box either directly from the
diagram or from the Advanced Programming.

Modification from the diagram

Selectweld prog.
lPo03

Sector

&l * B

Weld parameter madified ;
Downslape time

To change the value of a parameter, proceed as follows:
1) select the parameter to be changed - a black frame identifies the selection;
2) select the Value box in the Programming box;
3) enter the new value;

4) select the Confirm icon .
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Note: the range of allowed values for the current application is shown under the input screen (it is circled in

green on the screenshots).

Modification from the i screen

- Advanced programming

Actual program . Pg 03

Sector
22
Start downslope 365

(s =

-
‘Weld parameter modified
Downslope time

Adjustmentrange 0.1 - 60.0

To change the value of a parameter, proceed as follows:
1) select the parameter value to modify - the box selected turns red;
2) select the Value box in the Programming box;
3) enter the new value;

4) select the Confirm icon .
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6.4.2.2. Override setup

An override is a variation of parameters effected during a welding cycle by remote control.
The value, number and mode of the override can be programmed before the cycle begins.
Overrides enable welding parameters to be adjusted in real time.

The Override adjustment screen shows a table containing:

- the axes for the current program;

- the parameters (speed and current, etc);
- the override increment, i.e. the modification made to the value each time the remote control button

(+ and -) is pressed;

This screen appears as shown below:

Rotation

the number of overrides authorised per parameter.

- Override setup

Actual program . Pg 03

Overtide-rmode @ithoutmemnr\yﬂ

Parameter
Speed

[ O valu

10 mm/min

Weld current

High current 1.0A

Weld current

Lowe current 1.0A

Oscillation

Oscillation

Right edge delaying 0.1 sec

Amplitude

0.5 mm

Ogcillation

Gap

0.3 mm

AV

Woltage

03y

Override adjustment

Pis

Farameter

Cwerride steps  Owerride value

[o

| |D.1 SEC

Owerride-mode

With memory: the overrides are automatically reflected in the program.

Without memory: the overrides are not reflected in the program.

In order to modify the data of an override:

1) select the line of the override to be modified;

2) enter the new values into the table.
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In the Override mode dropdown menu, select whether you want to store (With memory) or not (Without
memory) the override modifications carried out on the welding cycles:
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6.4.2.3. Functions + axes setup

The Functions + axes setup screen shows a table of axes available for the WP (Rotation, Current, AVC,
Oscillation and Wire if appropriate and according to the power source model) and associated functions linked
to the program.

This screen appears as shown below:

- Functions + axes setup

B & Gas

Funning

= B weld current

HF-ignition

Lift arc

= Welding

Thermal pulsing

Caonstant

& yeld current - 2

B B Wire

= Speed
Pulsed
Constant

=il ave

3A05x24

For each function, select the condition by using the radio button situated on the corresponding line.
The following information message is then displayed:

Withen madifying axis functionfcondition, defaultvalues are

applied

Y 7

This message indicates that if a function/condition is changed, the default values for the axis will be loaded. In
this case, you must return to the Modify program screen in order to reset the adjustments suitable for the
axis.
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6.4.2. 4. Selection of equipment (for the program)
This screen is only accessible for P6 and P6 HW power sources.

=
This Selection of equipment screen I¥ differs from the other Selection of equipment screen .

The list on the left shows the various types available for the gas, current, rotation, wire, AVC, oscillation and
coolant axes in the selected WP.

The list on the right shows the axes chosen for the current program. To create this list, proceed as follows:

Select the desired equipment from the column on the left and use the arrow to transfer it to the column
on the right.

The arrow allows the user to delete the items in the List of selected axes.

The removal (deletion) of an axis cancels any parameters entered for it.

To change it while keeping the parameters entered, exchange the existing
axis by the desired axis without deleting it.

To exchange an axis, select the desired axis then the axis to be replaced, then validate it using the double ar-
row [>>)

Comment

* At least one gas axis, one current axis and one coolant axis are set by default
and cannot be deleted from the List of selected axes.
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This screen also lets you select whether the AVC or Oscillation axes are controlled manually rather than

programmed in.

This function is only available for P6/P6 HW power sources and can be useful during chained programs for

example.
The screen appears as shown below:

- Selection of equipment

List of availahle axes

&% Gas 1 (Standard)

ST Rotation 1 (MU 1V 1158)
hfl Weld current 1 (PG 3004)
*4+ Oscillation 1 (ML)

H R (V)]

wgeire 1 (POLYFIL 2068)
& Coaling unit1 (Standard)

To change the control mode for the axis:

Selectweld prog.

[TE

’~
List of selected axes

a Gas 1 (Standard)
“Ts Rotation 1 (MUY 115)
L\fl Weld current 1 (PB 3004)

HEFUSER
~fe\ire 1 (POLYFIL 2068)
& Cooling unit 1 (Standard)

1) select the axis to be changed from the List of selected axes;

2) select the icon situated under the List of selected axes.

3) Confirm the following message of confirmation:

The modified axis

- no longer has a green tick if it has been de-
cided to control this axis manually,

- has a green tick if it has been decided to con-
trol this axis automatically.

-

A All parameters concerning this axis will be deleted

= Selection of equipment

List of available axes

& Gas 1 (Standard)

T Rotation 1 (MU IV 115)
& yield current 1 (P6 3004
4+ Oscillation 1 (MU}
F1Eavc 1

~Beltire 1 (POLYFIL 2068)
i@ Cooling unit 1 (Standard)

N

rList of selected axes

Selectweld prog
Pao3

& Gas 1 (Standard)

s Rotation 1 (MU ¥ 115)
hf' weld current 1 (P& 3004)
HEH SR

~BeWire 1 (POLYFIL 2088)
‘e Cooling unit 1 (Standard)
~f+=Oscillation 1 (MU}
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6.4.2.5. Program management

The Program management screen appears as shown below:

Select Prog. |=| Select of program
type sequencing

(& Rename Establish Duplicate
Prog.

Delete Prog.

Name of the new program

Frogram name
I
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» Rename a program

In order to rename a program, proceed as follows:

BE>]

Name of the new program
Pregram name
I
|

1) select the line of the program to be renamed;

2) select the Rename program icon;
3) enter the new program name (refer to Chapter 4.3 Filling in forms to use the keyboard);

4) select the Confirm icon .
5) Confirm the following message of confirmation:

'

Areyau sure to rename the selected program? ;
Pg o1 ?

2

The required program has been renamed.
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» Establish a program

In order to establish a program, proceed as follows:
1) select the Establish program icon;

Direclion 1

Hame of the new program

Program namsa

2) enter the name of the new WP (refer to Chapter 4.3 Filling in forms to use the keyboard);

3) select the Confirm icon .
4) Confirm the following message of confirmation:

f N

A Are you sure you want to create this program ?

. @8 ,

The established program is loaded automatically.
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» Duplicate a program

In order to duplicate a program, proceed as follows:

o [BEX]

Name of the new program

Program name

@ ©

1) select the line of the program to be duplicated;

2) select the Duplicate program icon;
3) enter the name of the new program (refer to Chapter 4.3 Filling in forms to use the keyboard);

4) select the Confirm icon .
5) Confirm the following message of confirmation:

I &
Areyou sure to copy this program :
Pg01 7

“ 7

The duplicated program is added automatically.
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» Delete a program

In order to delete a program, proceed as follows:

1) select the line of the program to be deleted;
2) select the Delete program icon;

3) select the Confirm icon .
4) Confirm the following message of confirmation:

f N
A Are wou sure to delete the or these selected programis)?

. 7

The deleted program disappears from the list.

Comment:
*

*

You can delete several WPs at the same time by selecting several lines from
different programs;

In order to deselect a program, click once again on the line for this program to
uncheck the box;

You cannot delete the selected program.
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» Select a program type (manual torch management

Selecting the type of program allows the user to select use of a manual torch.
Proceed as follows:

Withaut mamary | Prasented |

Choice of pragram type

Frogram type
Manualtorch =

1) select the program line which is to use a manual torch;
2) select the Choice of program type icon;
3) select Manual torch;

4) select the Confirm icon .
5) Confirm the following message of confirmation:

A Ifyou change the program type, all data will he erased

@=

The program linked to the use of a manual torch is loaded.
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» Choosing a program chain

Choosing a program chain enables the user to select programs and choose the type of chain between each
program.
Proceed as follows :

2 mEX|

- Program management e

Wiithout memary - Maormal Direction 1
Wiithout memary - Maormal Direction 1
Without memory - MNormal Direction 1
Withaut memary - Marmal Direction 1

Choice of program sequencing

Link
[Free e

Mext pragram @
[:]Firstprogram

O

Select the Choose program chain icon.

Select the program to be chained.

Choose the type of chain ;
There are three types of chain :

° Free = no chain.
° Presented = the following program is loaded, press the Start cycle button to start.
° Linked = the following program is loaded and starts automatically

Choose the following program :

° If Free is selected, no program can be chosen.

° If Presented or Linked is selected, a following program must be chosen.

° It is not possible to chain a program with itself nor is it possible to loop back with chained pro-
grams. A program cannot be chained with a manual torch-type program

- Sélectionnez I'icbne Valider .
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- Validate the following message of confirmation:

A Are you sure you want to edit the program sequencing?

e o

- A program can be flagged as a First program (Premier programme). To do this, select the required pro-
gram, check the First program (Premier programme) box and validate.

- A red arrow appears in front of the program. This is a purely indicative function.

[ B

= Program management

Choice of program sequencing

Link
Presented -]
Mt prograrm

Fg o1 =

E‘]Hm program
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6. 4. 3. Program optimisation

» The weld assistant (.)

The Weld Assistant is a tool to guide and help you resolve problems encountered when optimising welding
parameters.

The Weld assistant screen appears as shown below:

= Weld assistant

' s
Stage 0/19 Identification card

4P re-conditions

Short circuit

Weld defect"Hale"

Error message
Weld head: My

Rootingide oxidised - 0.0 mare than 12.7 mm

The weld is oxidised
atthe outside

Symmetry of the weld

Lack of penetration

Fenetration on less than Further pre-conditions?

34 ofthe circumference

Fenetration tao wide

FPenetration tao narrow

The various types of problem raised in the questions from the Weld Assistant are listed on the left of the
screen. These questions follow a chronological sequence: the list at the left serves only to follow the develop-
ment of the questions and not to select that which appears the most appropriate for the situation.

In order for this tool to give you accurate and relevant advice, you must begin at the beginning and reply to
the questions until the Weld Assistant suggests a solution (i:¥).

If you fail to reply to preceding questions they will be considered to have been answered and confirmed, and
this may alter the relevance of the help that this tool provides.

The arrow enables you to go back to the previous question if you want to change your response.
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6. 5. Welding

The Welding screen has 3 tabs:

» Control panel tab

- Welding

~

[} Starttime [3h =]

1042 & Pg 01>

Sector|Calour|Sectar beginning

104%2 A

The control panel enables you to manage your welding cycle.

The central diagram is a representation of the tube and the red marker shows the position of the electrode in
real time:

Electrode
position
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The various icons on the control panel are explained in the table below:

Start weld cycle

Manual fading

Stop

Cycle In/Out (simulation)

Rotation direction 1/Rotation direction 2

Gas test

Water test

Time

Position of electrode

Tour

Weld current

Arc voltage

Rotation

Busscc~DOSENED

Override summary

A box is provided for displaying various messages:

@

Alert message

Warning message

B = =

Information message

PN-0908080 Ind.12
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Click on the icons @ and 4k , to activate/deactivate the display of information and warning messages:
° icons coloured: display activated

o icons greyed out: display deactivated

However, for reasons of safety, you cannot deactivate the alert messages L
The arrow lets you delete all the displayed messages.

The Welding screen also has a summary table of the sectors in a cycle and colours corresponding to these
sectors on the representation of the tube:

Sector |Colour |Sectar beginning

180
365

The box below shows the time position for electrode start, and the current program:

P Starting position 11 h =]
BEOx7 D Pgnl =]

Once you have selected the time position for electrode start and the current program, other screens on which
these data appear are updated automatically (Mechanical Adjustments, Modify Program).

The icon m gives you access to the Override summary screen. This screen summarises all the overrides

carried out during the last with arc welding cycle.

Override mode : Without memory

Speed 100.0 105.0
Speed 105.0 1100
High current 41.2 362
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The summary shows the overrides carried out during the application at the end of the cycle. To recap, the
overrides carried out in With memory mode are directly reflected in the program unlike those carried out in
Without memory mode (see Override adjustments).

The Welding screen has two other tabs, the Weld information and Weld comments tab. Use these to indi-
cate various data relating to the welding.

Comment:

he characters “/” and “\" of the IHM or PC keyboard must not be used inside the
"“Welding” window.

These items of information are optional but appear in the “Quality tool” and on the weld cycle re-
port.

> Welding Information tab

General

Weld number |T

Cperatar |

Qualification number |

Customer name |

Job |
|

Flan reference

.

Info power source

Pawer source name
Serial number of the power source
Weld head identification e
Weld head serial no. ;]

/= e 28 &[] em

J
3l

Note:
his welding information will appear on the welding ticket.

he welding information must be entered before the cycle starts.
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Incrementing of the weld number.

This number can be modified and increments automatically with each welding cycle. The information entered

relates to the next welding operation. It must be completed before the cycle starts.

- Welding

Ol|=|[8

General
< \Weld number 7 >

Cperator

Gualification nurmhber |

Customer name

|
Jahb [
|

Plan reference

L

Info power source

Fower source name P
Serial number of the power source _
Wield head identification e
‘Weld head serial no _
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» Welding Comments tab

= Welding

Comments

L 04KI A

Note:
his comment will appear on the welding ticket.

he comment must be entered before the cycle starts.
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6. 6. Quality tools

The GUI is equipped with a “quality tool”. This function enables welding cycles carried out using the power
source to be archived. Access to this function is only authorized from a touchscreen or from a PC connected to
the generator. The archive includes a certain number of items of information (Weld N°, equipment, date, time
etc.) The quality tool can be accessed from the home page.

P Change wp

Selected WP : 25X1 MW

P> Modify program

P Welding

P> Quality tools

} Power source setup

2EHT MY

The first screen, entitled “List of executed welds”, is a welding cycle search page. This screen follows the same
principle as the “Change welding procedure” screen (Search by criteria). The fields to be completed are op-
tional but allow the search to be narrowed down.

Example:

With the criterion “Result”
= ERR (error)

WWeld number ‘

Start date (DD.MW.YYYY) ‘

Search result = 2 welds.

Finish date (DO.MM 7y) |

Used W I

Operatar ‘ Search results

2 found welds

Customer name

Wield head

Welding

=
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The search is started from the % icon.

Confirming gives access to the “Weld results” screen below. The information associated with the weld ap-
pears in the table then in the various tabs.

The weld number is displayed in the left hand column of the results table and it also appears on the weld
ticket. Each welding cycle carried out (even if incomplete or a simulation) generates a number, which incre-
ments automatically. This number can be modified from the “Welding” screen (see next page).

None of the fields contained in
the quality tool can be modi-
fied, the information appearing
in these fields is completed in Weld number ¢ B ¢ 23.07.2010 )
the various screens as each weld P — —

is carried out (documentation, ﬂj] ‘ ;/1 [W | ‘W [%]
modify program, welding and

selection of equipment).

3072010 19:31:30 00:00:40 | 10442 A Fuailable | Machine
3.07.2010 | 19:23:30 | 00:00:37 | 1042 A Puailable | Machine
3.07.2010 | 19:21:48 000041 | 10452 A Pyailable | Machine
3.07.2010 | 17:43:21 | 00:00:37 | 10452 A Pyailable | Machine
23.07.2010 172255 00001:25 | 10442 A Fuailable | Maching

(<] (3]

sz
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List of screens available in the quality tool:

The following tabs provide additional information about the weld selected.

= Welds results

Weld number @ 4 02122008 )

e
Weld properties

Start date
Start hour
Dration
Used WP
Frogram
Wielding

Result

Company

= Welds results

Weld number @ 4 02122008 )

E

s
Further information

Operator £
Qualfication nurnner 128080
Customer name IR
S ee ]
Flan reference

\

Weld comments

-

. g
] . | -2 ST WY

_J

POLYSOUDE PN-0908080 Ind.12 71-114

THE ART OF WELDING



= Welds results

Weld number @ 4 02122008 )

K

-

Workpiece information

Material

Diameter

Wall thickness

= Welds results

Weld number @ 4 02122008 )

251 Wy

W[~

s
Power source information

Power source nane ]
Serial nuraber ofthe power source [T

.

s
Informati about equip

&% Standard

Ty MW 65

L\f' P4 1704 (254)
@ Standard

251 MY

POLYSOUDE
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7. Advanced functions

7. 1. Power source setup

The heading Power source setup situated on the Home page of the application leads directly to the Proper-
ties screen (left-hand menu) where you can set the languages:

P> Change wp

Selected WP : 25X1 MW

P> Modify program

P Welding

P> Quality tools

@suurce setup >

2551w

The Properties screen appears as shown below:

DateiTime
Yersions g
Units Properties

GUI language
English |=]
Fower source language

English =]

Storage directory of files T
|H:IDocuments and Settings/pleiMes documentsiPalysoude/PEHWIDocuments Ut\lisateﬂ

DPermanentGas
L J

305x25

Item 2 - Field specific to the use of the GUI on a PC.
Item 1 - Field specific to the use of the touchscreen or connected PC.

74-114 PN-0908080 Ind.12 PC’LYSOUDE

THE ART OF WELDING



1) Select the language of the GUI and of the power source if applicable.

2) Confirm the default location of the Storage directory of files linked

| ] with the application such as generated documentation and the WPs
transferred to the USB key.
[E— To change it, enter the new access path using the keyboard (of the GUI or
the PC).

3) Tick the box if you want to be in permanent gas mode.

Untick it if you want to stop the flow of gas.

4) Select the Confirm icon .
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» Date/Time

= Setup power source

Froperies

Versions
Units

Date/Time

e

J oan

* Screen not available on the PC when it is not connected to the power source.

» Versions

Froperties
DateiTime

Units

Versions

IHM version KKK

Fower supply version x XK

305425

* The version of the power source is not shown on the PC when it is not connected to the power source.
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7. 2. Security parameters

The Security parameters window is divided into two sections, one for password management and the
second one for authority control parameters.

7. 2. 1. Changing of the password

The window is displayed as follows:

L. (rmm—
! - Security parameters

s
Change the password

current password |

Mew password |

"

r
Modify the authorization

Lockiunlock a WP

Create a WP

1) Enter your present password; at the very first use of the system there is no password.

2) Enter your new password,

3) select the Confirm icon
4) confirm the following confirmation message.

I

A Do you really want to change the password?

The new password is set.
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7. 2. 2. Modifying authorizations

-
Change the password

Current password

Mews password

o

-
Modify the authorization

™

-

1) Tick the action(s) where a password shall be required.

2) Select the Confirm icon .,
3) enter the password,

4) select the Confirm icon .,

0000000000 000 g )
0000000000
_.1
30000

Be08SoD ZEg
<J¢)

bl e Yol [
7

L

~

A PASSWORD IS REQUIRED

5) Confirm the following confirmation message.
4 N

A Modification of autharization dane

The modifications are set

PN-0908080 Ind.12 P(JLYSDUDE
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If after step 4) the following message is displayed, select the Confirm icon . and repeat from step 2.

A Wirong password

7. 3. Maintenance

The Maintenance window is divided into two sections:

° The software version of GUI and of the power source if it is connected
° The access icon to the Security management window.

e

Software version

GlUlversion
Fower supply wersion

During maintenance operations it can become necessary to deactivate some security functions.

The deactivation of security functions is dangerous and
should be carried out exceptionally by authorized staff only.
In every case the security functions must be reactivated
after the intervention.
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1) Click on the access icon to Security management n on the Maintenance window,
2) the Security Management window appears,

3) remove the ticks of the security functions to be deactivated,
4) select the Confirm icon .,
5) confirm the security message by clicking on the Confirm icon .

The deselected security function(s) are deactivated.
If at least one security function has been deactivated the asterisks (*) on the display of the remote control

Display of remote control pendant 5 0 5 T10J/0/1/5]s 0j1]2 '
play P by XX 12 3|V 1]5]0 0 A
W/ P|S|:|/0[0|1  I|[N|1|,7|0|x|1]|5
. P R|IG|:|<|O0O|3 A|IB|C|D E|F|G]|>
Display of remote control pendant P slols Tlolol1ls 0l
P6 or P6 HW s :
X |1 X 1|2 3V 1/5|0 0 A

pendant are replaced by crosses (X) and one of the indicator lights next to the
button “Simulation/With arc” flashes.

To reactivate a security function proceed like described before and check that
each line is ticked.

Comment:

If the power source is switched on, all security functions are in active mode. Turning on the
power source resets any deactivated functions to their active state.

Software-version

GUIl version HAK
Fower supply version HHK
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- Security management e

Forbids welding when the connecting weldhead is not
the programmed one
Ifthe cooling temperature is too high, the weld head
must he damaged
Ifthe cooling flow is not sufficient, the weld head must
he damaged
Ifthe cooling flow is not sufficient, the weld head must
he damaged
Qxygen error Owyoen rate too high, shielding gas cover insufficient
Gas allows to protect electrode and weld from
axidation
Gas allows to protect electrode and weld from
oxidation

Wrong detection ofweld head

Cooling termperature too high {13

Cooling flowmeter nat present (2)

Cooling flowmeter not present (1)

Gas flowmeter not present (2)

Gas flowmeter not present (1)

10422 C

= Security management

Forhids the cycle startifthe weld head is not opened to

Start open weldhead
P prevent damage when striking the arc

Ifthe coaling temperature is too high, the weld head
‘

Coaling temperaturﬂr*m biicth f1%

Cooling flowrmeter
Warning: Disahle security can be dangerous. Do yvou want to

continue ¥

Cooling flowrmetar

Oxygen e

Gas flowmeter no @—. .

=

KKK KK

Gas flowmeter not present (1) | oxidation
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7. 4. Special PC features

In order to be able to work on the GUI from your PC, you must first:

° install the GUI software on your PC
then,
° connect your PC to the power source.

7. 4. 1. Installation of the GUI software

To install the GUI software on your PC (P6 GUI in the example below):
1) power up your PC;
2) insert the GUI installation CD into the PC drive. The installation procedure starts automatically:

| English - |

d‘/ o4 \I)[ Cancel J

6 That installs P& on vou computer, Do you want to continue #

(l es J) [ Mo ]

@ P& Setup |§|
Welcome in the Setup program

This program is going ko install P& version 2.0.0.

Flease close all others files before procesding

C Next:b)] [ Caniel ]

The GUI should not be launched during instal-
lation or uninstallation of the software.

82-114 PN-0908080 Ind.12 PC,LYSDUDE

THE ART OF WELDING



POLYSOUDE

Choice of directory path

wWhere do you want ko install P& ?

The setup program is going to install P& in the Folder H:\Program FilesiPolysoudeiPé.

Toinstall P& in this directory, dlick on Next Otherwise click on Browse then, please, choose an
other Folder.

"Directory Path

H:\Program Files'PolysoudeiPé

[ < Previous J([/\Next :)J [ Cancel ]

PG setup.

Please wait,

Copying H:\Program Files\PolysoudelPsi IHM jre-1_5_0_15-windows-iS56-p.exe
OO T |

< Previous Mexk =

Database installation

Please wait,

This mat take a few minutes

Cancel
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6 D viou wank Eaimpark your ald We ?

%]

Yes { L Ma )J

When installing for the first time, click on the No button since you have no old WPs.

The ability to load old versions of the WP is useful if you have had to uninstall the software on your PC and
then reinstall on the same PC: at the next installation, your old WPs stored in the database situated in the
Backup folder (whose default path is C:\Program Files\Polysoude\P6\BDD) can therefore be reintro-

duced into the library of WPs contained in your PC.

P6 Setup

Files installation is achieved.

P6 has been successfully installed. Click on Finish bo exit ta
exit,

Start 6
[¥] Create a shorkcut on deskkap
[¥] Create a quick launch shortout

= ~
q Finish D Cancel
8 >

When you check the Start P6 box, the GUI software starts up automatically.

Always check that used version between power
source and GUI are compatible.

If you have any problems installing the GUI on Windows 7:
° Right clik on the icon power source. Click on “Compatibility Troubleshoots”.

o Choose “Try recommended settings”.

° Click on “Start the program ...”, then on “Next”.
° Answer “Yes, save these settings for this program”.
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7. 4. 2. PC/Power Source connection

To connect a PC to the Polysoude power source, you must:

- connect your PC to the RJ45 connector situated at the front of the power source with the Ethernet
cable supplied;
- configure the IP address of the PC so that it is compatible with that of the power source.

The power source default address is 172.16.200.20

Configuring the power source’s IP address:
Press the button BT 6 “I-” of the remote control pendant during several seconds.

On the display of the remote control pendant appears:

> I|P Al d rje s s
Tla|c|h|o

Select “IP Adress” with the button BT 1.
Confirm the selection with the button BT 3 "N+".
On the display of the remote control pendant appears Ip number

The IP address is in the form of four numeric blocks that can be modified by BT2 and BT3. Moving from one
block to another is effected by a pulse on BT1.

Once you have reached the last block, pressing once more on BT1 stores the new entry in memory and termi-
nates the IP address modification procedure.

P4 remote control
pendant

P6 remote control pendant P6 HX remote control pendant
7.4.2.1. Stage 1: on the PC

» Setup in Windows NT
° In the Start menu (only for Classic Start menu), select Settings >Network Connections.
° The list of connections appears. Right click Local network connection then click on Properties.

o A window of properties appears. The “General” tab contains all of the elements used for the con-
nection. Click on the “Internet Protocol (TCP/IP)” entry in the list, then on the Properties button.

o Under the “General” tab of the Internet Protocol (TCP/I1P) Properties, tick the option “Use
the following IP address”.
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Internet Protocol (TCP/IP) Properties

General

‘You can get |P settings assigned automatically if your network supports
this capability. Otherwise, you need to ask your network administrator for
the appropriate |P settings.

(0 Obtain an |P address automatically

OL!
|P address:
Subnet mask: pes. 2865 . 0 .0

The default IP address of the power source is 172.16.200.20. Your address must therefore begin with
172.16.200 and end with a number between 21 and 29 (e.g. 172.16.200.23).

1) Insert this address in the “IP Address” field.
2) Click in the “Sub-network mask” field. This should be filled in automatically.
3) Click on the OK button.

Your IP address is now set up as a static address.

In order to retrieve a dynamic IP address for your network, begin the procedure again by ticking the option
“Obtain an IP address automatically” in the Internet Protocol properties.

» Setup in Windows Vista
1) Go to Start > Control panel.

2) If you are in a default display, click on Network and Internet then Network centre and sharing.

3) The default IP address of the power source is 172.16.200.20. Your address must therefore begin with
172.16.200 and end with a number between 21 and 29 (e.g. 172.16.200.23).

4) Insert this address in the “IP Address” field.

5) Click in the “Sub-network mask” field. This should be filled in automatically.
6) Click on the OK button.

Your IP address is now set up as a static address.

In order to retrieve a dynamic IP address for your network, begin the procedure again by ticking the option
“Obtain an IP address automatically” in the properties of Internet Protocol version 4.
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7.4.2. 2. Stage 2: on the GUI
On the software Home page, click on the shortcut a situated on the bottom strip of the GUI.
The Server Configuration screen is displayed: the term Server designates the PC/Power source connection.

The Server Configuration screen is presented as below:

Load Create Change Delete
servers servers servers servers

onﬁguration

127.0.01

Ay

At the first time of using the GUI, the only server available is the local connection which designates the PC.
Selecting the local connection allows you to work on the GUI from your PC in not connected to power
source mode.

Always return to "local’ connection before switching off the power source,
disconnecting the R145 network cable or closing the GUI application.

See the Operating, maintenance and programming manual for the power
source.
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» Create a server

In order to be able to use the GUI on your PC connected, you must create a server, that is create the PC/
Power Source connection you need.

In order to create a server, proceed as follows:

» % K™ e
|

Server selection

Connection
[PB Hw

IP-addrass
[172.16.200.20

2

305x24

1) select the Create server icon. The Server selection box appears;

2) enter the name of the connection, (P6HW in the example above, refer to Chapter 4.3 Filling in forms
to use the keyboard);

3) enter the IP address of the power source to which you want to connect;

4) select the Confirm icon .

5) Confirm the following message of confirmation:
4 ™

A Areyou sure to create this semver?

N 7

Once the create server message has been confirmed, the PC/Power Source connection is ready to be loaded.

The new server is added to the list of existing servers.

Go to Load server in order to establish the connection between your PC and the power source to which you
want to connect.
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» Load a server

In order to load a server, proceed as follows:

E‘} ‘ -> Server configuration

e o

=3 23
+ " _—

on| IP

] 30525

1) select the Load server icon;
2) select the server to be loaded;

3) select the Confirm icon .

4) Confirm the following message of confirmation:
4

A Are vou sure to change the server?

o

Once the server change message has been confirmed:
° you are automatically redirected to the GUI homepage;
° the selected WP for the new server is loaded;
° the name of the server loaded is displayed on the bottom left of the GUI.

N

DO NOT DISCONNECT the network cable.
Always return to “local’ connection before disconnecting the
RJ145 network cable
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» Change a server

To rename a server or change the IP address refering the power source, proceed as follows:

Server selection

Connection
[P Hr

IP-address
[172.16.200.20

o

D 0505

1) select the Change server icon. The Server selection box appears;

2) select the line containing the server to be renamed or on that of the IP address of the power source to
be changed;

3) enter the new name of the Connection or change the IP address of the power source;

4) select the Confirm icon .

5) Confirm the following message of confirmation:
4 ™

A Are you sure to modify this server?

r

The new server name appears in the list of existing servers.

“

Comment: you cannot rename the local server. ‘l
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» Delete a server

In order to delete a server, proceed as follows:

> Server configuration
B
i o

127.0.01

309x25

1) select the Delete server icon;
2) select the line for the server to be deleted;

3) select the Confirm icon .

4) Confirm the following message of confirmation:
r N

A Are you sure to erase this server?

The deleted server disappears from the list of existing servers.

N

Comment: you cannot delete the local server. ‘l
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7. 4. 3. PC/Power Source WP transfer (with or without touchscreen)

PC/Power Source WP transfer enables you to transfer your WP to/from the library of WPs contained in your PC
and in your power source.

The presence of the touchscreen does not impede this operation.
The transfer of WP between a PC and a Power Source can be effected as follows:

° with a USB key
or
° with the GUI on the PC in not connected to the power source (local) mode

7.4.3. 1. Transfer by USB key

» From the power source

You can retrieve the selected WP from the power source by proceeding as follows:
1) connect the USB key to the power source;
2) press the Write command situated on the front panel of the power source (refer to P4 manual)

In this way, you will retrieve onto your USB key:
° the selected WP (.wpo file in the WP folder);
. all of the welding print-outs (.txt files in the print-out folder);
° the maintenance print-out (.txt file in the log folder);
° the documentation (.html file in the WPS folder).

In order to transfer a WP other than the selected one onto your USB key, use the GUI to select the required
WPs from the Available WPs screen (see chapter 6.1.2.5. Transfer a WP). In this case the WPs are copied
directly to the USB key and are not deleted from their original location.

» Erom the PC
Before carrying out the first transfer of a WP from the PC using a USB key, you are advised first of all to:

1) connect the USB key to the power source;
2) press the write command.

The WP folders, ticket, log and WPS you need for the transfer are automatically recreated on your USB key.

In order to transfer WP from the PC to the USB key, proceed as follows:
1) connect the USB key to the PC;

2) open the file storage directory whose access path is shown on the Setup Power Source screen acces-
sible from the Home page;

3) copy/paste the .wpo file for the WP into the WP folder created beforehand on your USB key.

When transferring the WP from the PC to the USB key, you copy the WPs into the WP folder without erasing
them from their original location. The procedure is the same when the transfer is carried out from the USB
key to the PC.

7.4. 3. 2. Transfer from the GUI

In order to transfer a WP from the GUI, your PC must be in not connected to the power source mode.

The WP transfer is only guaranteed to work if the GUI and
power source versions are compatible.
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To do this:

- set the IP address of the PC so that it is compatible with that of the power source to which the PC is
going to connect (refer to Chapter 7.2.2. PC/Power Source connection);
- load the local server (see section Load a server p.67);
- connect the PC to the RJ45 connector situated at the front of the power source (see the manual for
the power source).
As explained in Chapter 6.1.2.5. Transfer a WP, the operation to transfer a WP is accessible only from the
Available WP page. You must therefore go to Change WP.

The selection of the Connection on the search screens (Change WP) and the display of results (Available
WPs) determines the direction of the transfer:

» On the screen:

B

Connection local = 4@

arget

Polysoude WP _

[ Juse
wallthickness [ |w |
Base material v|
Application vl

Location

Welding position v|
Welding process v|
Weld head v| }

» “len

1) enter the search criteria according to the WP you want to obtain;
2) indicate the targets in which you want to conduct the search;

3) select the Connection:
° to conduct the search in the WP library of the power source to which the PC is connected,
select the server created for this power source in the Connection drop-down menu;
° to conduct the search in PC WP library, select the local server in the Connection drop-down
menu.

4) confirm the selection of the connection by selecting the arrow : the list of search locations is then
updated;
5) select:

° the Machine location if you have selected the local server (see screenshot above);
° the Machine or Remote control location if you have selected the server for the desired power
source;

6) start the search.
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On

the i screen:

1)
2)
3)

4)

5)
6)

Stainless steel |[MU V115 | TubeMube | TIG without wire

Stainless steel | MW 1145 TubeTube | TIG without wire
Stainless steel [UHP 1500 |  TubeMube | TIG without wire
Stainless steel |UHP 1500 |  TubefMube | TIG without wire
Stainless steel | UHP 500 | TubeMube | TIG without wire
Stainless steel |UHP 1500 |  Tubefube | TIG without wire

ainle R HP A0 bieTuhe within it wire

104X2 A

select the line(s) of the WP(s) you want to transfer;
select the Transfer WP icon;

select the Connection to which you want to transfer the WPs (by default, the connection is the same
as that shown on the search page in order to carry out a simple change to storage location):

° to transfer the WP from the power source to the PC to which it is connected, select the local
server in the Connection drop-down menu;

If the search has been conducted on a power source, you may select only the
power source itself or local since the transfer of WP from one power source to
another is impossible.

° to transfer the WP from the PC to the power source to which it is connected, select the server cre-
ated for this power source in the Connection drop-down menu.

confirm the selection of the Connection by selecting the arrow : the list of transfer locations is then
updated;

select the location for transfer;

select the Confirm icon .
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7) Confirm the message of confirmation for WP transfer:

r h

A Transfer WP 7

e &

The transfer operation is complete.

During a transfer of WP between PC/Power Source, the WPs are copied into the destination location but are
not deleted from the origin location.

7. 5. Connection of power sources in a network

You can create several servers if you wish to connect your PC to several power sources connected to the same
network. In this case, you have to assign a different IP address to each power source in the network and cre-
ate a server for each one (refer to the power source manual for how to modify the IP address of the power
source).

In order to retrieve the new address of the power source, you must have the remote control associated with
the power source.

To do this, press the button “I-” of the remote control for 10 seconds: the IP address will appear on its dis-
play.

Once you have retrieved the address of the power source via the remote control, the procedure is the same
as that described in Chapter 7.2.2. PC/Power Source connection of the present manual.

The benefit of connecting power sources in a network is that it facilitates transfer of WPs from your computer
to the various power sources.

On the other hand, however, if you intend connecting your PC to different power sources without wanting to
put them into a network, then they can all have the same IP address and connect to your PC via the same
server.

There is a serious danger for the uninformed user powering up the P4-P6 via
the network and starting a weld cycle without being able to see the work area.
Wherever possible, the welding machines and the control units must be posi-
tioned so that the operator is able to see the work area or the danger zone.
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8. Options

8. 1. Oxygen meter

This section describes the adjustments necessary for using the oxygen meter with the GUI-power source sys-
tem. The oxygen meter option is only available with the P4 power source.

Ensure that the interface between the power source and the oxygen meter is correctly installed. Refer to the
oxygen meter option chapter of the user manual for the power source.

It is important for operators to read and understand the user manual for the oxygen meter. In it, you will find
detailed explanations of the various basic functions of the equipment.

8. 1. 1. Selection of equipment

Go to the “Selection of equipment” screen.

1) Select Oxygen meter

2) Confirm your selection by clicking the arrow exchange . The Oxygen meter option is now in the list
of selected axes and to replace the standard gas.

J ‘ Selection of equipme :

List of available axes

ﬁ; Lvists
':";

& Gas
(w1
| Standard

& weld current
| F4170A(254)

| P4 170A (108)

T+ Raotation

| oMLY 28

| MUV 38

| ML B4

| MUV 80

| MU 104

| MU 115

| ML 128

| MU 195

| ML 245

| MU 275

A

’~
List of selected axes
& standard

bl P4 1708 (254)
e Standard

~fe+ POLYFIL 20882

2
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8. 1. 2. Adjust the oxygen threshold

During the cycle start-up, the pregas time is set to "T10"”. The power source controls the measurement of the
oxygen content. This content must be less than or equal to the programmed threshold. If the power source
does not receive any measurement (timeout = 2 secs), or receives a measurement greater than the pro-
grammed threshold, the cycle is stopped. The GUI displays “Oxygen fault”.

1) The operator must adjust the oxygen threshold. Go to the “"Modify program” screen.

2) On the diagram, an L10 field is visible after the T10 field. The L10 field is the oxygen threshold. Its
value must be configured. Click on L10.

3) The L10 Programming box is displayed. Place the cursor in the “Value” file of the L10 Programming
box.

4) A new window opens.

5) Place the cursor in the entry field in this window. Using the numeric key pad, enter the desired value in
ppm.

6) Confirm by clicking on . The value entered appears in the “Value” file of the L10 Programming box.

Selectweld prog.
[Pg o

r

Program parameters

Weld parameter modified ©
Ciygen lirmit

. Weld parameter modified
Cven limit

Adjustment ranoe 1.0 - 206400.0

- |dentification ; Cxyaen limit

Value : ‘su.u ppm )

> ® @
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9. FAQ

= How do you find out the IP address of the power source?

Press the button BT 6 “I-” of the remote control pendant during several seconds.

On the display of the remote control pendant appears:
> I|P Ald|r e|s|s
Tla|c h 6o

Select “IP Adress” with the button BT 1.

Confirm the selection with the button BT 3 "N+".
On the display of the remote control pendant appears Ip number.

= How do you print a program on a ticket?
To print @ program on a ticket from the power source printer, press the same button as that used
to print the weld ticket, keeping it held down for a few seconds (see power source manual).
= What is a Dynamic WP and what is it used for?
A Dynamic WP means Dynamic Welding Procedure. A Dynamic WP contains all the information
required to reproduce a welding application (e.g. gas information, workpiece preparation, etc.).
= What is the difference between a WP and a program?
A WP is a Welding Procedure linked to an application that can contain several programs.

= How do you access the Available WPs screen?

To access the Available WPs screen, you must carry out a WP search from the Change WP
screen.

= How do you change the parameters in a Polysoude WP?

The Polysoude WPs are locked, it is therefore impossible to change parameters or data inside
them. To use this WP and change it, you have to duplicate it from the Available WPs screen.

= How can you replace an item of equipment while keeping the program parameters?

On the P4 power source.
When device is to be replaced, select the device to be used then add it without deleting the exist-
ing device. This enables you to keep the parameters programmed on this axis.

On the P6 power source.
When replacing a device, select the device to be used then select the device to replace and use the
Transfer and replace key. This enables you to keep the parameters programmed on this axis.

= How do you copy the selected WP and welding tickets to a USB key?

To download the selected WP and welding tickets to your USB key, connect it to the power source
then press the write command situated to the side of the USB port. The selected WP and all the
welding tickets will be downloaded to your USB key.
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= How do you copy a Dynamic WP to a USB key?

The documentation generation function (Dynamic WP) may be accessed via the Document WP

screen from the icon . With a touchscreen, the Dynamic WP is automatically copied to the USB
key in html format.

With a PC, you must go and get the html file on the access path indicated on the Power source
set-up screen and copy it to your USB key.

= How do you copy a WP from the USB key to the machine?
Connect your USB key to the power source and press the read command situated to the side of
the USB port. Any WPs present on the USB drive will automatically be copied to the power source
(into the Remote control location).

= How do you create sectors in a program?
To create a sector, access the Advanced Programming screen from the Modify program screen.

The icon will generate a new sector.

= How do you change the server address?

To change the server address, access the Server Configuration Screen, select the server to be

changed, then select the icon

= How do you rename a WP?
There is no rename WP function, so you have to duplicate a WP to change its name.

= How do you adjust the preweld current?

There is no “preweld current” parameter. The preweld current can be adjusted using the T30
parameter (pre-rotation time) to put a time delay on the start of rotation, then using 122 (high
current) for the first sector. These parameters are available and can be modified from the Modify
program screen diagram.

= Problem connecting the power source?

The P4-P6 GUI uses three ports for communicating with the database of the power source and PC:
° Port 3050.

° Port 8060.
° Port 8070.

These ports must be “accessible”. If they are not, the user may have problems either:
° during installation of the software, or
° when trying to connect to the power source.

If the problem does occur it could be due to:
° a firewall or antivirus program that is prohibiting access.

° another application that uses the same port.

The ports 3050, 8060 and 8070 must be accessible.
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10. Annexes

10. 1. Annex 1: list of icons

Icon Meaning

Touchscreen

PC

Home

Change WP

Start the search

Load WP

Establish WP/Program...

Duplicate WP/Program...

Delete WP/Program...

Transfer WP

WP lock/unlock

Connection setup

Connect the power source to the PC

Create a connection

e Delete a connection

Rename a connection

ede
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Icon

Meaning

Welding

Control panel

Weld information

Override summary

E8voclld

Selection of equipment

Warning

Alert

Info

Time

Electrode position

Tour

Weld current

Rotation speed

Arc voltage

Wire speed

Start a cycle

Gas test

Rotation direction 1

Rotation direction 2

BEREDNDE ARG oERE

Cycle In/Out
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Meaning

Water test

Downslope

Document WP

Heading: Kind of workpieces
[0 Tab: General information

Mechanical adjustments

Weld layer definition

Generate documentation

Comments

Electrode/Torch parameters

Wire parameters

Workpiece preparation

Gas parameter

Mechanical adjustments

Thermal conditions

Modify program

Override adjustments

Functions + axes setup

Advanced Programming

Program management

POLYSOUDE
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Meaning

Optimization using weld assistant

Delete a sector

Create a sector

Rename a program

Selection of equipment

4—)\” F= -|-} |; Qg

Power source setup

Locked

Unlocked

Erase all (GUI keyboard key)

Erase one by one (GUI keyboard key)

Return

4

Transfer and replace

Close

Stop

Confirm

Shortcut to server setup

Save

Question

Security management

Ee008008 VA
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10. 2. Annex 2: example of Dynamic Welding Procedure (Dynamic WP)
POLYSOUDE Description of the WP
WP designation : MOS
WPQR : Base materials
Manufacturer:  POLYSOUDE Base material |Stainless steel
Editor : Diameter 104 mm
Estab_llshed, date : ) ) Wall thickness|2 mm
Welding process : TIG without wire Tack welding |12h-6h
Application : Tube/Tube Designation
Welding position : PG/PF - 5G Standard ASME
Reference
Cleaning Acetone
Joint preparation scheme Arrangement of the welding passes
E - mm
Value 0 Weld layer A | B C D|E
Tolerance +[ 0.1 Linked program|Pg 01|Pg 01(Polysoude| - |-
Tolerance -| 0.1
WP summary
Next program|Polarity|Oscillation|Starting position|Cycle time| Link |Next program|First program
Pg 01 DC | Without 11h Presented Pg 01 YES
Polysoude DC | Without 3h Linked Pg 01 NO
Welding equipment
Weld current ; P6 300A (1.0.0)
Rotation: ~ MU IV 115(1.0.1)
Comments :
106-114 PN-0908080 Ind.12
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Next program : Pg 01

Welding torch Electrode

Type P Type Lanthane

Length (mm) |12 Diameter ( mm) 2.4

Diameter ( mm)|11 Length ( mm) 28
Electrode angle (°)[ 30
Flattened tip (mm)| 0.2
Type of filler metal

Shielding gas

Without wire

Kind

Flow rate ( I/min)

Min. flow rate ( 1/min)

Max. flow rate ( I/min)|Leak space ( mm),

Gas 1

Argon

6

Gas 2

Backing-gas|Argon

Trailing-gas

Thermal conditions

Pre-heating temperature ( °C)

Post-heat treatment ( °C)

Max. interpass temperature ( °C)

Thermal treatment after welding

Mechanical adjustments

Se - mm|H - mm
Value 0 1.4
Tolerance +| 0.1 0.05
Tolerance -| 0.1 0.05
Functions + conditions of axis
AXxis Function Condition
Gas Running Complete cycle
Rotation Speed Constant
Rotation |Rotation direction Direction 1
Rotation Return Change sens of rotation to reach home position
Weld current|  HF-ignition Standard
\Weld current| Welding | Thermal pulsing

POLYSOUDE
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Override setup

Override-mode : Without memory

AXis Parameter |Override steps|Override value
Rotation Speed 5 10
\Weld current|High current 5 2
Weld current|Low current 5 2
Parameters of program
®
= |s1 o,
N -° 0| 365
T10 - sec 7
T30 - sec 6.5
N30 (0) - ° 0
D -mm 104
120 - A 25
V32 (0) - mm/min 94
T31 - sec 0
122 - A 87
123- A 30
T22 (0) - ms 149
T23(0) - ms 260
T11 - sec 8
N20 (0) - ° 365
T25 - sec 8
125 - A 5

Cycle time :
Voltage :
Comments :
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Program name : Polysoude

POLYSOUDE

THE ART OF WELDING

Welding torch

Electrode

Type

Type

Length ( mm)

Diameter ( mm)

Diameter ( mm)

Length ( mm)

Shielding gas

Electrode angle (°)

Flattened tip ( mm)

Type of filler metal

Without wire

Kind|Flow rate ( I/min)[Min. flow rate ( I/min)

Max. flow rate ( I/min)|Leak space ( mm)

Gas 1

Gas 2

Backing-gas,

Trailing-gas

Thermal conditions

Pre-heating temperature ( °C)

Post-heat treatment ( °C)

Max. interpass temperature ( °C)

Thermal treatment after welding

Mechanical adjustments

Value
Tolerance +

Tolerance -

PN-0908080 Ind.12
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DMOS : MOS

Functions + conditions of axis

AXis Function Condition
Gas Running Complete cycle
Rotation Speed Constant
Rotation |Rotation direction| Direction 1
Rotation Return No return
Weld current|  HF-ignition Standard
Weld current Welding Thermal pulsing

Override setup
Override-mode : Without memory

AXis Parameter |Override steps|Override value
Rotation Speed 5 10
\Weld current|High current 5 2
Weld current|Low current 5 2
Parameters of program
o
f=—>s: o,
N -° 0 0| 365
T10 - sec 10
T30 - sec 3
N30 (0) - ° 0
D-mm 115
120 - A 25
V32 (0) - mm/min 44
T31 - sec 0
122 - A 10
123- A 5
T22 (0) - ms 100
T23(0) - ms 100
T11 - sec 10
N20 (0) - ° 365
T25 - sec 3
125 - A 5
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Cycle time :
Voltage :
Comments :
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>

A welding application specialist in your area will advise you on the
welding process and appropriate equipment for your application.

>

A complete training program will enable you to start using the

equipment immediately and in the best way possible.

POLYSOUDE S.A.S.
@+33(0)240681100
info@polysoude.com

POLYSOUDE AUSTRIA GmbH
@ +43 (0) 3613 200 36
austria@polysoude.at

POLYSOUDE BENELUX
+31(0) 653 84 23 36
k.meurs@polysoude.com

POLYSOUDE BENELUX
SERVICE)

+31(0) 653 38 85 58
h.milder@polysoude.com

AJADE COMERCIO INSTALAGOES
E SERVICOS Ltda.

@ +55(0) 1145243898
fernando@ajade.com.br

KARWELD EOOD
+359(0)29733215
Karweld@bg400.bg

MAG TOOL Inc.
EDMONTON - ALBERTA
@ 38006619983
magtool@magtool.com

MAG TOOL Inc.
CAMBRIDGE - ONTARIO
@ +15196511050
michael@magtool.com

POLYSOUDE SHANGHAI CO. Ltd
@ +86 (0) 21640978 26
j.zhang@polysoude.cn

EUROARC D.O.0.
+385(0) 12406077
euroarc@euroarc.hr

POLYSOUDE CZ
@ +420 602 60 28 55
m.matousek@polysoude.cz

POLYSOUDE DENMARK
@ +45(0)329485 10
orbital@polysoude.dk

POLYSOUDE UK
+44 (0) 1942 820 935
info@polysoude.com

POLYSOUDE S.A.S.
©+33(0)24068 11 00
info@polysoude.com

SUOMEN TEKNOHAUS OY
@ +358(0)927 47210
info@teknohaus.fi

POLYSOUDE S.A.S.
©@+33(0)24068 1100
info@polysoude.com

POLYSOUDE DEUTSCHLAND
KORNWESTHEIM

@ +49 (0) 7154 1796 90
info@polysoude.com

POLYSOUDE DEUTSCHLAND

LEVERKUSEN / OPLADEN
+49 (0) 7154 1796 90

info@polysoude.com

POLYSOUDE UK
@ +44(0) 1942 820 935
info@polysoude.com

POLYSOUDE S.A.S.
@ +33(0)24068 11 00
info@polysoude.com

POLYWELD Kft.
+36 (0) 28 42 22 36
polyweld@polyweld.hu

POLYSOUDE INDIA
@+91 (0) 2040 03 59 31
ab.kulkarni@polysoude.in

P.T. TIRA AUSTENITE
+62 (0) 21 460 25 94
yusuf@tiraaustenite.com

POLYSOUDE S.A.S.
+33(0)24068 1100
info@polysoude.com

>

Maintenance and repair operations can be carried out at the
Polysoude plant as well as on site by our service network.

>

Increase the flexibility of your production! A large range of equipment
is available for rental from our hire fleet.

POLYSOUDE ITALIA SRL
@ +390293799094
info@polysoude.it

GMT CO Ltd - KAWASAKI
D +81(0) 44 222 6751
gmt@e-gmt.co.jp

GMT CO Ltd - OSAKA
©+81(0) 78935 6751
gmt.kansai@e-gmt.co.jp

POLYSOUDE UK
@ +44(0) 1942 820 935
info@polysoude.com

POLYSOUDE S.A.S.
@+33(0)24068 1100
info@polysoude.com

POLYSOUDE S.A.S.
+33(0)24068 11 00
info@polysoude.com

POLYSOUDE ASIA
@ +86 (0) 65 862 60 08
Jmpan@singnet.com.sg

ASTRO ARC POLYSOUDE Inc.

@ +1(0) 66170201 41
sales@astroarc.com

POLYSOUDE BENELUX
+31(0) 653 84 23 36
k.meurs@polysoude.com

POLYSOUDE BENELUX
SERVICE)

+31(0) 653 38 85 58
h.milder@polysoude.com

POLYSOUDE S.A.S.
@+33(0)24068 1100
info@polysoude.com

TEMA NORGE AS
@ +47 (0) 5169 25 00
tor.inge.tjensvoll@tema-norge.no

POLYSOUDE S.A.S.
+33(0) 24068 11 00
info@polysoude.com

POLYSOUDE ASIA
+86 (0) 65 862 60 08
Jmpan@singnet.com.sg

TEFROMES Sp. z 0.0. - IMIELIN
D +48(0)322256277
biuro@tefromes.com.pl

UNIDAWELD - BEDZIN
() +48(0) 32267 05 54
dariusz.szota@unidaweld.pl

ZALCO Sp. z.0.0. - WARSZAWA
+48 (0) 22 894 55 30
mbergman@zalco.pl

PRAXAIR PORTUGAL GASES, S.A.
@ +351 (0) 229 438 320
pbarbosa@praxair.com

DEBISUD S.R.L.
+40 (0) 255 21 57 85
debisud@rdslink.ro

POLYSOUDE RUSSIA
+7 495 564 86 81
polysoude@co.ru

ALRUQUEE INDUSTRIAL
MARKETING COMPANY
+966 (0) 385 7 63 87

POLYSOUDE ASIA
@+86 (0) 65 68 62 60 08
Jmpan@singnet.com.sg

SIN SOON HUAT WELDING
PRODUCTS PTE. Ltd

+65 (0) 62 65 60 88
wchng@sshcorp.com

POLYSOUDE CZ
+420 602 60 28 55
m.matousek@polysoude.cz

POLYSOUDE S.A.S.
@ +33(0)24068 11 00
info@polysoude.com

CHEMIKO CO Ltd
@ +82(0) 2567 5336
chemiko@chol.com

PRAXAIR SOLDADURA S.L.
+34(0) 91785577 09
Luis_Alfredo_de_Andres@praxair.com

POLYSOUDE BENELUX
@+31(0) 653842336
k.meurs@polysoude.com

POLYSOUDE (SWITZERLAND) Inc.
+41 (0) 43 243 50 80
contact@polysoude.ch

FIRST ELITE ENT. CO. Ltd
+886 (0) 287 97 88 99
auto.pipe@msa.hinet.net

POLYSOUDE ASIA
@+86 (0) 65 6862 60 08
Jmpan@singnet.com.sg

POLYSOUDE S.A.S.
©+33(0)24068 11 00
info@polysoude.com

GERMAN GULF ENTERPRISES Ltd
+971(0) 653161 71
info@polysoude.com

POLYSOUDE RUSSIA
+7 (0) 495 564 86 81
polysoude@co.ru

ASTRO ARC POLYSOUDE Inc.
@ +1(0) 66170201 41
sales@astroarc.com

ENRIVA CA.
@ +58 (0) 243 242 45 41
enriva@cantv.net

11Manager.Khaldoun@alrugee.com

Polysoude S.A.S.

Z| du Bois Briand - 2 rue Paul Beaupeére - BP 41606

F - 44316 NANTES Cedex 3

Tél.: +33(0)24068 1100+ Fax : +33(0)24068 11 88
www.polysoude.com « e-mailinfo@polysoude.com
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