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Warning

Depending on the configuration of the machine, certain functions in this manual
could be modified or invalidated.

This software and its documentation are referenced by the Agence pour la Protection
des Programmes [Program Protection Agency] under the number IDDN
FR.001.040018.001.R.P.2005.000.30600

Date Author | Modifications

04/02/12 [LN Correction of the “tool-file” diagram
28/03/20 [LN New tool file

28/03/20 | LN Enriched batch-file (format no.3)
13/11/20 |LN New type of machining (Notch)
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1 Présentation

The control software has two main functions:

+ The man-machine interface displays the state of the machine (position of
axes, status of actuators, program being executed, etc.) and transmits the
orders of the operator (manual movements, program execution, etc.) to the

robot

» The post-processor prepares a machining program from the description of the
part to produce and a library of tools, profiles and machining operations.

It controls the 4 axis Phoenix or Orion LGF machining units.

The PHOENIX machines
are single station units.
The spindle is carried by
a 3 axis (XYZ) carriage,
the part is fixed on a
pivoting table around the
A axis.

The ORION machines
are single or double
station units. The spindle
is carried by an XYZA
carriage, the part is fixed.
The capacity of the Orion
units is greater than that
of the Phoenix units.
They cab be equipped
with a double vice to
machine 2 parts in
parallel or a wide vices
for machining panels.

On the PHOENIX machining units, the first generation piloted by a DOS PC, the
man-machine interface is provided by a specific software called TECMOTO.
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2 Main window of the control software

%5} BOXER ELCO 2.03H (test)

| Production  Maintenance  Quit 2

1BV < DﬁUﬂ 0 @h
ﬁ A REEZ K,

f Machine | Padstoload| Instnction MMM

R

o)) § Open doors

F =» Open clamps

Single station, stop #1

load piece GR34 QTY=2

Profile CH635X318, Length 3000
Clamps 228 1562 2746 6500 6700 6903

F «= Close clamps

l Close doors

| _’l Start cycle

AUTO 204 0 00:00:00

8 >0

2.1 Title bar

Title
Menu bar

Toolbar

Tab

|| Infobar

The title bar indicates the version number of the software and its operating mode ‘the
indication “test” indicates a demo version which cannot be connected to the

machine)

2.2 Menu

The software functions are classified in two menus, “production” (see §4) and

“‘maintenance” (see §5).

Access to the maintenance menu is protected by a password, entered in the

Software Information Window (see §6).

2.3 Toolbox

The buttons of the toolbox provide direct access to the main software functions.

From top to bottom and from left to right, you will find:
« Green and red lights to start and stop the cycle
» Buttons allowing you to constitute a list of parts to machine
* The parts counter and the feed potentiometer
» The software closing button
» The choice of working mode (manual, automatic)
* Access to machine parameters, tools, profile, machining, etc.
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24 Tabs
During the use of the machine, different information is available. It is displayed in 4
tabs:

* Machine = Man-Machine Interface (MMI) in manual mode

» Loader = list of parts to machine

* Instructions = operator messages

* Fabrication file = detail of part selected on the loader

2.5 Message bar
At the bottom of the screen, you will find from left to right:

* The help Message
* The counter and chronometer
» Sign-of-life (indicator of communication with the robot)
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3 Man-Machine Interface

The Machine tab displays the status of the machine and allows you to command the
elementary movements in manual mode.

This tab is active on machines equipped with an ELCO robot. It is hidden on those
piloted by a DOS PC (First generation Phoenix)

iz " Manusls movemenis

1 Busy Cylinder on shuttls
Poteribercter |10 J —l J 2 Left sop apen @ Aiow cpening Astation
X 12 0 | O OO » 3 ¥ home swilch W@ Aow cpening B gation
- - 4 Tool magazn 1-5out Muti=pead spindle 1
EESSS ek 5 Tool magazn 610 sut Mutispead spindle 2
L]
7
8

[ 785.00 ﬂ il 0.00 M Eomsch aespredunte)

Résenve Stert spinde

- Cycle start Close clampe on station A

z -0.00 | 0. 00 ] W home sutch Reiease tool n spnde

10 Dozl station safiety switeh Lubefication
r 11 @ Cone presence sergor Open magatine door

z 0 00‘ | O 00 12 Emergecy siop Consant smament machine fahie butten)

12 Releas cone sensar @ break
Mada Cu'hru.o..s -] | Ftl 14 Cortact farmeture capot diol + bulde sscamotable Open clamp &7

15 Cortact haut coffe aspiraton Irvent spindle desction
16 @ Aomon Xdive Open clamp 21

A 17 @ MamonYdwe Open clamp 2

20 . Magazn door close:
Fil Reserve Open clamp 26

Rl 0 12 @ Aamon Zdwe Open clamp 73
15 @ Aemon W dive Open clamp #4
Open clamp 55

- ;\ 22 Rezerve Open teol magazne 610
» @ i1 3 Fieserve Open clamp 58

The “Axis” frame provides the status of the POM indicator (a tick indicates that
the origin has been set), of the feed potentiometer and the current position of the
4 axes of the machine.

The frame “Manual movements” allows the axes to be commanded:

0Authorises the resetting after a loss of power;
®Launches the origin setting cycle
qn Brings the carriage to the parking position

Moves the axis by one step in the negative direction. The step value is
chosen by the “mode” selector (unlimited, step of 10mm, 1mm, 1/10mm or
1/100mm);

I Moves the axis by one step in the positive direction.

» Move the axis up to the position entered;
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The “rapid” box allows the speed to be selected (1m/min if not ticked, 5m/min if
ticked);

The “secu” box allows the outputs to be controlled (if ticked, a double click on the
output, changes its status);

The “spindle” frame assembles the functions related to the spindle and to the tool
magazine Number of tool in the spindle

ARelease the tool (this function requires the “secu” mode)

7

<& Open or close the magazine

<K Place the tool in the magazine. This function is only valid if the POMs have
been done.

s

The frame ‘Vices” groups together the functions related to the positioning of the
vices

The current position table for each vice (measured from the machine origin to the
centre of the vice) and the requested position

Force the tool no. into the spindle

» Sending of the vice to the requested position

@Start the vice detection cycle

<& Open the vices and confirm the closing push-buttons

The input-output frame allows the input-output status of the robot to be displayed.
A green circle @indicates that the input or the output is active. A double click
inverts the output status (this function requires the “safe” mode).

The frame “ISO program” displays the last program transferred to the robot. The
line selected is that being executed.
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4 Menu Production

) BOXER ELCO 203H (test) W
Production Maintenance Quit ?

| Mode ¥ | Z* POM: Home Position
% cyde-start # AUTO: Automatic production
ﬂ Manuals movements

| i§ RAZ: Reset counters
iyl Import a batch file i

#% Edit a batch file

E Serial mode

Bar code mode

41 Mode

The working mode is selected from the main menu (production/mode menu) or by
clicking on the “mode” button: in this case, the different possible modes are
proposed successively.

41.1 POM (origin setting) mode

@ The green-light (start-cycle) starts an origin setting cycle. The 4 axes XYZ
and A rejoin an electrical contact and the carriage U detects the position of the vices.
At each starting of the software, an origin setting is required before launching the
automatic cycle.

4.1.2 RAZ (reset) mode

5 The green light resets parts counter to zero.

The RAZ mode is only validated if the parts counter is displayed (machine parameter
no.207).

4.1.3 MANU mode

- The green light activates the commands manually (“machine” tab)

41.4 AUTO mode
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ﬂThe green light launches the production cycle. The system will machine the
parts listed in the “loader” tab.

4.2 Start and stop-cycle

Once the mode is selected, the green light launches the cycle and the red light stops
it. The background of the button indicates the state in progress:

uf Objets standards DN i’ Objets standards DV

Production fAainten:  Produckion Mainkenz

0y §E

lllustration 1: lllustration 2:
Program running Program stopped
the cycle

4.3 Importing a remote batch file

The batch file describes the parts to produce. They are described in job-programs
upstream of the control software. The possible formats are described in the
appendix.

During the importing of the batch file, the control software performs the following
operations
» Reading of the batch file in a remote dossier
« Calculation of the positions of the machining operations if the batch file calls
on configured parts
» Calculation of the vice positions
* Reading of the detailed batch file in a local file
* Preparation of a manufacturing file per part
» Display of the list of operations not able to be done (clamping stresses not
complied with)
» Addition of parts of the batch at the end of the “loader” list if the software is
not working in bar code mode

4.4 Editing a local batch
This function allows you to create or modify a batch in the local work directory.

The batch is displayed in a hierarchical table. The buttons under the table allow it to
be modified. The part selected is represented graphically above the table.

L. Naert 11/13/16 Page 9



8 C:\WDPROJETMSTER_B\Exe\BAK\Mest2.LOT =13

[E‘*T;Z] leusW“ Face @ [| D KRYZ ] @@ @ ﬁ]_@

TR T
=2ES DP Profil: R964E  Butée: G Long: 500 10: 003 Libellé: Montant pivot | tontant pivot double;

L |
=3 BR Double-poste  Butée N°1 Etaux 139 525 3437 3577 6477 6616 € 4
B op FRE.54F1 ®115 Peigage de traverse: o
= oP FR8.58F1 X115 Peigage de traverse; V'
- OP FR85CFI X115 Peigage de iaverse; R
= opP FRB.5DF1 X115 Peigage de lraverse; v
& oP FR8.58F1 ®a0 Peigage de traverse; J
= op FR8.5BF1 %80 Pergage de raverse: o 4
& oP FR8.5CF1 a0 Pergage de traverse: J
& 0P FRE.5DF1 a0 Peigage de traverse: v 4
[ pice| [ Bidage | [f  Modiier] (3¢ Suppimer| [ 4 Monter] | [&  Postes]
|+ Codebare| |4 psation| | [y Copier] | inveser 0P| | Descende|| [& Postes] |© abendon| |of  vlder||

441 PD= Part data:

Profile: Name of profile in which the part is machined.

Stop: side in stop (L = Left, R = Right, X = double loading, one part on the left, the
other on the right)

Length: length of the part

ID= part identifier, used for calling it in bar code mode Description: description of the
part (free text intended for the operator)

4.4.2 BR = Clamping

Job: single or double station. The double station is only possible on Orion units on
condition that the length of the part is less than the length of the station. It allows a
station to be loaded during machining on the opposite station.

Stop: number of the supporting stop

Vices: position of the vices (measured between the origin of the machine and the
centre of the vice)

4.4.3 OP = Machining Operation:

Name: Name of the operation or group of operations

X: longitudinal position of the operation (measured between the left end of the part
and the X origin of the operation)

4.4.4 Hierarchy:

The clamping and the operations are associated with a part.

The operations can be associated with a clamping or directly to the part. The latter
will not be done by the machine. To do this, a machining operation must be
performed to a clamping and must comply with the conditions specified in the
machining declaration (min/max distance between the operation and the vices).
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The order of clamping operations and operations will be respected by the program.
The software sorts the operations so as to minimise the number of movements of the
vices, then the

number of tool changes. The arrows allow the programmer to modify the order of the
original sorting.

The status indicates if a part or a machining can be done -green tick = OK, orange or
red symbol = danger or interdiction). If it cannot be done, the comments can explain
why.

E.g.

Pofi pa74e  Hues Long: 1000 etg ] F i

&= 0P bt ka2 Oblomb 32 8; s
= oP Hd32 Ted Oblomb 32 = 8; Al
=3 BR Doble-poste  Butée N*1 Etaws 133 741 1025 3577 6477 6616 6755 6892 I
= OP BEGF3 X736.5 Barillet 3 gauche; Zone de bridage interdite; @

& g BEF3 8065 Bequile ; ~

& op BAILOF1 X388 Baillonette; v 4
EE3 BR Mono-poste  Butée N°1 Etawc 133 647 1025 3354 4318 5100 5382 G668 4
=] | GAELF1 K735 Gache électique; v 4

The part is produced in a profile R974B of 1m in stop on the left. The view was
turned to display the operations performed on the rear face;

The 2 yellow oblongs 32x8 are not assigned to a clamping. They will not be
machined;

The vices position themselves at 138, 741, 1025 etc. for the first clamping; the red
barrel cannot be machined as too close to the vice; The strut and the green bayonet
are machined,;

The vices position themselves at 138, 647, 1025, etc. for the second clamping; The
green electrical strike plate is machined.

4.4.5 Actions on the batch file:

@ Add a part. You chose the profile or a configured part in a hierarchical
family/profile/configured-part table. You can chose a profile or a configured-part. You
then enter the length, you chose the stop and the values of the possible parameters.
If you have chosen a configured-part, the machining operations are positioned
automatically. Otherwise, you must add them one by one.

Add a part from amongst those in the memory (selection by identifier)
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ﬂj Add a clamping. You select the stop and position the vices. Add an
operation from amongst those declared for the profile.

wModify the line selected (part, clamping or operation)

MCopy the line selected. A multiple copy is proposed if you select an
operation.

o DeEEE|halete the lines selected

Mlnven the positions of the operations on the line selected. The inverted
position is equal to the length of the part minus the original position. E.g. On a part of
1m, OP AAA X200 becomes OP AAA X800. If you select a part (line PD), all the
operations on the part will be inverted.

wAdvance the line selected. The order of clamping operations and
operations of the batch will be respected by the program. The arrows allow the
programmer to modify the order of the original sorting.

3 Movedown vith draw the line selected.

Calculate the clamping (Phoenix)
wCalculate the clamping on station A (Orion)

D S@ionB oo late the clamping on station B (Orion)

ﬂLaunch the program simulation.

4.4.6 Actions on the graphical representation:

The part displayed is that on which the cursor in the hierarchical table is found

If the cursor is on the PD line, all the operations of the part are shown. The vices are
not shown.

If the cursor is on a BR line, the vices and the clamping operations are shown. The
clamping operations are those made without moving the vices. In the hierarchical
table, it is the OP lines which depend on the BR line.

If the cursor is on an OP line, the vices and the pass operations are shown. The
operation selected is displayed highlighted.

%Side view. The profile is at the end.
MTop view;

Frent %2 |Face on view:

3D X¥Z Perspective view;
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@Zoom in; each press “advances” the image;

@]Zoom out; Each press “withdraws” the image;

@]Frame zoom; The frame is defined by its diagonal using the mouse; Translation;
@]The translation is defined using the mouse;

Rotation; The rotation is defined using the mouse;

4.4.7 Confirmation or abandon

u Confirm the entry. The batch file displayed is saved. If a batch of the
same name exists, it will be overwritten.

wAbandon the entry. All modifications made will be lost.

4.5 Constitution of the list of parts to machine

“Loader” tab shows the list of parts to machine.

Lancement du cycle d'usinage
Constitution de la liste des pieces a usiner
Liste des piéces a usiner

& ASTER 0.9BC (test)

(] PEANE) -
Y VEIaEu 4

| Modma| Chaigeus ‘Iwmlfmaer_-__

ZxRIGAE + 1AITAA

Montant pivot |

C:\W.. Mest2LOT 2 R964B B-—-D:D 1200 005 1 Montant pivot |

C:\W.. \Mest2LOT 3 R974A E:h]ﬂ 800 006 1 Essemble serrure et gache manuelle -1200 |

In “bar code” mode, you supply the list by scanning the identifier of the parts to add.
In “file” mode, you supply this list by adding batches of parts using the buttons

(see chapter: Importing a remote batch file) and i (see chapter Edit a

local batch).
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The arrows ﬁ and U allow you to modify the order of the list.

The waste-basket ﬁ delete the line(s) selected.
A double click on the loader line applies a stop point (red point ® in the first column).
The cycle will stop before machining the part.

451 “Series” mode

The maintenance menu allows you to select “series” mode or not to select it.

In “series” mode, the program loops on the parts of the loader. Once machined, the
part at the front of the list passes to the end.

In “diffuse” mode, the parts machined are deleted from the list.

4.5.2 ‘Bar code” mode

The maintenance menu allows you to select “bar code” mode or not to select it.

In “bar code” mode, you supply the list by scanning the identifier of the parts to add.
In “file” mode, you supply the list by adding batches of parts using

4.6 Program execution
4.6.1 Manufacturing file
By clicking on the line of the list of parts to machine, the list of machining operations
of the corresponding part can be displayed in the “manufacturing file” tab
PROFIL: RO74A

LONGUEUR: 800 |I| I"I‘l H‘ I‘l

BUTEE: 1
DESCRIPTION: Essemble serrure et gache manuelie -12UU |

OUTILS: N® Case Diam. Long.
2 2 8 89.8
4 4 3.7 85.6

IDENTIFIANT: 006 “
[

PASSE N°1- BUTEE: 1-ETAUX: 139-455-825-3577 - 6477 - 6616 - 6755 - 6892

8X32F1
BAGF3
BEF3
COSEF1
FR8.5AF1 15 110 510 758 388.5
FR8.5BF1 U115 110 510 758 §83.5
FR8.5CF1 415 110 510 758.888.5
FR8.5DF1 415 110 510 758.888.5
PE3.7AF3 579.1 B339

PE3.7BF3 579.1 6339
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This file is saved in PDF format in the temporary directory.
You can chose to display or not display the manufacturing file using the machine
parameter no.102.

4.6.2 Operator - instructions

During the cycle, when the operator needs to intervene to load or unload a part,
specific instructions can be displayed in the “instruction” tab.

You can chose to display or not display the machining range using the machine
parameter no.103.

GO ] Open doors

0 [ ]=» Open clamps
—

load piece GR34 QTY=2
Profile CH635X318, Length 3000

M 0] T— Close clamps
=

l Close doors

r’l Start cycle

4.6.3 Simulator
he program can be simulated before being transferred to the numerical command.

imée = D1'46" LEX]
| Leaerz ] [posmaxy] | ez | | 02 | < ) ») v] 5 14 o) 4] 19

' ' Pause,
S s CN0IX de la vue avance-rapide
6 B0 INFOOPERATIONZ:; = Vance'norma’e

7000 GOOXES.8Y3 21 |
7200 MO0 101

7201 Mt

7202 Mt

7203 Mt

7204 Mt |
7400 GU1 XES 8371121

7800 GO3HES.8 Y31 166
8000 GOTXES.9Y371.1 21
8001 Mwt

002 Mt

8003 Mt

004 Mt

8200 GO XESIYINAZE
8400 GO3XET.3YIT.1 1560
600 GOIXESIYINI 66, |
2800 GOV XESEYITIZN
3000 MO0100 _|| >
3001 Mvt

3002 ot Programme

Origine-
machine '

008 bt simulé

3004 Mt
9200 GOOXESE YL 21 |
3400 GOOYI71.12127.%
401 Mwt

9402 Mt 5
e Chonomeétre
3404 Mt

3600 GOO 211545
QRN GIN RS R

« » || 00:58 [® sbarcen
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You can chose to simulate or not simulate the program using the machine parameter
no.105.

4.6.4 Machining range

The commented program (machining range) can be displayed before being
transferred to the numerical command. The different levels of detail allow you to
obtain more or fewer comments.

£ Programme ASTER ELCO x|

@

32 Réalage de la vitezze d'avance L3

33 TOOL;2:+:8:800

34 Pazzage dune OF & 'autre

35 Ilzinage FRS.54F1

36 Approche =

7 [S0:G00+ER.3

1] Approche

M [S0:G00%341.1

40 Approche £

41 150600 Z-127.96

42 Infio simulateur

43 OPERATION

44 INFO:OPERATIOMNT;; =
Miveau de détal————
| 2 1 | 0 G 7 T2

You can chose to display or not display the machining range using the machine
parameter no.101.
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5 Maintenance menu

The Maintenance menu assembles the software parametrising functions. It is
accessible only if the maintenance mode is active (see §Erreur : source de la
référence non trouvée).

£ BOYER ELCO 203H (test) W
| Production Maintenance Quit ?

Log file

| Machine parameters | P al

33'1 Tools parameters Spindle
Sections L Clamps
Basic operations L Shuttle

? Custom parts

Worktable

Clamping of the pi
Export parameters amping ot the piece

PLC
Import parameters
Tools »
Software setup k

5.1 Journal
The software memorises certain events. They are classified by day, time and type:

Info: start-up, stop, saving and restoration of parameters ...

) Warning
B Error
of 29/05/2006
1 T loghciel C:\Widprojet\Millet_Pvc901G_2726\Exe\Milet_Pvc01G_2726 2xe v1 052
| @ 16:43 15 Cormesion CN1 inibée
| @ 1643 15 Connemon Ch2inkibte
Date [P ~ | ] 0K
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The journal lists these events. It supplies assistance for problem solving in case of
anomaly.

5.2 Machine- parameters

The button allows you to access the list of machine parameters. This
appears in the window above.

i B
#3 Machine parameters L == g
-aeqo - - x
iy Print
Position Y of the reference poirt of the spindle (camiage at Y0) @ Fecod
1102 Position Z of the reference poirt of the spindle (camiage at Z0) 3052
1110 Height H of the nut 45
17111 Diameter D of the nut 50
1114 Offset Z betwesn the tool and the spindle 27 SDEE“*_‘ =
1115 Atterte vitesse atteinte (s) 0 SacnHion
1120 |Rotational speed N'D fr/imin) 1475 ]
1121 Rotational speed N1 tr/mini} 2507 - = 3

=
o

LIETauIC wd

w

Each parameter is defined by

A category and a sub-category, used for classifying the parameters by
function.

A unique number (1).

A Wording (2).

A type: Boolean, integer, real or chain (5).

An interval and a default value (for numerical parameters).

A value chosen by the user (3).

An optional description, entered by the user (6). This description can be used
to clarify the title or provide the history of the modifications.

An optional associated image (4). This must be in the drawings directory. It
carries the name “ CMxxxx.JPG”, xxxx being the parameter number.
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The value of the parameter used by the software is found in the “value” column. If
the value entered is less than the minimum value or greater than the maximum
value, it is replaced by the default value.

The min., max. and default values are only accessible in the parameter setting mode
(see §6).

The category, sub-category, number and title fields cannot be modified.

w Delete the parameter selected. This will be initialised to its default value
in the next start-up of the software;

] M':":"“E" Accesses the description (customisable title), min., max. and default

values;

ﬂ Exports the table displayed in an Excel table;
@Closes the window;

i] Develops the levels Category/Sub-category/Parameters. A double-click on a
category or a sub-category only develops the line selected;

Search by

Descrption -

[ ] + _J Searches a parameter by its number or its title. When several
parameters correspond to the search, the key [F3] allows you to highlight the
following;
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5.2.1 Spindle

The “spindle” file collects together the machine-parameters related to the spindle.

21 Spindle shees

Spindle pivoted, table ficed -

|| Pesition Y of the Spindie nose ”
I Postion Z of the: Spindie nose L7

Height H of the nut

Diameter D of the nut

Offset Z between the tool and the spindle
Height H of the Spindle pivot

Height H of the Right angle head

Length L of the Right angle head

Height H the nut of the Right angle head

Diameter D the nut of the Right angle head
Rotational speeds {pm)

4th axis: To machine on the side of a profile, you can switch over the spindle (case
of the Orion unit = spindle on pivot, table fixed) or the part (case of Phoenix unit =
spindle fixed, table on pivot)

Position Y and Z of the spindle tip: All the
axes being at zero, the position of the
spindle tip from the machine origin. The
machine origin is usually positioned at the
origin of the standard vices.
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Height H and diameter D of the screw. The
screw is modelled as a cylinder (see
diagram opposite)

Offset Z tool/spindle. When the screw is in
the spindle, it is not resting on the spindle
tip. This distance must be indicated to be
able to easily measure the tools on the
assembly bench, independently of the
spindle.

Rotation speeds. 8 speeds are registered
on the speed controller. Each tool is
associated with one of these speeds

Height H of the pivot of the spindle.
Distance between the spindle tip and the
axis of the pivot. This parameter is only
active on a machine whose spindle inclines.

Angle drive:

H is the distance between the axis of the
tool and the tip of the spindle

L is the length of the angle drive. It is
centred with respect to the spindle.

H and R define the screw.
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5.2.2 Vices

The vice file allows the vices used to be defined.

On the Phoenix unit, a single model of vice is managed.
On the Orion unit, the vices are modular. The software manages 3 variants, names
single, double and wide.

4 Fiche ETAUX =03

Profil test l:l _/O | Coté vz ] lQessus Wj | FacexZ J 3D Xz ; :18805.'2839 l;?‘] @ @ @ @

L_E,impja_ﬁl.._lﬁm;h]e;_] Large L
r Table horizontale Tablette
® 100,00 0,00
Y £&0,00 57.10
z 50,00 105,00

Y 160,00 -40,00
7, 20,00 -40,00
r o fixe

) Avant (0 Centre( Arigre !'

0.0 000 Origine machine
Y 20,00 -260,00
z 135,00 14,00 :

rigine table

shorizontale

$0 wooligs sl

Each model of vice is composed of a horizontal table, a plate and a fixed bit. The
horizontal table is common to the 3 variants. Each element is modelled by a
parallelepiped for which you define the dimensions and the position of the centre.

By convention, the YZ machine origin is positioned on the origin of the standard vice
(Y = fixed bit side, Z = top of plate)
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5.2.3 Carriage U

The “carriage U” file assembles the carriage U adjustment parameters for setting the
position of the vices.

# Chariot U =13

rDétection

Witezze [3-24) |

rAccrochage

Witesse [3-24)
Décalage -46 60 g

@ .ﬁ.nnuler‘ [i EIK_;

The “detection” frame allows you to set the cycle for measuring the positions of the
vices. The higher the speed, the less accurate the detection. The mechanical system
for setting the vices in place authorises an error of several millimetres (radius of the
centring taper on the positioning pin).

The difference is the distance in millimetres between the value sent by the detection
system and the real position of the centre of the vice.

The button (?) launches the measurement cycle for the vice and allows the
difference to be compensated for.

The “hooking” frame allows you to set the cycle for moving the vices. The difference
corresponds to the distance between the centre of the vice and the positioning pin.
The button (?) launches a movement cycle for the 1st vice. It allows the cycle to be
tested and the difference to be compensated for.
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5.2.4 Work table

The “work table” file assembles the machine-parameters related to the stops and the
vices

=1l
Butée n°2

“Butée n°1—Piéces maxi en double poste

oo Yy

\\\\\ Etaux en pos. de base
Courses des etaux §
N
. Zone centrale de securite
r Double-poste r Etaus r Butées
] E.rﬁ'!E-nc-q:-c-ste . Mombre 8 Entraxe mini Mombre 4
() Double-poste simultané n i ; 5510 | Gauche n ;
] i : 1 :
Longueur maxi d'une pigce chargée en mono-poste 7000 2 700000 Droite 8
‘: 2 2758 3300 1483
! " . 3 381980 Gauche 5
Longuewr maxi d'une pigce chargée en double-poste 3000 3 12 3437 2423 4 360000 Droke 4
. 4 543 3577 3354
Zone centrale de xécunité [pos. gauche) 3600 5 110 G477 430
Zone centrale de sécurité [pos. draite) 3750 E 4046 B E16 5100
7 4182 £ 755 5oz
g 4318 £ 832 G G&G
a Course mini.J a Pos. de base‘
.@ Course maxi.J @ Entraxe miniJ @ AnnulerJ LJ 0K

The “double-station” frame defines the mode for loading the parts.

In single-station, the operator cannot access the loading table while the system is
machining.

In double-station, the loading table is divided into two zones, names station A and
station B. While the system works in one zone, the operator can access the other.
This allows you to load and unload during the hidden time.

The double station requires specific equipment, available on option on Orion.

To generate a “double station” program, you must select the double station option
and machine a part with a length less than the set threshold.

If one of these conditions is not met, the software prepares a “single station”
program.

The software assigns the same number of vices to each station. A double station
machine must have an even number of vices.

For a question of safety, you can reduce the stroke of the central vice when it works

on a double station. To do this, a central safety zone, forbidden to the vices, is
defined.
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In single-station, you can machine a part longer than the machine on condition to
have a stop at each end of the table.
If the part is longer than the defined threshold, it is machined in 2 passes.

| [E] [ L] [ (1] [E] L] L]

The frame “vices” defined the number and the strokes of the vices.

You can note these values directly on the machine (with practice) using the buttons
[Min. Strokes], [Max. Strokes], [Base position] and [Min. centre-line distance].

The strokes and the positions are measured between the machine origin X and the
centre of the vice.

The frame “Stop” defines the positions and the orientations of the stops

By convention, station A is on the left of the machine and station B on the right. Stop
1 is the first on the left of the machine (X side min.)

Stop 2 is the last on the right of the machine (X side max.) Stop 3 is the left stop of
station B

Stop 4 is the right stop of station A

The positions are measured between the machine origin X and the active face of the
stop.

A vice is associated with each stop. It will systematically be used when a part will be
in reference against this stop.
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5.2.5 Clamping of the part

The “clamping” file defines the retaining of the part.
You choose the maximum cantilever at the end of the part as well as the “ideal”
centre-line distance between the vices.

The software will determine the number of vices used as a function of this centre-line
distance, the length of the part and the stresses related to machining

£ Fiche BRIDAGE LEX

DS\ 77

Dist. mini

Dist. maxi

- Pozition des étaus sur la pigce

Distance mini entre le bout de la pigce et le centre de 'étau
Diztance maxi entre le bout de la pigce et le centre de 'Etau

Entraxe moyen recherché 1000
Cet entrane détermine le nombre d'étaus utiizés pour brider la pigce en
fanction de za langueur. La table ci-deszous détaille le nombre d'étaus
utiliz&s pour une piece sur la bukée N1,

qQuUEUr ade ia aX
800-335 1 1
336-1293 1 2
1300-2233 2 3
2300-3239 3 4
3300-4254 4 4
4255-4299 4 5

Z @ .t’-‘«nnulerl [J DKS

L. Naert 11/13/16 Page 26



5.2.6 PLC

The window “ELCO PLC” allows you to access the internal parameters of the PLC.

& Automate ELCO

M* de werzion du prograrmrme autamate |
T
i Humero impulzi encoder # ARO00. 00 -
1 [luota per giro encoder = 19516
2 [uota magsima asse X 4070.00
3 [uota minima azze X 0.oo
4 Tolleranza di visualizzazione asse 0.m
4] Welocita massima asse 1283.45
B Welocita di icerca del FC di taratura X R0.00
v Welocita taratura 300
3 Tempo di accelerazione asze = 12.00
9 Tempo di decelerazione azze = 12.00
10 0.50
11 0.00
12 Tempo di decelerazione forzata asse ¥ 1.00
13 0.00
14 Frequenza mazsima asze # 370000.00
15 [uota di taratura asse = -0.10
16 Welooita rapido per GOO azse X 1300.00
17 Murmnero impulsi encoder ' 2000.00
10 Ol 3 e cifee e, 10000
lnﬂb Sauvegarder J |' ; ¥estaure] @ Enreqishe | » Ferme l.

Its use is reserved to the manufacturer.
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5.3 Tools-Parameters

"1

2

The button allows you to access the list of tools.
This appears in the table above.

£ Table OUTIL

] Mouveau
1 1 Fraize de 10 10,00 0.00 12000 T :
2 2 Fraisede 8 8,00 000 BgE4 [ @ Copier
3 3 Faret de 10 10,00 0,00 13404 [ -
4 4 Foetd? 3,70 o R 5 (A X Suppimer |
5 5 IFoebeags 450 o000 13300 = I——
B g Fluoperzage de & 4,20 0,00 fegsm| [ -
7 7 [Fluopergage de 6 5,00 000 toe00 [ ) Changer
Fluataraudage M5 000 Iv (=" Ehimei
Foret 8.5 8,50 0,00 097 T
1a 10 Fraize a 90° 20,00 0,00 7eED [

[New] allows you to create a new tool. It opens a blank entry file. [Modify] opens the
file of the tool selected. A double-click on the line has the same effect.

[Copy] allows you to create a new tool from the tool selected. [Delete] deletes the
line selected.

[Export] exports the table displayed to an Excel file

[Change] sets the chronometer to zero after a change of tool (optional function]
[Close] closes the window

The reference No. is a unique identifier.
This number is used to assign a tool to each machining operation. When the order of
machining is not imposed, the operations are sorted by increasing reference No.

The position is the number of the box (physical position) of the tool in the magazine.
Several tools can be assigned to the same position, on condition that a single one is
validated.

Diameter 1 is the useful diameter of the tool. Diameter 2 is used in case of a stepped
tool.

The total length is measured between the point of the tool and the reference face of
the tool holder taper.
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“Geometry” tab

2 Fiche OUTIL {Copie)

N* référence Mom de loutil Fraise étagée 3410 | [ Irvalide

M* magasin
(o] (oxa] T 28 EEECE
Diamétre coupe 1

Hauteur coupe 1
Hauteur cone 1

Diamétre coupe 2 10,00
Hauteur coupe 2 20,00
Hautewr cone 2

Diamétre queus Lang.
Longueaur quele fﬂtﬂ’E
Hauteur cone que

Rallonge Man -

Longueur rallonge

FRenvoidangle  [Mon -

Longueur tatale 100,00
Longuewr sorhe

La lorigueur de sortie est
indicative

Elle dépend dela hauteur réelle
de l'&crou, qui peut warier d'un
ot & Fautre,

xx 2artizon [ .-’-'mnulerJ LJ DKl‘

The tool is modelled by 2 cutting zones and a shank. Each zone is composed of a
conical part and a cylindrical part. The cylindrical part is defined by a diameter and a
length and a tapered part by a height.

A single mill-bit will be defined by a diameter and a cutting height, a shank diameter
and a total length.

A stepped drill-bit will have two diameters and two cutting heights, two taper heights,
one shank diameter and a total length.

If the tool is mounted in an extension, you can declare it. This is optional, this is only
used for the graphical representation.
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“Speed” tab

Nréférence [ 6 Nomdeloutil [fraise 812 | [ invalide
N'magasn | 6 Twpedouil |Fraise cylindrique

[tomde | Vieses [ dame ] | qusvz || oz 9
\it. avance fmm/min)
Vit. plongée (mm/min)[  500]
Sens rotation
Vit ratation fr/mir)

Taraudage

Ralentissement (ms)

Amét (ms)
Redémamage (ms)

Pas du taraud

Fluo-pergage

Tempo chauffe en ms

XX 2610312013
16:13

The feed and plunge speed in mm/min are used by the assistants during the creation
of the machining operations.

The direction of rotation is clockwise. Exceptionally, you can mount a tool whose
direction of rotation is reversed (trigonometric direction).

The rotation speed is chosen amongst the pre-programmed speeds in the speed
controller.

For a tap, you can adjust the time outs used in the tapping cycle:

The tool approaches the top of the hole, spindle stopped.

The spindle is started at the programmed speed (clockwise)

It plunges to a programmed depth. The spindle is stopped N ms before reaching this
depth.

The cycle is stopped for J ms (J=400 by default) the spindle is started in the opposite
direction. After K ms, the spindle returns up to the release dimension and then is
stopped.

Values of N=350ms, J=400ms and K=80ms in general give the correct result. These
values can be adjusted as a function of the inertia of the spindle.
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The thread pitch is used to calculate a feed speed appropriate to the rotational
speed.

For a flow-drilling tool, you can adjust the heating time-out (moment where the point
of the tool presses on the partition to drill, without advancing)

“Other” tab

Nrsféence | 6 Nomdelout [fraise 812 | [ invaiide
N* magasin Ij Type dloutil |F|aise cylindrique - |

| Géométie | Viesses | Aute.. | otz || apxvz B

Lubrfication Puto.

® Circuit standard
() Circuit optionnel 1
O Circuit optionnel 2

Temps d'utilisation

=
[=]
=]

Durée de vie (h)

Cale étalon Y

Cale étalon Z

Test jauge

Q
[
g = |3

A Prictcent| | ) Suvent| | @ tser] [/ OK|

The lubrication can be started systematically during the whole machining cycle or
only upon request from the operator.

Several lubrication circuits are installed on certain machines. One circuit is
associated with each tool.

The calibrated shim is used to test a gauge. The [Gauge test] button positions the
tool on the shim. If the gauge is correct, the point must be exactly at the dimension
programmed.

The [load tool] button allows a tool to be taken from the magazine and loaded into
the spindle
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5.4 Profile-Parameters

A profile corresponds to an extruded (aluminium, PVC) or profiled (wood) cross-
section. The list of profiles covers all the profiles declared by the user.
A profile-file details all of the parameters related to the profile.

4 Fiche PROFIL (Modif)

Mam ? Libellé |Traverse coulizant | [ Irwalide
cam ———er e R
i Loz ||z |1 B =) ) [ 18] 8 18 (8] 9

v z
r Etaus et contrefomes
Butée

T v Z

Postes équipés Enve!oppe Y

[ Profil mainterw par un montage
d'uzinage fixé sur plusieurs &taus

r Ongines oprérations

vi_om oz
vy _om z[ wsmEnveloppe

3 10000 z3| 4350
= Origine étau = origine profil
DX Pos ¥ (contre-forme = 0)

DimZ PosZ Etau double

i '?;:2;2“'2 [{ Précédent] iSuivant "J |® AnnuletJ |J D!{]

The name of the profile is its identifier. Associated with a length, it defines a part.
The title is free text used to describe the profile.

The range is used to classify the profiles by family, e.g. “Opening strike”, “dormant
strike”, “sliding”, etc.

The tick “invalid” allows a profile to be inhibited. The parts whose profile is invalid will
not be machined on the machine. This allows the passage of a profile undergoing
parameter setting to be forbidden, for example.

The envelope is the overall dimension of the profile expressed in millimetres. The
envelope Y corresponds to the overall width of the profile, the envelope Z to the
overall height.

The stop X is the distance which allows a profile to be separated from the stop

The counter-form allows the origin of the profile to be offset with respect to the origin
of the vices (e.g. See below, the parametrizing of a profile pair on double vices).

L. Naert 11/13/16 Page 32



4 Fiche PROFIL (Modif)

Mom g Libelle |Traverse sup AW | Bl
e (e ](oxe]) S EEEEEEELE

-

r Etaus et contreformes

Butée ¥
i & Enveloppe Y
e £ Bride =
Postes équipés mors mob”.e

[ Profil maintenu par un montage:
dusinage fixé sur plusieurs &taus

r Ongines oprérations

CIEEC I
vi_om  z[ @0
i wm 7 2o

r Brde
ot [ 5009 Pos
o [ 59740 sy
Din2 [ TE00] Pos

] Etau double

gz (4 ettt vt ] (@ oo [ 0K]

The option “Machining fixture” must be ticked when you place the part in a fixture,
itself fixed on the vices. In this case, the vices are positioned by hand by the
operator, they are not moved by the shuttle.

The fixture must be designed to avoid collisions during the machining.

The approaches and the clearings are managed by the post-processor. It clears the
tool outside of this rectangle defined by the clamp to pass from one operation to
another.

The origins of the operations are positioned by the programmer on the characteristic
points of the profile. They will be used to position the machining operations. It is
helpful to place them on the departure point(s) of dimensioning.

The clamp in general represents movable jaws. If you use a machining fixture, the
clamp is the rectangle in which the fixture is inscribed (see machining fixture option
above).

The cross section of the profile is displayed if a file in DXF format bearing the name
of the profile is found in the directory of drawings, defined in the maintenance menu
(see §3.3.1). The three buttons below act on the DXF.

Rotation by 90°
Symmetry of the drawing

Compression of the drawing (reducing the size of the drawing to accelerate its
display)
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5.4.1 Archiving of profiles
The function “profile archiving” backs up and then deletes from the working
database, the profiles selected and their machining.

5.4.2 Restoration of profiles

The function “profile restoration” allows previously archived parameters to be
restored.
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5.5 Machining-Parameters
5.5.1 Basic machining

The machining parameters describe machining cycles by operation and by profile.

£ Table USINAGE

4H
4H

3
\i .

Usinag or o g . vaild | Nouveau
BADF3 RO8E2E Barillet & droite: 2 900 1 B
BAGF2 RO74C Barillst & gauche 2 0,0 1 T & Modfier
BAGF2 RS740 Barillet & gauche 2 0.0 1 I :@ B
BAGFS R9744 Barillet & gauche 2 -90,0 1 - -
BAGF3 RS74B Barillet & gauche 2 50,0 1 B x Supprirner
BAGF3 ROB624 Barillet & gauche 2 -90.0 2 r (2 Export
BAGF3 ROBEZB Barillet & gauche 2 -50.0 1 B \
BAILOF R974E Baillonette 2 0o 2 I | [ Fermer
BAILOF1 R975 Baillonette 2 0.0 3 B
BAILOF R9754 Baillonette 2 0.0 3 r
BAILOF1 RO 8626 baillonette 2 0.0 2 B
BEF2 R974C Bequille 2 90,0 1 r
BEF2 R974D Bequills 2 50.0 1 B
BEF3 R9744 Bequille 2 90,0 1 r
BEF3 R974E Bequillz 2 900 1 B
BEF3 ROBE24 Bequille 2 90,0 2 I
BEF3 RO8E2E Bequill 2 400 1 B
CHAF R9E4E Charriere 2 0.0 i r
CHAF R9E40 Charriers 2 0o 1] B
CHEF R9E4E Charriere 2 0.0 i] r
COROF3 R932 Usinage du coffre roulette 2 -50,0 2 B
COROUF ROEE24 Coffre roulette 2 0.0 1 I
COSEF Ra744 Coffre sermure 2 0.0 1] B
COSER R974C Coffre serure 2 0.0 i] -
COSEF R975 Coffre sermure 2 0.0 3 B
COSEF 9754 Coffre serure 2 0.0 3 r
COSEF1 RO 8624 Caffre semure 2 0o 1 B
DixF a0+80 3 0.0 1] r b4

* Machining: name of machining operation.

* Profile: name of the profile associated with the machining.

« Description: title of the machining.

* Head/Tool: number of the tool which will be used for performing the
machining.

* Angle: Inclination of the head or the table (+90° = front face, 0° = top,

* -90°=Rear face)

» Priority: Machining priority number, used to define the order of execution of
operations of each part

» Invalidation: if this option is ticked, the machining will be ignored.

The list of machining operations covers all the machining operations declared by the
user. The window above allows you to create, modify, copy or delete a machining
operation of the existing list. To modify the parameters of a machining operation, you
simply double-click on the machining desired, or select the line in the table then click
to modify it.
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General parameters:

* Machining: name of machining operation.

» Description: title of the machining.

* Invalidation: if this option is ticked, the machining will be ignored.
* Profile: name of the profile associated with the machining.

* Origin: the “zero point” of the operation is defined from a offset on Y and Z
from one of 3 operation origins of the profile. In general, you place this origin

at the centre of the operation, on the machined wall of the profile.
* Head/Tool: number of the tool which will be used for performing the
machining.

* Inclination/Angle: Inclination of the head or the table (+90° = front face, 0° =

top, -90°= rear face)

* Approach: position of the approach of the point of the tool, from the origin.
The reference frame is oriented by the spindle. The Z axis is parallel to the
tool. You can enter the dimensions (e.g. Z=5), or formulae which call upon

variables (Y=16-R, R being the radius of the tool).

» Priority: Machining priority number, used to define the order of execution of
operations of each part. The operations are sorted by pass No.(=position of

the vices), Priority No., Tool No., Position X, Inclination, Operation No.
Assistant tab:

The assistants facilitate the programming of the current operations: drilling

operations, circular milling operations, rectangular milling operations, text engraving,

etc.

£ Fiche USINAGE (Modif)

Usinage Description  [Dblomb 32 8 ]

[] Invalide

Outl Fiaise de 8 Origne {iepbreprofl] v [ 7250) 2 [ 2.0
Incl & pproche % [0 |v[s0r |2 [5 ]
Prnité [ 0] Préparation [ ]

Typedusinege  [Fectangle |

Longuewr (L)

Hauteur [H] 32
Fiayon (R]

Profondeur P1 5
Profondeur P2

Profondeur P3

Profondeur P4

Profondeur PS

Travail op.=1, av.=2 1

Dégagemeant

Inclinaizon (1] w

B s it : | Généesconvrsatonnel
O o

”

Profi Oigne [T w] ¥ [ 7250 2 [ 200 | [cosvz ] [pessusv] [ Eacerz ] 30302 | EEEEER

xx S ' 4 Préosdenl] | » Su‘vant| |® Annler

=
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To use an assistant,
» Enter the general parameters (profile, origin, tool no., inclination),
* Choose the type of machining (circle, rectangle, etc.)
* Enter the dimensional parameters (diameter, depths, etc.)
* Click on the button [generate the dialogue]

The approach position and the detail of the trajectory (“dialogue” tab) are then
calculated.

Dialogue tab:

The trajectory of the point of the tool when the machining is described step-by-step in
the “movement” table

8 Fiche USINAGE (Modif) (=03
Usinage Description  [Oblomb 32 %8 | [ Invalide
Profi Oigne [T w] ¥ [ 7250 2 [ 200 | [cosvz ] [pessusv] [ Eacerz ] 30302 | EEEEER
Ol Fraise de § Origne [iepbre profl] 7250] 2 2,00 " o
Inch & Approche % [0 |v[0R |z [5 ]

Priorité l__ﬁl Préparation | |
i ml Conversaliornel | Etaux |

epl. sur¥, ¥ et | | |5 ;

Depl. sur¥, Y et Z 16+R % 1500 E

‘Watisble utile: R: Rayon outil ' + |

(4 Prosden] (B uivent] @ _ s (&___0K).

The trajectory is composed of a succession of linear (G1 in ISO), circular (G2 or G3
in ISO) movements and time-outs (G4 in 1ISO).

The coordinates of the arrival points X, Y and Z are given as absolute with respect to
the operation origin. The unit is the millimetre.

The radius R of the arcs of the circles and dimension in millimetres. The speeds F
are given in millimetres per minute. The time-outs H are given in seconds.

If a value is not entered on a line, the previous value is used.

The coordinates (origin, approach and trajectory) can be expressed as a
mathematical formula using the variables R or D (radius or diameter of the tool).
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Vices tab:

£ Fiche USINAGE (Modif)

Usinage Description  [Dblomb 32 x 8 | [] Invalide
Profi  [R364A ] oigne [ v v [ 72502 [ 200 | [rpen | [pessusxv] | Eacerz | | 202 | EEEEER
Ol Fraise de 8 pre prof N : -
Inch & Approche % [0 |v[0R |z [5 ] -

Distance mini & gauche (4] 0.000 et & droite [4+)

["] Biidage obligatoie & proximité de l'opération [au moins 1 étau dans cette zone)

Distance maxi & gauche [+ 0.000 et & droite [4+)

¥»

4 Pféoédeﬁ.u]}_) _s;vam] ® Ao [ ok].

Risk of collision: this option must be ticked if there is a risk of collision between the

spindle and the vices. In this case,

you must specify the zone forbidden to the vices.

Min. distance on the left (X-) and on the right (X+): forbidden zone on either side of
the origin X of the machining. It is situated between the vices (in light red on the
drawing). It is measured between the origin of the machining and the edge of the

vice. It is a function of the footprint

and of the depth of the machining, the inclination

of the table and the length of the tool, etc.

N.B. Take the footprint of the spindle into account when the table is inclined.

The drawing allow the absence of collision to be checked.

Classic examples:

* Horizontal table (inclination = 0°) and blind machining => no risk of collision
* Horizontal table and through machining => risk of collision. Min dist = dist
between the origin and the edge of the machining

* Inclined table => risk of collision. Min dist = dist between the origin and the
edge of the machining + % the width of the spindle + margin of security.

Clamping compulsory near machining: allows the placing of the vice to be forced
around a configurable operation zone (compulsory zone shown in green).

Max. distance on the left (X-) and on the right (X+): compulsory zone on either side
of the origin X of the machining. It appears in green in the drawing. This zone must
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be larger than the forbidden zone, at least 200mm on either side. In fact, the more
the forbidden zone is reduced, the less the software has the possibilities to place the
vices.

Drawing legend:

The envelope of the profile is in grey if the DXF format drawing does not exist.

The origin of the operation is shown by 3 arrows. The violet arrow represents the X
axis, the blue, the Y axis and the red, the Z axis.

The tool is shown in yellow. The spindle is shown in blue

The tool trajectories are shown in green. The vices are shown in light red.

If you click on a line of the table of movements, the tool goes to the corresponding
position and the trajectory followed appears in light green.

Manipulation of the drawing See chapter 4.4.6
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5.5.2 Machining groups

A group allows several machining operations to be associated . The call of the group
in the batch file triggers the execution of all of the associated operations.

wf Liste des groupes d'usinages : E|[E|

Groupe o, Profil o, Description In'u'al_i_g:_latiun MNouveau

[ louvesu |
GAIPDINTSC Gache semure PDint SC
PAUOUVEXTSC 151100 Paumelle ouvrant ext Schucco .
SER3IPDEXTSC 151100 Semure PD ouv-ext Schucco |
ASSDTRABLTT MI11TH Assemblage traverse Droite 5411 . =
BAT5421 5421TH Batteuse sur 5421 O

Fermer

To access a group, you simply double-click on the line of the table or select the line
by a single click and press the modify button.
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& Fiche GROUPE (Modif)

Mom 045" Libell [Montage 45° | [ Inwalide

e Z | Coté¥Z | |Dessusier| | Eacexz || apvz | EEEICE

FRE.54F1
FRE.5BF1

LU45710CF1

LU457100DF1 0.00
LUMUB.5F1 42.00
LUHUS.5BF 42.00
LUHUS.5BF1 -42.00
LUKLIS. 52F1 -42.00

-

] Ordre imposé @ @ @

e 1?;':]1?20" | ‘ Préﬁ:édent] | ’ Suivant] |® Annuler] |J DK.I_

Group name: name of the machining group. Wording: clear description of the
machining group. Profile: profile associated with the machining group.
Imposed order: forces the machining order (e.g. Roughing then finishing).

For each group operation, you specify the position on X of the operation relative to
the position on X of the group declared in the batch file.

E.g.

You declare a group SERD3 composed of the operations SQUAREO1 to 0, HOLEO1
to

-21.5and +21.5

If the group SERD3 is requested at 500 mm, the operations are found at the
following positions:

SQUAREO1 => 0 + 500 = 500

HOLEO1 =>-21.5 + 500 = 478.5

HOLEO1 => +21.5 + 500 = 521.5

Etc.
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5.6 Configured-Parts

On a configured part, you are going to define the machining operations to perform as
a function of the length and several parameters.
These parts are classified in a hierarchical table, by range, profile and part name.

4% Liste des piéces paramétrées

i

ArDre nyalide [} Nouveau
== HOR HOR O =
[ 1004100 HOR 100100 dl e
[ 15 Blaa HOR Bk B, Clature O |% Eopi.er.
1+ |1 B8R HOR Bl<8B Clature O
=1 R10092 HOR R10092 Battue Ll £ Supprimer
: R10094 Gache manuellz pu:uu:s::5| -] =
- [ E xport
|51 BBD HOR F10094, E&0 Gache manuelle pous: O —
=1 BB1 HOR R10092, G&1 Gache manuelle polss O I:E Frafils
I BR2 HOR R10054 RR2 Gache manuelle pols: O ——
3 653 HOR F1009, 653 Gache electigue pous Fl & Fe'“‘e"]
I BR4 HOR R1005a FRd4 Gache electique paus O
|51 BER HOR R10052 R Gache electique paus O
I BER HOR R10052 ERE Gache electique paus O
I3 sl HOR F10094, WAL Walizette: O
=+ 5 R1009E HOR F10098 Battue O -

To access a model, you simply double-click on the line of the table or select the line
by a single click and press the modify button.

£ Fiche d'une piéce paramétrée (Modif)

Mom de |a pigce |'IDD | Description |M0ntant pivat | [ Irwvalide
Prafil |F|SE4D v| Butée possible Langueur mini 200,00 Longueur maxi 3000,00{ [] Cotation

depuiz la
| EE butée

Parameties | Usinages

Usinages

MOTRHAIZT 1 LG
MOTRIN P2:0 P2+80
MOCH F1=365 LG-PE
MOCH P1=365 F7

Variables disponibles

LG = Longuewr de la piece P1 = Sous programme PE = Hautewr charmiére haute |+ Ajouter OF

ME = Mombre d'opération P2 = Entre axe P77 = Hauteur chamigre bagzse -

P05 = Position opération P3= Pa= 3 Supprimer OF

E = Entraxe opération P4 = F3= = 3
BU = N° de Butée P5 = FI0 = S Tester|

XX 011;:'1‘::;2011 @ Annuler I_J DKJ R
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The user gives a name to the part, a description, a profile to use, the range of
acceptable length (min. And max.), the possible stop(s).

In the parameter tab, you list the parameters which the user must enter. Each
parameter is defined by a name and a range of acceptable values (min./max.).
The number of parameters is limited to 10 per part.

In the machining tab, you list the machining operations.

Each machining operation is defined by its name, the number of the operation to
perform, the position of the first operation and the centre-line distance between the
following operations.

The number of different machining operations is not limited.

The position, the number and the centre-line distances can call for calculation
formulae. E.g.

Number: NB = 2+(LG>1000)+(LG>2000) = 2 if LG<1000, 3 if 1000<LG<2000, 4 if
LG>2000

Position: POS = LG/2+50 = the half-length of the part + 50mm

Centre-line distance: (LG-2*POS)/(NB-1) = the centre-line distance between NB
operation regularly distributed between POS and LG-POS.

The [Test] button allows these formulae to be tested on different part lengths or with
different parameter values.

5.7 Export/lmport of parameters

The export allows you to save the configuration of the software (machine
parameters, profiles, operations, etc.) in a single file.

This file is called: NameMachine_Date_Time.ZIP

The directory in which it is written is chosen by the user.

The import allows you to restore the parameters from a back-up file chosen by the
user.

A It is important to regularly perform back-ups (exports) and to keep the
files in a safe place.

5.8 Tools

5.8.1 Purge of old batches and programs

The purge allows you to free up space on the disc by deleting old batches (*.LOT)
and programs (*.PRG, *.DES).

Configuration of the “purge” function

The files purged are those which have mire than N days, N being set by a machine
parameter No.800

The dossiers purged are chosen using the machine parameter No. 802

By set to 1, the machine parameter No.801, the purge is automatically launched at
each start-up of the software.
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5.8.2 Database repair

Re-indexing can be necessary following the loss or alteration of index files due to a
malfunctioning of the PC or a power cut, for example. The recordings non damaged
will be re-indexed, the others will be deleted.

Using the following window, you simply choose the file to re-index in the drop-down
list, then click “Re-index”:

Réindexation des bases de données.

Fichier USINAGES | | Béndexation | |  Feme
Lors de |a réindexation, les enregistrements endommagés sont supprimés et le fichier est
compacté.

If a recent backup of parameters (parameter export) was performed before the
problem, it is not necessary to re-index the files. A simple import of parameters is
preferable.

5.8.3 Technical assistance contact

This tool facilitates the sending of a request by e-mail to the technical assistance
( support@naert.com ). It requires internet access from the machine station.

5.8.4 Exploring the software directory

Allow you direct access to the software installation directory.

5.8.5 Importing of LGF parameters

This function must be used during the initial installation. It enters the machine
parameters and tools from the files QUOTE and UTENSILI supplied by the
manufacturer.

5.8.6 Recovery of parameters from an old version

This function is used when an update of an old Phoenix software version is
performed
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5.9 Software settings

5.9.1 Password

The Maintenance Mode provides access to all the functions of the Maintenance
menu. It is possible to restrict access to this menu using a password.

Accés au mode MAINTENANCE | |

[ Abandon ][ Qe ]

If a password is entered, only the Production menu will then be accessible at the
next start-up of the software.

To re-establish access to the Maintenance menu, the option Maintenance Mode
must be ticked in the Software Information window and a password declared.

5.9.2 Setting of directories
The setting of Directories is the first step to perform after installation of the software.
This setting allows you to define the different working directories of the software.

Remote directory of batch files: reading path of files coming from the GP. The files
present in this directory will be proposed during the importing of batches.

Local directory of batch files: reading path of files already imported. The files present
in this directory will be proposed during the conversion of the batches into programs.
Program directory: directory for storing generated programs. If the MMI supplied by
the LGF site is used, the program directory must be C:\LGF.

Drawings directory: storage directory for profile drawings (*.DXF) and machine
parameters (*.BMP).

5.9.3 Configuration of the communication

The software communicates with the ELCO robot by an RS232 link. This function
allows you to chose the port used by the PC.

5.9.4 Update installation

This function automates the installation of updates.
It performs a back-up of the current version in the dossier \ARCHIVE.
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6 Software Information Window

A propos ... E'
& Laurert NAERT 2.00B Motes
21/10/04 +1.00: Création sur la base "FRABOULET -
# Tel 01 45 88 83 06 R014" 1 .02C; Contréle de I'gcriture des programmes;
[ J Fax 01 45 81 56 39 Les groupes apparaissent en rouge lors de '5jout d'une

OF en mode édition d'un lot
04/11/04 v1.01: Amélioration de |a fonction de
postionnement des étawe; visualisation de la pigce si
Version de Windows: ¥P Service Pack 2.Pro &chec du posttionnement des &taln.
051104 v1.018: Suppression de tous les programmes
qui fort reférence a lidentifiart
. o 18/11/04 v1.02: Représentation 30 OpenGL
S ELEITELE TateE 23/11/04 v1.03: Contréle des saisies; Pas de
Isponibie positionnement des étawx si pas de rsgue de collision.
Ajout de la notion de diamétre &t longueur de queus
| | dans les outils.
(59/01/05 v1.04: Représentation fil de fer ou OpenGL

2 e | | (cm3); Modff fichier inteface AtelierProtégé (mimair OF;
| Pemmetrags logicie modif 1D pigces); Dessin de l'enveloppe qd le fichier
[ Fenétre débugage DXF n'existe pas: -

This window is accessible by clicking on the symbol ? In the menu bar then
Information

It gives the history of modifications made to the software and allows you to access

the maintenance (configuration of machine, profile, machining parameters, etc.) and
configuration (adjustment of acceptable ranges for the machine parameters) modes.
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7 Appendices

7.1 Format of batch file no.1 (*.TXT) — Call for a part configured on the
machine

The different models of the parts to produce are defined in the machine. The

machining operations to perform are chosen and positioned from several parameters

supplied by the software which prepares the file.

ASCII File Name: name of batch Extension: .TXT
The saved files are separated by a change of line (characters CR+LF) The fields are
separated by a semi-colon

Each saved file describes a part
Profile; Stop; Length; Identifier; Comment; Model; Param_1; Param_2; ...; Param_10

* Profile: Name of the profile of the part. 4 to 20 alphanumeric characters
(capital letters or numbers).

» Stop: side of the part (left or right) at stop on the machine reference. A letter,
L orR.

* Overall length of the part in millimetres. The decimal places are taken into
account (e.g. 1234.5).

* |dentifier: unique identifier of the part. The identifier is used to name the
programs generated. This identifier can be used to load the program from the
bar codes. 5 to 16 alphanumeric characters (capital letters or numbers)1

« Comment: description of the part, operator instructions, etc. (200 characters
max.)

* Model: Name of part model. This name corresponds to a program saved in
the machine. 4 to 20 alphanumeric characters (capital letters or numbers).

* Param_1 to Param_10: 10 numerical parameters to pass to the program
saved in the machine.
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7.2 Format of batch file No.2 (*.LOT) — Provision of a list of operations to
perform

The operations to perform are selected and positioned by the software which
prepares the file. The tools and trajectories associated with each operation are
defined and stored in the machine.

ASCII file

Name: name of batch (8 characters) Extension: .LOT

The saved files are separated by a change of line (characters CR+LF) The fields are
separated by a semi-colon

Types of saving:

New part
DP; Profile; Stop; Length;ldentifier; Comment

* Profile: Name of the profile of the part. 1 to 12 alphanumeric characters
(capital letters or numbers).

» Stop: side of the part (left or right) at stop on the machine. A letter, L or R.

* Overall length of the part in millimetres. The decimal places are taken into
account (e.g. 1234.5).

* |dentifier: unique identifier of the part. The identifier is used to name the
programs generated. 5 to 16 alphanumeric characters (capital letters or
numbers)2

« Comment: description of the part (optional field, 200 characters max.)

Machining
OP; Machining; Position_in_the_ part
* Machining: name of machining operation. The machining parameters (tool(s)
used, approach dimensions, position(s) of origin, machining cycle(s) are
defined in the post-processor for each machining operation in each profile.
The same name can correspond to 2 different cycles in 2 different profiles. On
the other hand, symmetric machining operations (locks on left and right
uprights for example), must be named differently. 1 to 12 alphanumeric
characters (capital letters or numbers).
» Position: distance in millimetres between the left end of the part and the
machining reference. The decimal places are taken into account (e.g. 1234.5).

N.B. On this machine, 3 faces are accessible to the tool. If the machining operations

must be done on the 4th face of a profile, you must consider that it is a new part in a
different profile.
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7.3 Installation of the Ithea key

The Ithea key is a device allowing you to protect the software against copies. Without
the key, the software cannot transfer the program to the machine.

DU e |l 'indicateur “Test" n'apparait pas dans el - JE X

Broduction  Mantenance le bandeau.

T PR o
QD VPYIGTEYS

| um‘ Chargeur \Jmirmaer|

L'icone Ithéa apparait
dans la barre des taches

‘s demarrer € /7 | /2 daet:informatiquei,.. | @ ASTER_B £ Plotage CLJ ASTER 0....

lllustration 3: The driver and the key are correctly installed

2 Pilotage CU ASTER 0.424 (test)
Production  Maintenance  Quitte 7

TB.ST J 1
O VHITEHY

J Machine Chargeu

Indicateur du mode "Test"

Instiuctions | Fiche de fabrication |

Message d'erreur au lancement

Erreur au chargement de la DLL ithea.dil'
0_ Detail de 'ermeur systéme : Le module spécifié estintrouvable.
Erreur de chargement de ithea.dll

lllustration 4: The driver or the key are not correctly installed

It connects to a USB port of the PC and requires the installation of a driver.
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7.3.1 Installation procedure:

1) Execute the program SETUP.EXE This program can be found on the CD
supplied with the software or downloaded from the Internet.

; informatigue industrielie pour la menuiserie - Windows Internet Explorer

st .com "._ B4 x "' R

S Fovors | 53 @) . 2 )
Fis B) - 0 om o Pege~ Séauitée Outisv @ 7

de setup.exe de naert.com terminé(s)

¢

Recherche dinformations sur be Fichisr :

! Welcome to the ithea Setup
Hame Laj : ol = i Wizard

This vll instal Ithea Veszion 1.1.1.6 on your compubel
It recoemensnded that you chese all other applcation:
it

Voulez-vous exéculer ou entegistier ce ichier 7

D Nem: setup.exe
Type: Appication, 1,60 Mo

De: naert.com

II Exécuter “ Eruegisirer
e —

Click Mest 1o conlinue, of Cancel 1o exdt Setup.

19-Feb-2009 11:1

19=Feb=-200% 11:1

19-Feb-2009 11:1

T L L
o1

= = - - R
i g

= ]
0

-l =] i e
] ™ ==

NN E NN

&

L]
19-Feb-2009 11:16 958K

6

&

&

icheases. 811 19-Feb-2009 11:1 67K B Internet Explorer - Aver ent de sécuriteé
G g
7 —Apr-2010 13:0%1 1
0S-Apz-2010 13:01 1.4 S Voulez-vous exécuter ce Ingiciel
Mo = Actikey(R) Tthea USB Driver =
2 - G=D
Edtour : ACTIKEY - —erm——

nérute e pas exéauter
et

Eien que les fichi depuis peaissert éire uties, ce type
da Ficher pré danger potertiel. les bagiciels des
dcdkeurs approwvés par vous. Oueds sonk los risgues 7

Y4 demarrer & 7 [ /bt ohormatioue . /7

lllustration 5: Downloadin

e

nd exeution of the Setup.exe program

2) Connect the key to the USB port of the PC.

\ Port USB

[ Clé Ithéa

lllustration 6: Connection of the
key on the USB port of the PC
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7.3.2 Uninstallation procedure:
1) Close the program if it has been started

Fermer le service Ithea (clic droit sur
l'icone Ithea, sélection de l'option
"Quitter”).

L'icone Ithea doit disparaitre.

lllustration 7: program stop

2) Uninstall the programs

o Ajouter ou supprimer des programmes E]@|E|
@ Programmes actuellement installés © 7] afficher les mises & jour Trier par : .Nom b
w'i:;:mz:s B8 adobe Reader 8.1.2 - Frangais Taile 146,00M0 #
Lt ot d (&) avast! Free Antivirus Taile 118,00Mo
§5) Conexcant D480 MDC V.92 Modem Taile 0,51Mo
njwb;r - & Etats Bt Requites Taile 209,00M0
[l S ) Tthea Yersion 1.1.1.6
Chiguer ici pour obtenir des infarmations sur le support technigue.
@ Pour supprimer ce programme de votre ordinateur, cliquez sur Supprimer, I
Ajouter ou supprimer
des composants || Java(TH) 6 Update 13 ane
Windows "
2 :Désinstaller Ithea: Taile 137,00M0
@, [&21) Ouvrir le panneau de Taile 114,00M0
Configurer & rwconfiguration, Taille 61,96Mo
hspgr“gé;fg" #:2) Choisir I'option "Ajouter ou Telle 10,190
4 vSupprimer des programmes" s o
53) Sélectionner Ithea, cliquer sur le
g Jbouton "supprimer”. Taile 327,00M5
iHreazipzo Taile 5,36Mo
B stronghald 2 Deluxe Taile 980,00Mo
A, videoLAN VLC media plaver 0.8.5F Taile an.1amn ¥

lllustration 8: Uninstalling the program

3) Uninstall the driver

£ Gestionnaire de périphérigues Désinstaller le driver USB:

Fichier Action  Affichage 7 1) Sélectionner I'option “Performance et
& 9 maintenance du pannneau de
DELL Deon configuration”
o ) patteries 2) Sélectionner l'option "Systéme"
j %EZ[E:? gophia.es 3) Dans I‘'onglet “Matériel”, cliquer sur le
|- B8 Cartes réseau bouton “Gestionnaire de périphériques”

HE Broadcoom 570 Gigabit Integr

M Corte résom 1399 4) Un clic droit sur le driver Ithéa fait

B InteliR) PROJWIeless zoosc@pparaitre un menu. Sélectionner
+-ze Claviers

[ r [ x H i
+-{=4 Conkrdleurs ATAJATAPT IDE !opt"on DESInSfaHE'r‘

+ @), Conkrdleurs audio, vidéo et jeu

Mettre & jour le piloteft,
Désactiver

Zoncentrateur LISE racine
Concentrateur USE racine:
Zoncentrateur LSE racine
Concentrateur USE racine
Caontrileur dhite améliore
Contrdleur dhite universe  Propriétés

Contrdleur dhdte universel TREERFT SZ80TBRTERM USE - 29CF
Contrdleur dhdte universel Inkely) 82501BA/BAM USE - 24C7

Rechercher les modifications sur le matériel

|

Désinstalle le pilate pour le périphérique sélectionné,

lllustration 9: Uninstalling the driver
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