The Control Panel Operating Guide

SUP-23S handheld welding head control panel version number is V5.8-804-804,

version number is subject to the physical picture for reference only.

Supported languages: 19 languages.

simplified Chinese English Korean Russian
traditional Chinese Japanese Dervin French
Italian Spanish Portuguese Turkish
Greek Czech Slovak Polish

Thai Vietnamese Romanian
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1. Welding mode
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the front page of the control panel

(D This interface can see the current process parameters (this page can not be
modified process) and real-time alarm information.

@ The default is ON, the red light is LINE by default, and the welding mode is
continuous. When enabling is turned off, an enabling signal will not be sent to the

laser and can be used to test the outlet function. Close the red light indicator, the

motor stops swinging, and the red light is a point to adjust the center position. The

welding mode is divided into continuous and spot welding. When the spot welding is
selected, the spot welding type needs to be set on the setting page.

(3 The safety lock is divided into gray and green. When the metal clip is
clamped on the processing piece and the copper nozzle of the gun contacts the

processing piece, the 5 and 6 feet of the signal interface 1 are connected, and the
safety lock indicator is displayed as green. At this time, the light can be realized
according to the trigger.

At present, the process page provides a self-editable [process library] function for
users to save the parameters. The definition and scope of the process parameters are

introduced below:
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Control panel process page
1. Red frame is the welding process parameters

(D When the process interface contains the process parameters for debugging, you
can click [value box] to modify it. Click [Import] to take effect.

(2 The scan speed range is 2-6000mm / S, and the scan width range is 0 » 6mm. The
scan speed is limited by the scan width, which is: 10 scan speed / (scan width * 2)
1000 Ifthe limit is exceeded, it automatically becomes the limit value. When the scan
width is set to 0, it does not scan (ie, a point light source)

(Common scanning speed: 300mm / S, width of 2.5-4mm).

(3 The peak power should be less than or equal to the laser power ofthe parameter
page (ifthe laser power is 1000W, this value is not higher than 1000).

@ Duty cycle range 0 to 100 (default 100, usually not changed).

® The pulse frequency range is recommended from 5-5000Hz (default 2000, usually
no modification).

® Click the HELP button on the top right to get more relevant parameter
explanations.

(@ After modifying the parameters, the home page parameters become the
corresponding value and imported successfully.

Reference process, can be used in the small program process reference

2. Yellow box is the [process library] parameter

(D When you need to weld a wide weld, click [process library] to switch to [double
wire feeder mode], [scan width] range: 0~8mm.

(2 When calling the process library parameters, click the material such as [stainless
steel] and the thickness such as [1.0], the welding parameters of [ 1.0mm thick
stainless steel] are displayed in the red box, and the corresponding wire feeder



parameters are displayed in the blue box (if the wire feeder communicates through the
signal interface 4, the wire feeder speed will take effect. If not communicated, only as
a reference). Click the [Modify icon] on the right side of the thickness value to modify
the thickness value.

(3 When modifying the process library parameters, directly modify the parameters in
the red box, and the data will cover the parameters of the currently selected process
group, such as [1.0mm thick stainless steel].

(@ When restoring the process library, click [Help] and long press [to restore the
factory parameters of the modified process library to the process library set by the
factory. Long press [save factory parameters], then the current process library will
cover [factory process library]. Please use it carefully.

Laser welding system

(X

1.The scanning speed is 2-~6000mm /s, and the sanning width is 0-~6mm. The scanning speed is
limited by the scanning width, and the limit relationship is:

10 = scanning speed / (scanning width * 2] = 1000, if the limit is exceeded, it will automatically become
the limit value, When the scanning width is set to 0, it will not scan(i.e. point light sourece).

2.The peak power should be less than or equal to the laser power on the parameter page.

3.Duty cycle range: 0~100.

4.The rang of pulse frequency is 5~100000Hz, and 5~5000Hz is recommended,

5.process lbrary

(1)5ave the existing process library parameter combination as’ factory parameters’

{Z)5et the preset "factory parameters” as the current process library parameter combination

Process Help page
3. Green box are spot weld type parameters
When the home page selects [spot welding], the [spot welding type parameter]

appears on the process page. If [continuous] is selected, the process page does not
display [spot welding type parameter].

4. Blue boxes are the parameters ofthe wire feeder

The wire feeding parameter takes effect when the [signal interface 4] (not the signal
interface 2) is connected to the [wire feeder]. Click [wire machine] to enter [complete
wire machine interface].
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matters need attention:

(D Some lasers cannot emit light with less than 10% power. When the peak

power ofthe process page is less than 10% ofthe maximum power ofthe laser on the
set page, all output signals are normal, but they may not emit light.

2 The duty cycle is 100%, usually does not need to change, when the pulse

frequency does not work. If you need to use it, please adjust it according to the actual
requirements. Example: Peak power of 300W, duty cycle of 50%, and pulse frequency
of 1000Hz. At this time, the light cycle is ImS,0.5mS to 300W light, 0.5 mS no light,

the cycle continues, at this time, the air at the welding burst. The actual situation is

based to the laser parameters.



Laser welding system
. setting

Help

Laser power 0 W Scan coavection { Spot welding type m
Open gas debay { Lager center offzet 0 mm

Laser alarm level m
Off gas delay 0 ms  Spotwelding duration |} ms

Chiller alarm level m
::I.anar N { %  Spatweldinginterval | () ms
Laser an Motor drive .
progressive Hms [-] ms temperature threshodd U C R . Syt m_/
Laser off power 0 % M::Ide 0 C
Laser off Collimator
progressive tme 0 i temperature threshald 0 T
me;ilhgm {] ms
LaigRkes =e ey Return

Figure 3.1-3 Control Panel setting page

Click "Settings" on the home page, enter the password 123456 in the password
input page of the pop-up window, and then enter the Settings page.
(D The laser power is the power of the used laser, please fill in correctly.
@ The default air delay default 200ms, range 0 ms to 3000 ms.

3 N1% ofprocess power to 100%; 100%% of process power to N2; (as shown
in the figure below):

Walding power
{Process power]

Initial outpat
M1}
Laner off
power ()
T ; n T - :il'ﬂ
Mt up External stop Laser atop

graph 3.1-4

Generally preset switch light power 20%, switch light step time 200ms;



@ Silk delay compensation is the advance time relative to the light signal, which
can be used with the withdrawal function, not set by default;

® The maximum value of the three temperature alarm valves is 70°C. When the
value is set to 0, the temperature is not detected, and the buzzer alarms when the

measured temperature is greater than the set value;
® Scan correction coefficient = target line width / measured line width, range

from 0.01 to 4. Generally set to 1;

(@ Laser center offset-3~3mm, decrease to the left, increase to the right, applied
to adjust the red axis light center;

Air pressure / water cooler / laser alarm level signal is low level, and when

this alarm signal is used, the alarm level here should be set to the same with the alarm
level of external equipment;

(© The spot welding duration is the light output time in each cycle in the spot

welding mode, and the spot welding interval time is the light output time in each cycle
in the spot welding mode;

Click on the Help button at the top right to get more relevant parameter
explanations.
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Monitoring page

This page displays the status of each signal and the equipment information.

(D Input signal status



Laser trigger signal: when the user externally controls the 7 and 8 feet ofthe
signal interface 1, this state is changed from gray to green.

Safety lock signal: normal short contact, this state changes from gray to green.

Laser / water cooler / air pressure alarm signal: monitor the real-time level status

ofthese interfaces.

Input signal status

Monitoring page-Input signal status bar
2 Output signal status

When the signal is output, the signal in this area changes immediately and can be
directly visualized. The monitoring signal is the circuit signal detected in real time,
which will fluctuate in a certain range and have an error of less than 0.3V with the

final output signal.

Output signal status

PWM signal @ 0 Vv
Laser enable signal @ 0 \Y
Analog voltage @ 0 '
Gas valve enable signal @ 0 V

Wire feedingenablesignal &)

Monitoring page-Output signal status bar



(3 Basic information of the equipment

Equipment authorization: click to encrypt the use time of the equipment. When
the equipment is used for more than the set time, the authorization will be terminated
and the system will stop working. Factory default is long-term effective, if you need
encryption and decryption, please contact us for inquiry.

System version: three sets of numbers, the first group is the hardware version, the

second group is the microcontroller program version, the third group is the touch

screen version.

Basic device information

iﬂ&ﬂﬁfﬁm ermi 1 stion of autlvyrizatio
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number

Manufacturer 0
number

SystemVersion 123 - 123 - 804

Monitoring page-Set up the basic information bar
@ power status
The real-time power supply voltage and current of the device are shown. Due to

the update of the algorithm, the data accuracy continues to indicate that there will be

some differences in different versions of different versions, which is a normal

phenomenon. Mainly through the power supply voltage to help the after-sales power
supply troubleshooting.



Power state

24V supply voltage 0 V

+15V supply voltage 0 V

-15V supply voltage -0.1 V
24V current 0 mA
+15V current 0 mA

Monitoring page-Power status bar

(B) communication status

"Communication status" indicates the communication between the touch screen
and the motherboard. If not synchronized, check the screen cable.

"Anti-shake" is used to deal with poor contact with safe locks, which range from
0 to 300 ms. Click "Device authorization box" to set the parameter range on the
password page as shown in Figure 3.9. The password is "ffffffaa300" where "ffffffaa"
indicates the lock anti-shake parameter and cannot be changed. "300" means 300ms.
The effect is that when the trigger signal is normal and the disconnection time ofthe
safety lock signal is <300ms. Material welding used to deal with poor surface

performance and unstable conductivity (e. g. rust) is usually set to 0.
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Figure 3. 1-10 Monitoring page-auxiliary status bar-ground lock anti-shake password

"Motor driver temperature" and "protective mirror temperature" represent the
measured real-time temperature of the two parts. "Motor driver temperature" affects
the motor swing performance of the environment. If the environment is poor, it will
lead to the abnormal temperature increase, affect the laser scanning speed, and then
lead to the decrease of weld quality. The lens temperature reflects the working state of

the lens to help determine whether the lens is damaged.

Auxiliary settings

Communication status Not synced

To lock up being 0 mS
Motor drive temperature 0 ol
Protective lens 0 °C
temperature

Collimating lens 0 °oC
temperature

Monitoring Page-Auxiliary status bar

® diagnose



Click the diagnostic button to enter the diagnostic interface. Use to measure

whether the signal port has an actual output, usually the output value is consistent
with the detection value. When inconsistent, the load is abnormal, such as when the
laser does not light, through the single port with the laser monitoring software or

multimeter measurement, the real reaction signal is emitted

Laser welding system
@ diagnose
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The diagnostic page

2. Cutting mode
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[Scan width] is set to [0], which refers to the [copper mouth] for replacing
cutting, which can be cut.[safe ground lock] needs to be ensured.
3. Waelding seam cleaning
When using the weld cleaning function, please operate in the weld mode. It is
recommended to replace it with the [AS20D] type copper nozzle. Note that the wire
supply should be stopped, the copper nozzle gap should be located above the weld,

keep the safe ground lock conduction, and then the weld should be cleaned by laser.
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