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These are the soft-keys.

T

graphics above the keys w

ne
Il

change depending on the screen
displayed.

Press for screen or item-specific help.

Press to navigate to Auto Screen

Press to navigate to Manual Screen

Program

Press to navigate to Program Screen

Key switch that selects 1- or 2-man operation.

Press and hold to jog the Folding Beam up. Ifulpper Jaw is not
closed, the Folding beam will not move up.

Press and hold to jog the Folding Beam down.

Press and hold to jog the Upper Jaw up. If theliRglBeam is up
the Upper jaw will not open.

Press and hold to jog the Upper Jaw down. If tbkeliRg Beam is
up, the Upper Jaw will not close.

Press and hold to jog the Rotary Shear away fromeho If the
Folding Beam is up or the Upper jaw is open, théaRoShear will
not jog.

Press and hold to jog the Rotary Shear towards hdfrtee Folding
Beam is up or the Upper Jaw is open, the RotaraSk#l not jog.




Manual Screen

MANUAL 5f2/2011 10:08 AM

Setups Mat Manage B/G Rev B/G Fwd Mat Thick kdat Thin

Setups Press to enter the Setups Screen for Parametets anidg up another set
=5 | | of function keys for Compact Flash, Touch ScreelibGsion, Machine

[T

Calibration, Inputs and Outputs, Backgauge Home,Zecurity.
MatManage] | Press to enter the Material Management Screen.

&

B/G Rev Press and hold to jog the backgauge to the relieahachine.
‘_

—

B/G Fd Press and hold to jog the backgauge to the frotiteofnachine.
L=
MatThick | | Press and hold to increase the material thickn€ls moves the upper ja
":'}" away from the folding beam. (if installed)

Mat Thin Press and hold to decrease the material thickriEss. moves the upper
“_ =7 | | jaw toward the folding beam. (if installed)




Setups Screen

SETUPS 5212011 10:12 AM

Tag Init CF Manage Set Time
h- ®

Miscellaneous *
Language English n
Machine Profile 6 "
Units of Measure Inches{PSI i-'
Use Jobs No ")
Operator Sync Time 2.00s "}
Backgauge _‘ —
Encoder Resolution |l].l]l] cnifin | ' —I
Folding Beam _'_ |
Resolution 0.00 cntfin "
Up Start Slow Degrees 5 deg '
Up Finish Slow Degrees 10 deg "
Down Start Slow Degrees 5 deg '
Down Finish Slow Degrees 10 deg ")
Down Finish Creep Degrees |10 deg "}
Maximum Bend Angle 140 deg ")
Maximum Radius Angle 20 deg "}
Dwell Time 0.50 s ")
Force Slow Speed Angle 15 deg "
Angle to Start Opening Jaw 0 deg g

Calibrate 140 B/G Haome SECURITY
—*
=

o) [ | ] =©

Press to refresh the screen.
Some values may be automatically altered by théraon
Pressing this key forces all items to be refreshed.

Press to navigate to the Compact Flash Card mareagem
screen.

Press to navigate to the Touch Calibration scré@ess the
Red Shift key and then the F4 to invoke the tourben test,
press anywhere on the screen for a press confomati

Press to navigate to the Machine Calibration Screen

Press to navigate to the Input/Output screen. t&lignd
Analog inputs and outputs can be viewed.

Press to reference the Backgauge(s).

This field shows how many parts were made on thehma.

This field shows how many times the upper jaw hadenit
to pressure while running in Auto mode.

This field shows the percentage of the used staspgee for
parts & materials.

SECURITY
=0

Press to navigate to the security screen




Setups Screen cont'd

SETUPS 5f2f2011 10:16 AM

Miscellaneous

Language English =l o
Machine Profile 6 =l o
Units of Measure Inches{PSI =l o
Use Jobs Mo =l o
Operator Sync Time 2.00s "B

Security

Encoder Resolution

Fo

Resolution

Up Start Slow Degrees

Up Finish Slow Degrees

Down Start Slow Degrees

Down Finish Slow Degree:

Down Finish Creep Degrei

Maximum Bend Angle

Maximum Radius Angle 20 deg
Dwell Time 0.50s
Force Slow Speed Angle 15 deg
Angle to Start Opening Jaw

. . . . i Pu LDCK

Ezcape

-

Press to return to the previous page.

CHANGE P

Press to change the password. The highlighted fiél be edited.

LOCK

(&)

Press to lock. The highlighted filed will be locke

Arccept

R

Press to finish.




Setups Descriptions

Note: Some parameters are not available for sonohimeas.

PARAMETER [DEFAULT], VALUE or DESCRIPTION
RANGE
Miscellaneous
Language [“English”] Select from a drop-down ligtxh

Machine Profile

1-6

Refers to the specific model of machine thetrodlier
is installed on.

Units of Measurement

[“Inches/PSI"]

Select from a drop-down list box.

Use Jobs

[NoT

Select from a drop-down list box.

Hydraulic Idle Time

[5], (minutes)

Amount of timeachine can remain idle before
turning the power off to the hydraulics.

Operator Sync Time

[2], 0 — 10 (Seconds)

When &y operation (selectable by switch on
front panel), both operators must activate their
corresponding pedal within this amount of time to
initiate closing the upper jaw.

Maximum System Pressure

[2900], (PSI)

Definesrth@imum system pressure. It is used to

calculate the hydraulics pressure. If not corri,
pressure readings will be incorrect. This is adiac

setting and should not be changed unless spedtiied

the Manufacturer.

BACKGAU

GE

(NOTE: if encoder resolution is set to “0” the folbwing items will not be displayed)

Encoder Resolution

[0.00], (cnt/in.)

Resolution tioe encoder of the backgauge. Shou
not be changed unless specified by Manufacturer.

Closed-Loop NO Set to yes if using a Closed Loow&e control the
backgauge.
Tolerance [.02], (Inches) Maximum allowable digta error when setting up

the backgauge. If it is not within this distantwvil
backup and retry, it will retry a maximum of 10e8i

Stopping Distance

[0.00], (Inches)

Distance thekauage coasts after it is requested t
stop. This value is automatically adjusted by the
controller as operating conditions change. Thisera
should initially be set to “0”".

Max Auto Stopping Distance
Ad;.

[1.00], (Inches)

Maximum distance the backgaugslisved to self
correct for each attempt to reach a position. t&42”
if you want to disable the backgauge Auto-Corretcti

Id

(@]

Slow Distance

[0.50], (Inches)

Distance the backegauill move in slow speed
before the target position is reached. Largereslu
will cause the backgauge to move in slow speed fg
longer distance. Too small of a value may cause t
backgauge to overshoot the target position, catsin
to retry.

-

Finger Distance

[18.62], (Inches)

Distance betwéerbackgauge stop and the front
fingers. (typically around 18”). Must be set @mtly
or part dimensions will be incorrect.




Minimum Dimension

[0.50], (Inches)

Minimum part dimsion allowed by the backgauge,

CAUTION: this value depends on the type of finge
installed. If incorrect, it can cause the fingerbe
smashed by the upper jaw causing damage.

rs

Forced Finger Switch Point

[0.00], (Inches)

Deteresi where the backgauge fingers will be
forced to be turned on. If this is set to “0”, the
controller will automatically calculate switch pbin
using the target position and Finger Distance
parameters. Otherwise, the entered value will
determine this.

Minimum Approach Distance

[0.50], (Inches)

If dista to the next target position is less then th
distance away, the backgauge will move away fron
the target, then approach it. If it is greatee, th
backgauge will move directly towards the target.

Force BG Rear Approach

YES/NO

If this parameteseisto “YES”, the backgauge will
always approach the target from the rear. This is

desirable if the backgauge drive has gear backldsh.

set to “NO” the backgauge can approach from any
direction.

Polarity Determines Dir

NO/YES

“NO” Keeps the argtmutput from going to a
negative voltage polarity. (NOTE: the B/G digital
outputs will determine the drives direction of
rotation).

“YES” Allows the analog output to go to both
negative and positive polarities. The analog autpu
will determine the drives direction of rotation.
Negative voltage will cause the drive to go in rsee
Positive will cause it to go forward. In this case
digital outputs are not used.

Analog Ramp Time (Sec)

[0.00], (Seconds)

Sets theuat of time (in secs.) it takes for the
analog output to go from 0% to the desired velocity
%. (i.e.—if the parameter is set to 1, it walke 1
second for the go from stopped to the desired
velocity.)

NOTE: If the analog drive is not being used, this
should be set to “0".

Provide Adjustment Column

NO/YES

If set to “YESQuwill have an extra column to
enter backgauge adjustments. This allows part
designer and program screens to remain in-sync

Min Finger Lift Dim.

[1.63], 0.00-4.00

Backgaugentinsions less then this will keep the
fingers flat so they do not hit the lower jaw

Analog Jog Velocity

[20], 0-100%

Sets the analogespoutput to this percentage of th
drives maximum speed when the backgauge is bei
jogged. This parameter should be set to a vakte th
allows the backgauge to move at a fairly slow
velocity.

[4)

Analog Slow Velocity

[10], 0-100%

Sets the analpged output to this percentage of th
drives maximum speed when the backgauge reque
to move slow. This parameter should be set tdwev|
that allows the backgauge drive to move as slow a
stable as possible.

e
psted
a
nd

Analog Fast Velocity

[60], 0-100%

Sets the analatpat speed to this percent of the
drives max velocity when the backgauge is reques
to move fast. Should be set to a value that alkines

ted

backgauge drive to move at a fairly quick velocity.

9



Home Position

[38.09], (Inches

Calibration items gpecific to the machine which
the controller is installed. Incorrect values ncayse
the machine to become erratic or unstable. These
items should only be modified manually if requeste
to do so by the Manufacturer.

(NOTE: if encoder resolution is set to “0” the folbwing items will not be displayed)

BACKGAUGE

TWO

Encoder Resolution

[0.00], (cnt/in.)

Resolution tioe encoder of the backgauge. Shou
not be changed unless specified by Manufacturer.

Closed-Loop NO Set to yes if using a Closed Loow&e control the
backgauge.
Tolerance [.02], (Inches) Maximum allowable digta error when setting up

the backgauge. If it is not within this distantwevil
backup and retry, it will retry a maximum of 10e8i

Stopping Distance

[0.00], (Inches)

Distance thekauage coasts after it is requested t
stop. This value is automatically adjusted by the
controller as operating conditions change. Thisesa
should initially be set to “0”".

Slow Distance

[0.50], (Inches)

Distance the backegauill move in slow speed
before the target position is reached. Largereslu
will cause the backgauge to move in slow speed fg
longer distance. Too small of a value may cause t

backgauge to overshoot the target position, causing

to retry.

Finger Distance

[18.62], (Inches)

Distance betwiberbackgauge stop and the front
fingers. (typically around 18”). Must be set @mtly
or part dimensions will be incorrect.

Minimum Dimension

[0.50], (Inches)

Minimum part dimsion allowed by the backgauge.

CAUTION: this value depends on the type of finge
installed. If incorrect, it can cause the fingerbe
smashed by the upper jaw causing damage.

Home Position

[38.09], (Inches

Calibration items gpecific to the machine which
the controller is installed. Incorrect values ncayse
the machine to become erratic or unstable. These
items should only be modified manually if requeste
to do so by the Manufacturer.

FOLDING BEAM

Stopping Degrees

[0], (Degrees)

Allows for stopgicgasting) time of the folding
beam. If the folding beam coasts 1 degree after
commanded to stop, then 1 should be set in this
parameter.

Up Start Slow Degrees

[5], (Degrees)

Degrees frahedolding beam will move in slow
speed when its starts to move up. This value allow
the folding beam to start in slow, then shift tetfa
therefore reducing stress on the valves and folding
beam hinges.

Up Finish Slow Degrees

[10], (Degrees)

Degrees filmmrequest bend angle the folding be
will shift into slow. This is used to prevent the
folding beam from overshooting the requested ben
angle.

o

Id

(o]

-

rs

o

o
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Down Start Slow Degrees

[5], (Degrees)

Degrees ttanrequested bend angle the folding
beam will move in slow speed when it starts to mo
down. This value allows the folding beam to start
slow at first rather that trying to start in fapesd,
therefore reducing stress on the valves and folding
beam hinges.

Down Finish Slow Degrees

[10], (Degrees)

Degreas fd the folding beam will move in slow
speed as it finishes a bend operation. This value
allows the folding beam to finish the operatiorsiiow
rather than finishing in a fast speed, therefodeicang
stress on the valves and folding beam hinges.

Maximum Bend Angle

[140], (Degrees)

Maximum bendlar{in degrees) the folder can
achieve. This is a factory setting and should ®ot b
changed unless specified by the manufacturer.

Maximum Radius Angle

[20], (Degrees)

Defines thedthreshold for each step of a bump-
bend. If the bend angle for each step of a bumptbeg
is greater than this angle, a sling-bend will be
performed, which means the folding beam will retu
to 0 degrees after each step of the bend.

Dwell Time

[0.50], (seconds)

Time (in seconds)fiblding beam waits at the
requested bend angle before moving back to 0
degrees.

Force Slow Speed Angle

[15], (Degrees)

The angte v the machines maximum folding
angle that the folding beam will be forced intovslo
speed to prevent momentum bending and machine
damage.

Angle to Start Opening Jaw

[0], (Degrees)

Upperydillstart to open with Folding beam drop
below this angle. Enter “0” to disable simultangou
motion.

Move Backgauge Early

YES/NO

When set to “Yes”, thil allow the backguage to
move early, before the folding beam is down towar
the next position as long as the upper jaw is bthe
way. If setto “No”, then the backgauge will wiat
move position until the both the upper jaw and ifajd
beam have reached their target positions.

ADC Folding Beam @ 0 Deg

[1142], 0 - 4096

Calilwatvalue when the Folding Beam is at “0”
degrees.

ADC Folding Beam @ 90 Deg

[2148], 0 - 4096

Calilnmatvalue when the Folding Beam is at “90”
degrees.

UPPER JAW

e

mn

[

E-Stop Jaw Open Distance

[1], 0 — 6 (Inches)

Distance the upper jaw will add to the currentlgiop
distance when an emergency stop is activated.
Example: If this value is 1 inch, the upper jaw is op
0.5 inch, an E-STOP is activated, and the upper ja
will open to 1.5 inches. The upper jaw will noeop
if folding beam is up or the shear is not home.

Stopping Distance

[0.00], (Inches)

Allows for thepping (coasting) time of the upper
jaw. (i.e. if the upper jaw coasts .01 inchesratftis

requested to stop, then .01 should be entered here.

Up Start Slow Distance

[0.30], (Seconds)

Distanom the current position that the upper jav
will move in slow speed when it begins to open.isT]
value allows the upper jaw to start slow at fiegher
than trying to start in fast speed, therefore radyc
stress on the valves and upper jaw hinges.

<
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Up Finish Slow Distance

[0.30], (Inches)

Distancempto the requested open position that the
upper jaw will move in slow speed. This value afo
the upper jaw to finish the operation in slow rathe
than fast speed, therefore reducing stress onalves
and upper jaw hinges.

Down Start Slow Distance

[0.30], (Inches)

Distafroen the current position that the upper jay
will move in slow speed when it begins to closdnisT
value allows the upper jaw to start slow at fiegher
than trying to start in fast speed, therefore radyc
stress on the valves and upper jaw hinges.

<

Down Finish Slow Distance

[0.30], (Inches)

Distapc®r to the requested closed position that the
upper jaw will move in slow speed. This value a#o
the upper jaw to finish the operation in slow rathe
than fast speed, therefore reducing stress ondives/
and upper jaw hinges.

Maximum Open Distance

[8.00], (Inches)

Maximum aliste the upper jaw can open. This iga
factory setting and should not be changed unless
directed to do so by the Manufacturer.

Auto-Hem Time

[1], 0 — 5 (Seconds)

The upper jaW aitomatically open after this
amount of time on a hem operation. If zero is e
the bend pedal must be pressed to complete the hem
and open the upper jaw.

Prog. Default Open Distance

[0.70], O0-1(Inghes

Defines the default upper jaw open distance whiht
be used when a new operation is added when
programming.

Safety Stop Dimension

[0.70], (Inches)

Distancerficlosed the upper jaw will stop after a
bend cycle has started. Once this distance ifiegac
the Operator will have to press the close pedahagd
to complete bend cycle. This is a safety featmire
prevent foreign objects from entering the clammare
last chance before the upper jaw completely closes.

Pressure Relief Time

[0.5], (Sec.)

Time (in se®ride upper jaw will pause before
opening. This setting is used to bleed off hydcaul
pressure from the valves and prevent hydraulic
knocks.

Clamp Pressure Fail Percent

[10], (%)

Percentageesisure that can be lost while upper
jaw has reached the programmed pressure before [an
error is displayed. Some materials may still be
formed with a certain loss of clamping pressure.

ADC Clamp Pressure @ Min

[1], O - 4096

Calibratimue when the Clamp pressure is at the
minimum pressure.

ADC Clamp Pressure @ Max

[2385], 0 - 4096

Calibratialue when the Clamp pressure is at the
maximum pressure.

ADC Upper Jaw @ 0 Inches

[685], 0 - 4096

Calibratialue when the Upper Jaw is closed.

ADC Upper Jaw @ 6 Inches

[2001], O - 4096

Calibravalue when the Upper jaw is opened to b
inches

12



MATERIAL THICKNESS

Adjustment

Auto/Manual

When set to AUTOMATIC, thechine will
automatically adjust to the correct gauge (if the
machine option is installed). When set to MANUAL
the operator must manually position the gauge
adjustment. To change, press <ENTER> to open ti
drop-down-list-box. Then use the up and down au
keys to make the desired selection and press
<ENTER> to activate.

ne
[SO

Tolerance

[0.010], (Inches)

Maximum allowable tieks error when positionin
the gauge adjustment. When the gauge adjustmen
moved to a position, it will verify it is within th
dimension. This value should be set to an acchpta
distance.

Stopping Distance

[0.000], (Inches)

Stopping, @stimg, distance of the gauge adjust.
the gauge adjust coasts .01 inches after it isastiqd
to stop, then .01 should be entered here.

Max Dimension

[0.100], (Inches)

Maximum dimensibe gauge adjust is allowed to
obtain. This is a factory setting and shouldbet
changed unless specified by the manufacturer.

Default Bend Radius

[0.000], (Inches)

Radius oftikad point area of the upper jaw.

Thickness Adder Percentage

[0], (%)

Amount in petrtieat is added to the material
thickness. If set to 25 percent, and the material
thickness is programmed to .1 inch, the actual
thickness will be adjusted to .125 inches.

M/T Minimum Dimension

[0.000], (Inches)

Measuredtdince of the upper jaw offset when the
material thickness is at its minimum

M/T Maximum Dimension

[0.000], (Inches)

Measuredtdince of the upper jaw offset when the
material thickness is at its maximum

ADC Mat. Thickness @ Min

[90], O - 4096

Calibratiealue when the Material Thickness
position is at the minimum position.

ADC Mat. Thickness @ Max

[3758], 0 - 4096

Caliboativalue when the Material Thickness
position is at the maximum position.

ROTARY SHEAR

(NOTE: if encoder resolution is set to “0” the folbwing items will not be displayed)

Resolution

[0.000], (ct/in)

Resolution of the rgtahear encoder/proximity
switch in Inches Per Count. If this parameteras(
the shearing distance is calculated by pulses fom
encoder or other sensor. In this case, the 'R&hear
Velocity' parameter should be set to 0.

Velocity

[0.000], (in/s)

Velocity of the rotary séiein Inches Per Second. If
this parameter is not 0, the shearing distance is
calculated by time. In this case, the 'Rotary Bhea
Resolution' parameter should be set to 0.

Distance to Bend Edge

[0.00], (Inches)

Distanceftbe bend edge to the rotary shear
cutting point.

Dwell Time

[0.00], (sec.)

Time (in seconds) theargtshear will pause after a
shear operation before returning home.

Home Offeset

[0.00], (Inches)

Distance from tharpshear home position to the
right-most position where folding materials will be
placed. The home offset value is added to the
requested shear distance to ensure the material is

completely cut.

13



TAG PRINTER

PRINTER [ 1] Select the correct type of printleat you are using orj
the line.
CONTROLLER NETWORK
Node [0] Network node number of this device. Eeachtroller

on the network must have a unigue node number.

TOUCH SCREEN

Enabled YES/NO Select YES to enable the touch-sci®elect NO to
disable it.

Sensitivity [10] The lower this value, the hardeuymust press on th
screen to register a touch.

Double-Touch Delay [25] The time threshold betwsghsequent touches to

register a double-touch. The lower this value, the
faster the double-touch must be.

X-Calibration Left [3892] Calibration point thatpeesents the left-most point g
the horizontal axis of the touch-screen.

X-Calibration Right [144] Calibration point thatmeesents the right-most point
on the horizontal axis of the touch-screen.

Y-Calibration Top [3800] Calibration point that regents the top-most point g
the vertical axis of the touch-screen.

Y-Calibration Bottom [186] Calibration point thapresents the bottom-most

point on the vertical axis of the touch-screen.

14
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Material Management Screen

MATERIAL MANAGEMENT 12/13{2010 1:08 PM

Na_me Desgription Thickness | Pressure | Overbend | Bend Radius

MILD STEEL MILD STEEL 0.040 in| 1500 PSI 5 deg 0.000 in |~
ALUMINUM-1 ALUMINUM - TYPE 1 0.030 in 800 PSI 3 deg 0.000 in
STAINLESS STEEL|GRADE - 2 0.035in| 1800 PSI 2 deg 0.000 in
BRASS BRASS 0.040 in 900 PSI 7 deg 0.000 in
OPPER COPPER 0.030in| 1100 PSI 5 deg 0.000 in
4 »
Mat Add Mat Delate Refresh Pts

y 3R 4 )

Mat Add
" .
y Press to add new material.

Press to delete current material. Material catedh use by any parts.

=
@
N:
@
[
o

Refresh Pts

@ Press to update all parts with the newly changete iah

To Add New Material:
* Press <Mat Add> to add new material to the enth@{fist.
* Fillin the appropriate field for the new material.

To Delete Material:
» Navigate to it using the arrow keys.
* Press <Mat Delete>.

To Update Material:
* Press <Refresh Parts> to update the material irsftoor that is used in any of the programmed parts.
« If a specific material needs its amount of overébenbe changed correctly, it should be done lieségad of changing it
in every part.
* By pressing <Refresh Parts>, all programmed phsisuse this material will have its over-bend amaimanged to this
new value.

Example:
A matgrial named “MILD STEEL” has an over-bend \&abf 5 degrees; you have parts that use this “METEEL” material.
A new shipment of material doesn't react the sag#ha previous material. The new material needisgdees of over-bend.
* Change the over-bend amount in the “MILD STEEL” enatl to 9 degrees.
* Press <Refresh Part>.
« This will change the material over-bend in everst fzat references this material.
« If you have 32 programmed parts that use this “MBDEEL"” material , all of them will have the oveedsl changed to
this new value. This keeps you from having to@every part and change the over-bend value.
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Program Parts Screen

PROGRAM PART 1212812012 10:11 AM

T
[PS1/in)

Part Designer]| Save Part tare
o
B | i I

FatBrowse| | Press to open graphical parts Flip Press to signify a flip operatio
F\}) browser. =S/ | | for part.

Fastfind 1 | Press to open fast-find I:He'i Press to signify a helicopter
§;} dialog. -/g operation for part.

beie 1 | Press to delete operation at I__F'rop Press to signify a propeller

‘== | | cursor position. %e operation for part.

lnssit ) | Press to insert an operation/at | © Mevelp | | Press to move the operation :

~== | | cursor position. r= cursor up one position.
LeadDefaul) | Press to load default part. MeveDawn| | Press to move the operation

t\ L= | | cursor down one position.

PatDesicnei | Press to navigate to part
B | | designer screen.

sa=Pat | | Press to save current part to
» memory.

1

bore Press to display next group

[ | | of softkeys.




ICON | PARTS OPERATIONS GRID DESCRIPTIONS
‘ STEP NUMBER: Sequence number of the parts operatio
LY BACKGAUGE 1: Shows the position of backgauge 1tk@ current operation.
fin]
L BACKGAUGE ADJUSTMENTS: Allows Part Designer and Bram Screens
fin] to remain in sync. Can be used to make minor &drsts to segment lengths
that will be included during part modifications.
L 2 BACKGAUGE 2: Shows the position of backgauge 2tfa current operation.
] If Backgauge 2 is not enabled then it will not hepthyed.
_\E BEND ANGLE: The distance the folding beam will cedor the current
(deg] operation. If “0” is entered a hem will be perferh
-+ | UPPER JAW: Distance the upper jaw will open adteroperation is complete.
S
fin]
T CLAMP PRESSURE/OPEN DISTANCE: The amount of presshat the
[PSW] clamp will reach for the current operation (valueajer than 1). The distance
the clamp will stay open when creating an open betue less than 1).
—_s OVERBEND ANGLE: The bend amount in degrees thatdded to or
(deg] subtracted from the total bend angle. (i.e. ieadangle is 45 degrees and a

value of 5 is entered for the overbend angle thaahbend angle the folding
beam will move is 50 degrees.

ROTARY SHEAR: Distance the rotary shear will trbgat for a shear
operation.

[N
]
e

BUMP-BEND DEGREES: Indicates the radius of thedben

~

=3

BUMP-BEND RADIUS: Indicates the radius of the bend

BUMP-BEND STEPS: Indicates the number of stepsiegdor the bend.

Bumpsz

£/ FLIP: Shows when a flip is needed for the currgrgration. The blue light on
Flip the light tree will also illuminate.

£, HELI-ROTATE: Shows when a heli-rotate is neededti@ current operation.
Hel The amber light on the light tree will also illuraite.

sy, PROP-ROTATE: Shows when a prop-rotate is needethécurrent operation
F.n'; The amber light on the light tree will also illurate.
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Programming a Part:

» If not already in the Program screen, press <Progra
» Use the arrow keys to navigate to the "Descriptioeit.
« Enter a description and press <Enter>. (See Alptitayfo enter text)
* Press <Enter> to bring up the material list.
* Use arrow keys to select a material and press «Enfeno material needs to be selected, skip this
field.
» Enter a global hydraulic pressure value and pré&sges>. This is used as the pressure for any
operation that is not over-ridden with a pressure.
* Enter an over-bend value and press <Enter>. §lisei amount of over-bend that is added to, or
subtracted from, each operation.
» Enter a material thickness value and <Enter>.
* Press <Enter> when the "Paint Direction” item iected. This will open the drop-down list box.
» Use the arrow keys to choose between "Up" or "Dowhen press <Enter> to select.
* Press “Pg Dn” to navigate to the part grid. Thig/iere the part operations will be programmed. “Pg
Up” will transition back to the top of the screen.
* Enter a value for backgauge? (if installed), anckigaugel. You may enter a value as an absolute
position or a position relative to the previousipos.
» Absolute Enter an absolute position by keying in the nemhbith no preceeding + or — sign.
> Relative Enter a relative position by first entering ar+ in front of the relative number.
For example, if the previous position was 20 in¢la@sl you know you want the next position
to be 2.5 inches less, you may simply enter -2/8hen you press enter, the resulting 17.5 will
be displayed automatically.
» Enter a value for the pressure override. This piresill be used only for this operation insteadha
global pressure.
» Enter a value for the bend angle.
« Enter a value for the over-bend angle.
« Enter a value for the upper jaw open distance.
» If performing a radius bend, enter the following:
» Degrees of radius bend (degrees), Radius of basthjde), Number of steps in the bend
(counts).
» If a shear is desired, enter the distance for tieausto travel.

If flips or turns need to be programmed, theretareways to accomplish this:
1) Navigate to the flip- or turn-column, then presg ahthe number keys on the keypad to toggle the
indicator.
2) a) Press “MORE?” to bring up the next setatleys.
b) Press the desired softkey for the flipuon desired.
c) Press “MORE” again to return to the origindtiseys.
The flip and turn indicators in the programmingdgrorrespond to the lights on the light tower.
When a part is run and the current operation Hag ar turn, the corresponding light on the ligbtver
will illuminate to notify the operator that the paeeds to be flipped or turned BEFORE the bendgak
place.

* To move to the next row, press <Enter> when orasieitem in the current row, or press <End>.

*  When a new row is started, some items will autioAfith values.

* The backguage(s) will auto-fill with the valuestthgae in “Backbauge(s) Minimum Dimension” from
the “Setups”screen.

* The bend angle will auto-fill with the value frotmet previous row.
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The upper jaw open distance will auto-fill with tHerogram Default Open Distance" setup parameter.
To move an operation up, move the cursor to theetksperation and press <(Move Up)>.

To move an operation down, move the cursor to #sred operation and press <(Move Down)>.

To insert an operation, move the cursor to therddgiperation and press “Insert Operation”. A new
line will be inserted before the current operation.

To delete an operation, move the cursor to thee@siperation and press <Delete Operation>.

To delete all operations in the part, move theauts the desired operation. Press and releasdt=Shi
then press <Delete Operation>.

Bump-Bends:

A bump-bend is a term referring to a single operathat contains multiple evenly spaced small
bends; this is used to create a rounded look &nd in a part.

There are three items that must be programmedtupe a bump-bend: a) degrees (degrees of the
curve), b) radius (radius of the curve), and c) banof steps.

The controller will calculate the position of thadkgauge and the amount of bend angle for each
bump or step.

19



One Touch Edit

From the Program Part screen, you may double tondhe picture of the part in the upper right cotoepull up
an enlarged picture of the part.

PROGRAM PART 5f2f2011 2:27 PM

4 2

From this enlarged picture, you may click on angnsent to pull up a numeric field for a quick edfou may
type in a new length and angle, and press entardept, or escape to exit the numeric field witreowt changes
and select another segment. When you are finightbdall edits, press accept to return to the PangPart
Screen, where your changes have been made for you.

PROGRAM PART 5f2f2011 2:35 PM

Edit Segment: 5

NOTE: When you return to the Program Part Screermpart name now has an * by it. This shows thaipiart
has been modified and you will need to save ibif ywant to use for future use.
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Calibrating and Using Touch Screen

To calibrate the touch screen, go to manual, aedsgFl. Then press F4 for the touch screen cadibraOnce
you've followed the directions given to you on gween, your touch screen is ready for use.

Using the touch screen is very simple. Touchinglariton on the screen will navigate you to thesenrthat
button is indicating. Touching anywhere on theesarthat is not a button will change the area ofiso A
double touch on a numeric entry field will bring tn@ following screen allowing you to edit the fiel

OUTSIDE-CORNER

PROGRAM PART

I Numeric Entry

bf2f2011 2:52 PM

0
I

0
Part Browse Fast Find Delete ngert
| p" ‘§ p 3 I— _ —
I —
I —

v |

(in] [in] [deg] fin] | Bumps| Flip Heli | Prop
0| 12.00) D.00 0 0.00 o O O O =
11150 0.00 140 0.00 o o O o
21150 0.00 0 0.00 0 o O o
3 9.25| 0.00 45 0.00 o O O 0
4 0.50| 0.00 140 0.00 o O o 0
5 0.60| 0.00 0 0.00 o O O |
6 5.50| 0.00 90 0.00 o O O |
7 2.25| 0.00 45 0.00 0 o O o
[i] 0.75| 0.00 45( 0.70 0 0 1] 0| 0.00 0 @ O 0
9 0.75| 0.00 45| 0.70 0.00 0 & O 0

Part Designer)| Save Part More
s
B ) e I

A double touch on an alpha-numeric entry field Wwiilng up the following screen allowing you to engeur

data.

PROGRAM PART

5/2{2011 2:58 PM

Save As
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Saving a Part without Touch Screen

PROGRAM PART 5212011 3112 PM

OUTSIDE-CORNER* =

Save As

OUTSIDE-CORNER

¥ |
(in] (in] [deg) i i

0| 12.00) 0.00 0 0.00 0 o O O =

1| 11.50| 0.00 140 0.00 0 & o o

2| 11.50| 0.00 0 0.00 0 O O |

3 9.25| 0.00 45 0.00 0 o O o

4 0.50( 0.00 140 0.00 0 O O 0

5 0.60| 0.00 0 0.00 0 O o 0

6 5.50| 0.00 90 0.00 0 O O |

7 2.25| 0.00 45 0.00 0 o O o

8 0.75( 0.00 45| 070 1] 0 1] 0| 0.00 0 @ ] 0o

9 0.75| 0.00 45| 0.70 0 0.00 0 @ o o =l
| are

0 0 0
Fast Find Delete nzert Load Default
— —
(RlxplElE| O
I —
L —

Alpha-Entry Dialog:

Part Diesigner Save Part M
s
I HICD

To enter text using the numeric keypad, do the¥alhg:

The £'press of the "1" key will display the letter "A".

The 29 press of the "1" key will display the letter "B".

The 3press of the "1" key will display the letter "C".

The 4" press of the "1" key will display the number "1".

Further presses of the "1" key will continue towspe thru the letters/number (or other characters)
To rotate thru the available letters for a spedifg, you must press & release the key within tisedond timeout.
Waiting longer than 1 second will accept the digpthletter/number/character.

To accept the displayed letter or number, don$peay keys for 1 second.

To delete an incorrect letter, simply press the vGtton to delete single characters as needed.

To clear all, press the <+> button.

To escape without saving, press the <-> key.

Press the <Enter> key to close and save the témt @ialog .

Example: To enter the word "BECK", do the following
Press the "1" key 2 times. This will display thede"B".
Wait more that 1 second to accept the displayeerlet
Press the "2" key 2 times. This will display thede"E".
Wait more that 1 second to accept the displayeerlet
Press the "1" key 3 times. This will display thi&de"C".
Wait more than 1 second to accept the displayéetlet
Press the "4" key 2 times. This will display thede"K".
Wait more that 1 second to accept the displayaerlet
Press the <Enter> key to accept this text.

Note: Leading and trailing spaces are not allowed aitidoe removed when the text entry dialog is clased
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Saving a Part with Touch Screen Enabled

PROGRAM PART 5f2f2011 3:18 PM
I Save As

OUTSIDE-CORNER

* To name a Part, press the letter or number onctiees you wish to use.
* To delete a single character, press the “BACK” drutt

* Press “CLEAR ALL” to delete everything.

* Press the “ESC” button to go back without saving.

* To save and close, pre “ENTER” when you have fiasiiour part name.
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Bending Information

The following is a description of each of the thiteens that are used to determine the actual mahbend
angle. Over-bending is often necessary to achiteyeequired bend on the part.

A) Part Settings Over-Bendis a bend angle that is added to all bend opersiiothe part.

Typically, the "Part Settings Over-bend" value W used to tweak the part bend angles to compefwat
different qualities of the stock material witholteaing the individual bend operations.

This allows the operator to easily add a greatadl@ngle to every bend operation in the part ineasy step.

B) Bend Angleis the amount of bend for the current operation.

C) Over-Bendis a value that is added to, or subtracted frowa biend angle.
It is used to adjust the desired bend angle ottimeent operation.
This range is -30 to +30 degrees. The "+" symbabisneeded for positive values.

Some bend operations may require "just a bit" mordess, of a bend angle. These entry fieldsallo
this without having to change the bend angle enitigach operation which could also cause the gcapdmit
image

not to represent the part correctly.

Example:
Assume the part needs a 45-degree bend:

If the material typically requires a 3-degree olsend to obtain an actual 45-degree bend, a "4&tesred in the
"Bend Angle" of the operation and a "3" is entarethe "Over-Bend" field. Notice that the over-beardount of
3 degrees is added to the "Over-Bend" field fordperation and not to the "Part Settings Over-Bdigdd. This
will add the 3 degree over-bend to the current ajpen only, and not to every operation. If the $xde over-
bend amount is entered

in the "Part Settings Over-Bend" field, then alecgtions will have 3 degrees added to them. Ifyewperation
needs a 3-degree over-bend, then a "3" is entardéeki"Part Settings Over-Bend" field.

The "Part Settings Over-Bend", "Bend Angle", and/éGBend" fields can be used in any combinatiore Th
“Bend Angle” should be the desired angle. The nreewill bend to the sum of the three angles. ntkeed
correctly, the material will spring back to the ided angle.

Examples of Over-Bend Combinations:

Part Settings Over-Bend | Bend Angle| Over-Bend Relting Bend Angle
0 45 0 45
5 45 0 50
5 45 3 53
0 45 8 53
5 45 -2 48
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Part Designer Screen

bf2{2011 3:26 PM

PART DESIGNER

Press to escape the part designer screen withogpteg the current part.

Ezcape
_
Delete Press to delete the current segment at the cursor.
¢ —
o —
Up/Down j | Press to move the current segment up one row.s R&sift> and this key
pg/_ to move down.
=
Flip Press to perform a flip operation.
LS
/)
Frevious 1 | When verifying the sequence of a part, this key jihp to the prior step
I ‘ from the current cursor.
_
Nest When verifying the sequence of a part, this key jwihp to the next step
’I from the cursor.
_
Ascept Press to accept the current design. The progresersevill appear with th
I operations of the design.
_

U
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Designing a Part with the Part Designer

* The Part Designer is used to enter segment leagith®end angles rather than entering backgauge
dimensions.

* From the program screen, press <F6>; this willgptip the Part Designer screen.

e |Ifapartisloaded (or programmed) in the progsameen when <F6> is pressed, the part will be laget to
the part designer screen.

» If no part is loaded in the program screen, a bdgdgign with a default starting value will be uséde
material selection will not be transferred from gregram part screen to the part designer.

* To navigate to the upper portion of the screersprd>g Up>.

* To navigate to the grid area, press the <Pg Dn>.

* The fields on top of the screen are "Material" ddapvn-list box, "Bend Radius", and a Material Thieks
("M/T"). On the left side of the screen is the agr@ms grid. There are six columns in this gridSapment
Length, b) Bend-Angle, c) Step, d) Flip, e) Hehdd) Prop. On the right side of the screen isaphical
representation of the part being designed.

» To start designing the part, press <Pg Dn> to raeitp the grid area (if not already in the grid )

* Enter a segment length in column 1 and press <&niére cursor will automatically move to the bend
column.

* In column 2, enter the bend angle for this segraadtpress <Enter>.

* Repeat this process for each segment needed.

* As you enter segment length and bend values, coBi(@tep) will automatically increment for each row

* To add a "Flip" to the current segment, press <B4eursor to the "Flip" column and press any nunias.

* To add a "Heli" to the current segment, cursoh®"Heli" column and press any number key.

* The "Prop" designator is automatically activatecewhequired and cannot be user-selected or changed.

* To move a segment up one row, Press <F3>.

* To move a segment down one row, press and releatséi> then press <F3>.

* To delete a segment, move the cursor to the desagaient and press <F2>.

Viewing a Part Being Made:

* Once all segments are entered, you can sequemegththe part by pressing <F5> and <F6>.

* <F5> will move to the previous sequence step; <kBbmove to the next sequence step.

* As you step forward and backward using <F5> and>6u can verify the order of the bending process.

* You can also verify that the part does not collidéh the upper jaw or folding beam in the graphigsdow.

» To change the sequence ordering, use the arrowtiegsve to the "Step” column of the segment yoaotwa
to change, and enter a new step value. Any stgphsive a lower value than the currently entereg galue
will not be changed. Any steps that have a higladuesthan the currently entered value will be gdiftip one
count. In other words, it moves up all the stegsatgr than the entered step number by one to noake for
enserting this new value.

Selecting a Material:

* To select the material, press <Pg Up> to moveeaithper area of the screen.

* Press <Enter> to open the drop-down-list box. Usiiregup and down arrow keys, navigate to the desire
material and press <Enter>. The M/T field will hg@natically loaded with the material's thickneBsis
value may be overridden with a different value.

* The "Bend Radius" field in the upper area of thres cannot be changed; this value is taken frensétups.

Finishing the Design:
* To accept the design, press <OK>; this will trandfie part to the program screen.
* When the part is transferred, the bend radius la@dnaterial thickness are used in the calculafionthe
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backgauge positions. To abort the design, press>x<EAny previously programmed information will lost.
You can easily return to the part designer screéimtive current design by pressing <F6>.

* Since the program screen will have a programmet{{bee one just designed in the part designewjlit
transfer it back to the designer screen.

» If accepting a design by pressing <OK>, and a rratisrselected from the drop-down-list box witle th

» thickness overridden, the part will be transfeieethe program screen with the "Material” field sivay

* the selected material and the thickness value showed. This notifies the user that the matdahatkness
value is different from the programmed materiatkhiess.

Example: Material "A" has a thickness of 0.030 inch. Theruseerrides the thickness field (M/T) with 0.020

inch and presses <OK>. When the part transfedsg@togram screen, the "Material" field will show'"(the
selected material from the part designer screemw) tlze "M/T" field will show 0.020 in red color.

* Save the part when it is finished from within thregram Part screen.
» Parts cannot be saved from within the Part Desigaeren.
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Auto Screen

[PS1/in)

51212011 3:41 PM

1500

1500

1500

1500

1500

Part Browse

s

Press to open the graphical parts
browser.

Shows the current position o
backgauge 2 (if enabled).

Fazt Find

e

Press to open the Fast-Find
dialog.

| Shows the current position o
backgauge 1.

Dec Count

-1

Press to subtract one part from the
quantity of parts completed.

_| Shows the current position o
the material thickness.

|ne: Count

(1

Press to add one part to the quantity o
parts completed.

_| Shows the current clamp
pressure

Clear Caunt | | Press to reset the quantity of parts _| Shows the current position o
r-=n completed to zero. the upper jaw.
Expand | | Press to bring up a screen which show

=
v

each individual step, and what the par
should look like once the step is

S _| Shows the current position o
[ the folding beam.

completed.

-II Shows how many parts are
requested to be made. Entef

numeric gty then press <Entt

_| Shows how many parts havel

been made.
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Auto Screen - Expand

5212011 4:04 PM

oy

(PS1ir)
1500
1500
1500
1500

Part Browse Fast Find Dec Count I Count Clear Count EHpand
()] 221 T+ T=0

This screen shows the operations step by stepa asiial of what each step should look like. Hnegthe
“Expand” button again will return you to the origirAuto screen.
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Running a Part

For this explanation, it is assumed that one operfaill be running the machine. If two operators a
required, see the following section on 2-man mode.
Set the 1-man / 2-man key switch to the 1-man joosit
Navigate to the Auto screen by pressing <AUTO>tlanftont panel.
Press <Enter> to open the drop-down-list box. Tikidoox shows all the available parts.
Use the up and down arrow keys to select a pam, phess <OK> or <ENTER> to load it.
You may also press <F1> (Part Browser) and selpartafrom the graphical display.
Once loaded, all of the operations required to mhkeart will be displayed in the operations grid.
graphical representation will also be displayedyeflow highlight will be shown on the first opeiat
step in the operations grid.
Enter a quantity of parts to be made (optional):
» Use the left and right arrow keys to navigate ®“@Quantity” field.
» Enter the number parts you want to make and presger>.
Press the <Start> button on the front panel ta 8tarmachine. If the backgauge is not referenited|l
do so. The first valid operation will be highligbten green; this shows what operation is curreinding
performed.
Perform the operations:
» Clamping the material:
» Press the clamp-close pedal. The upper jaw wilirbegclose, and then automatically
stop at the safety stop position.
» Release the clamp-close pedal and then pressiit. adee upper jaw will close all the
way and clamp to the programmed pressure.
»= Once the upper jaw is at pressure, the white bghthe light tower will illuminate.
» Release the clamp-close pedal.
» Press the bend pedal and release.
» Form the material
» |If shearing, the shear will move out and cut théemal, then return home.
= If bending, the folding beam will move up to thegrammed bend angle, then return
home.
» If hemming, the clamp will open after the hem isnpbete.
» After the operation is complete, the upper jaw wjlen for the next step, the green highlight
bar will move to the next operation, and the backgawill move to the next dimension
» Repeat these steps for each operation.

Positioning Upper Jaw:

These movements will not cause the controllerdp sperating in Auto. It is sometimes necessary to
stop the upper jaws motion or raise it up.

At any time you may stop closing the upper jaw éyoving your foot from the close pedal.

To open the upper jaw, press the left pedal allsthg down. If the jaw had achieved pressurewthite
pressure light will turn off.

To resume closing again, simply press the closalpetf the jaw was opened above the safety-stop
position, it will once again automatically stop rihe

While running in auto mode, the close-pedal mapriessed prior to the backgauge being in posititis T
will allow the upper jaw to close as soon as thekbauge reaches position.
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Part-Count Notification:

* When the “Completed” field and the “Quantity” fisldre equal, a dialog will display, stating that jibb
is finished. This means that all parts that werpiested have been completed.

* Press <Enter> to close this dialog. You may pre&ar> again to continue making parts. This is @nly
notice, and you may continue to run parts withouthier messages.

Entering and Exiting Auto Mode:

* Press <Start> on the front panel at any time tgleogn and out of Auto Mode.

* When the machine is idle (not in Auto Mode), a @&llhighlight will be shown on the current operation
step, and the header bar at the top of the scrékimevblue.

* You may use the up and down arrow keys to selecinitial step to start from.

Bump-Bends:

If a bump-bend is in progress, a yellow window witlo numbers is displayed over the “Completed”
information box in the upper right area of thecasitreen. The first number is the iteration, orldbed
number (bump), the machine is currently working die second number is the total bumps required for
the bump-bend. The bump-bend example on the lefsithe machine is working on the second bend
out of a total of 5 bends. As each bend of a bisend is completed, the
first number will increment. When a bump-bend agien is completed,
the yellow box will disappear and the parts “Contgdé information
Bump-Bend: 2 of 5 | box will be re-displayed.

2-Man Mode:

To run in 2-man mode, set the 1-man / 2-man keycbwio the 2-man position. When running in 2-man
mode, the second operator must press his or hat péithin the sync. time to initiate the clamp tose.
The “Operator Sync. Time” parameter in the Setupse sets this synchronization time.
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Part Browser Screen

PROGRAM PART

5212011 414 PM

PART BROWSER

|

#NAME? -DEFAULT_PART 2.5%2.5ANGLE 7_3N16

BASE-ANGLE BOX-EAVE

J 1] )]

@[ |~ [ fen| o feo o = | o |

L

BOX-GUTTER

BOX_GUT-IN BOX_GUTTER BOX_RAKE

Accept

R—

Ezcape

Press to close the part browser
without selecting a part.

14
B
A

Mame

Press to view parts by either ascend
or descending order by name.

Delete Press to delete a part from the Descripion | | Press to view parts by either ascend
R" list. N \ or descending order by description.
O
Tag Press to select multiple parts tp Accept Press to load the selected part.
delete from the list. After the p—
parts are tagged, you can pre§s | ———~

the delete button to delete them.

Part Browser:

To select a part:

Use the arrow keys to navigate to the desired part.
A white border will surround the currently selecfgdt as well as change its name to a blue backgrou
Accept the part by pressing <Accept> or <Enter®s.e$cape without selecting a part, press <Escape>.

To delete a part (only available from within th@@gram part screen):

Use the arrow keys to navigate to the desired part.
A white border will surround the currently selecfett and its name will be highlighted in blue.
Press <Delete> to delete.
A confirmation dialog will open to confirm deletiaf the part. Once a part is deleted, it cannot be

recovered.

To delete multiple parts, “Tag” the parts that yeant to be deleted, then press <Delete> and all
“Tagged” parts will be deleted.

ing

ing
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Fast-Find Screen

PROGRAM PART 51242011 4:53 PM
I Fast-Find

Mame
2.5X2 5ANGLE

7 316
BASE-ANGLE
BOX-EAVE
BOX-GUTTER
BOX-MOD

Description

L

Escaps Press to close the Fast-Find Toggle Press this button to switch between
‘_ browser without selecting a part. E part name and part description.
[ —
Delete Press to delete a part from the Aceept Press to load the selected part.
R list. g
Tag Press to select multiple parts tg
delete from the list. After the
parts are tagged, you can press
the delete button to delete them.

Fast-Find:

Fast-Find allows the operator to quickly find atgar partially entering its name. As each letseemtered, the

database is searched for the next part name thahesathe characters entered.

Example: If an "O" is entered, the "OUTSIDE-ANGLE" part nawill be selected with a border. This is the first

part in the database that alphabetically matche$i$t entered character. If you continue to en@JTSIDE-",

the "OUTSIDE-ANGLE" will remain selected. If a "G entered on the end of "OUTSIDE-", the part

"OUTSIDE-CORNER" will become selected because

it is the next closest partial match to the chaacentered. The arrow keys can also be used tgatathrough

the part names. This allows you to enter only adharacters of a name to quickly get to an argedfnames,

then use the arrow keys to navigate to the actaralyjou want.

» To accept a part by press <OK> or <Enter>.

* To escape without selecting a part, press <ESC>.

* To delete a part, use the arrow keys to navigatkeaesired part. A border will surround the cotiye
selected part. Press <Delete> to delete. A confiomalialog will open to confirm deletion of therhaOnce
a part is deleted, it cannot be  recovered.
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To delete a part (only available from within the plogram part screen):

* Use the arrow keys to navigate to the desired part.

* A black border will surround the currently selecet.

* Press <Delete> to delete.

» A confirmation dialog will open to confirm deletiaf the part. Once a part is deleted, it cannaebevered.

* To delete multiple parts, “Tag” the parts that yeant to be deleted, then press <Delete> and alyg&d”
parts will be deleted.
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Compact Flash Management Screen

COMPACT FLASH MANAGEMENT 5f312011 7:40 AM

CF

Escape Load Save Al Save Pat | Save All Partts) Save Al Mat] Save Setups
. . > & - o
e Ee| (vE| | £HE| T

Escape Press to return to the Setups screen.
CE—
Load Press to import a file from the compact flash cakdile structure will
come up to pick from.
CE—
Save Al Press to export everything to the compact flastl.cafter selecting, a
E keyboard will come up to type in a name.
L —
Save Part Press to export a specific part to the compachftasd. After selecting, a
[*_\E keyboard will come up to type in a name.
Save &l Patgy | Press to export all parts to the compact flash.cadter selecting, a

_

keyboard will come up to type in a name.

Save AllMat] | Press to export all materials to the compact ftzsld. After selecting, a
é?‘ keyboard will come up to type in a name.

= )

Save Selups] | Press to export the setups to the compact flagh oafter selecting, a
"?_ﬁi keyboard will come up to type in a name.

=
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Import (Load) a File from Compact Flash Card:

* Press <Import> (F2). A “Compact Flash Browser” dgalill open.

* Navigate to the file you want to load with the avrkeys, and press <Enter> or <OK>. The file can be
Setups, Materials, or Parts, or can contain anyboaation of these.

* If you make a mistake, you press <Esc> to cancel.

* When importing parts or materials, if any item lgeimported has the same name as an item already in
the database, a confirmation dialog will open tofem the replacement of the database item with the
item on the compact flash card.

» Care should be taken when importing setups, as #rerno overwrite confirmations, since setups ywa
have the same names. Once setups are importedagaot revert back to the previous values.

Export (Save) all to Compact Flash Card:

» This saves Setups, Materials, and Parts to a siitgle

* Press <Export All> (F3). A “Save All Filename” dig will open with a default filename of “FOLDER”.
» Accept the default filename, or change it.

* Press <Enter> or <OK>.

» If you make a mistake, press <Esc> to cancel.

Export (Save) a Part to Compact Flash Card:

* This saves a specific part to the compact flast.car

* Press <Export Part> (F4). A “Part Browser” dialod) apen.

* Navigate to the part you want to save and pressesEmr <OK>.
» If you make a mistake, press <Esc> to cancel.

Export (Save) all Parts to Compact Flash Card:

* This saves all of the parts to the compact flast.ca

» Press <Export All Parts> (F5). A “Save Parts Fileradialog will open with a default filename of
“PARTS".

» Accept the default filename, or change it.

* Press <Enter> or <OK>.

* If you make a mistake, press <Esc> to cancel.

Export (Save) all Materials to Compact Flash Card:

» This saves all of the materials to the compachftzed.

* Press <Export Materials> (F6). A “Save Materialefame” dialog will open with a default flename of
“MATERIALS".

» Accept the default filename, or change it.

* Press <Enter> or <OK>.

» If you make a mistake, press <Esc> to cancel.

Export (Save) Setups to Compact Flash Card:

» This saves the machine setups to the compact dkash

* Press <Save Setups> (F7). A “Save Setups Filendrakig will open with a default filename of
“SETUPS".

Accept the default filename, or change it.

* Press <Enter> or <OK>.

* If you make a mistake, press <Esc> to cancel.
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Calibration Screen

CALIBRATION bf3{2011 7:50 AM

Escape U Open L) Cloge Accept
' S T VJ'

Escape Press to return to the Setups screen.
L —
UJ Open Press to jog. This softkey will change dependinghe item being
" + calibrated.
)
UJ Close Press to jog. This softkey will change dependinghe item being
" 1 calibrated.
T
Accept Press to accept a position or entered value.
CE—
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Calibration:

» Calibration of the machine is necessary in ordéntmv where each motion item is.
» If parts are incorrect, you should calibrate thechige to ensure accuracy.
» Calibrating a machine with an Intelli-Fold contesltakes only a few minutes.

Caution:

» Care must be taken while jogging items in the catibn screen.
* Machine damage can occur if one item is jogged amkather one.
» There are no jog rules in place to ensure mactafetys

Calibration Procedure:
* Two information windows are displayed:
o The left window shows a graphic representatiornefdelected item being calibrated and its
position.
o The right window contains a detailed text explamatf how to calibrate the selected item.
» After the initial step of opening the upper jawotee inch minimum, and <Enter> or <OK> is pressed,
you may select any specific item to calibrate. Yo@ not forced to calibrate every item.
» If you are calibrating every item, the order in @ithe items are presented have been designed to
permit a smooth process from start to finish.
* An actual calibration procedure is not presenteé dee to the detailed information on the controlle
itself.
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Input / Output Screen

H AND O = 1 g:00 A
NPUTS QUTPUTS

& [1J300-031 SHEAR SEMSE & [[J400-021 ROTATE LIGHT-AMBER
o [[J300-041 SHEAR OT o [[J400-031 FLIP LIGHT-BLUE
o [/300-051 SHEAR HOME o [J400-041 PRESSURE LIGHT wWHITE
e [[J300-061 SHEAR LIGHT CURTAIM e |[J400-051 BUZ-ER
e [[J300-071 e [[J401-011 HYDRAULICS OM REGUEST
& [1J300-081 SETUP LOCKOUT & [[J401-021 MT DECREASE
e [[J301-011 BGTHOME e [[J401-031 MT INCREASE
o [W301-021 BG1OT o [401-041 SHEAR OUT [FwDl
o [[1301-031 HYDRAULICS OM o |[J401-051 SHEAR IN IREW
o [11301-041 BG2 HOME o [J401-081 BG1 FIMGERS
o [J301-051 BGZOT o (14071071
o [1J301-061 BG READY o [1J401-081
o [301-071 o [14401-091
o [[1301-081 o |[J401-101 BG2 FIMGERS
o [1J302-011 LASER o |[[J402-011 FB UP
o [L302-021 o [J402-021 FB DOWwN
o [1J302-031 MACHIME HALT o [J402-031 HIGH PRESSURE UMLOAD
o [302-041 MAIM LEFT FOOT-CLOSE o (402041 UJ UP
o [[J302-051 MAIM LEFT FOOT-OFEM o [[J402-0581 UJ DoOw|
o [/302-051 MAIM RIGHT FOOT-BEMD o [402-08) LOW PRESSURE IMLOAD
o [302-071 AU FOOT-OK o [J402-071 UJ DECOMPRESSION
o [1J302-081 E-STOF o [[J402-081 BG JOGGING
o [1303-011 FROMT PAMEL START BUTTOM o [J403-011 BG1 FwiD
o [[J303-021 FROMT PAMEL 2-b44M SELECTION o [[J403-021 BGTREY

o [403-031 BGT SLOW

o |[J403-041 BG2 PwD

o |[J403-051 BG2REY

o [[J403-051 3[2 SLOW
F/E [JE00] UAl[JEOT] MAT [IE02] C/P [JED3] B/G2 [E04] B/G [1E05]

[ M4 M4 M4 74 M A,
Escape BAG Rev BAG Fwd kA at Thick Fat Thin

4= Lo | L= =

Escape Press to return to the Setups screen.

B/G Rev Press and hold to jog the backgauge to the retdweahachine.

B/G Fuud Press and hold to jog the backgauge to the frotiteofnachine.

Mat Thick Press and hold to increase the Material Thickngsser jaw backward).

Mt Thin Press and hold to decrease the Material Thicknggse( jaw forward).




Input/Output Screen (Cont’d.)

* The Input/Output screen is used to see the custatd of the inputs, outputs, the analog positions,
and the backgauges.
e ltis used as a reference when something shouétinee.

Digital Inputs:
* Inthe table on the previous page, the left colsimows all of the inputs. If an input is active, the
circle to the left of the description will turn ldu
« All digital inputs are active low; so when an inpgiactive, it is being pulled to ground (DC
common).

Digital Outputs:
* Inthe table on the previous page, the right colsimmws all of the outputs. If an output is actibve
circle to the left of the description will turn tdu
e J403 outputs:
» These ouputs are active-high.
» When they are active, they are at 24VDC.
» To verify one of these outputs is working, it issenmended that you measure between
ground (DC Common) and the output with a meter.ekvactive, your meter should read
24VDC.

» All other outputs:
» The digital outputs are active low.
» When active, they are at 0VDC with respect to gcbu(DC common).
» To verify one of these outputs is working, it issenmended that you measure between
+24VDC and that output with a meter. When actiyeur meter should read 24VDC.

Analog Inputs:
* The analog inputs, F/B, U/J, M/T, and C/P, arertlve positions, which the controller reads.
* These raw values are translated by using the getxgmeters to obtain the actual positions.
* You should not try to translate these values ictaa positions.
» Adifferent machine may display a different valaeen though the position is in the exact same
location.

Backgauges:
» The values in the Backgauge 1 and Backgauge Zfelelthe relative backgauge positions; this
means that when you show this screen, the backgealiges are cleared to 0.
* This allows you to easily see which direction, &g many encoder counts, have occurred since this

screen was displayed.
» If you need to clear the encoder to count bacleto for any reason, leave the screen and themretur

to it.
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Additional Information:

Joggi

ng:
The machine cannot be jogged while in the auto nfdaEder bar at the top of the screen is green).
If the 2-man switch on the front panel of the cohér is selected, the permission pedal must a¢so b
pressed to jog the upper jaw closed. This alldwessecond operator to confirm that it is OK to eltdse
upper jaw.
If the hydraulic unit is off, it will only turn oy jogging the upper jaw open, or by jogging thielifay
beam down.
As a safety precaution, attempting to jog the up@&rdownward when the hydraulic unit is off, wilbt
turn it on.
While jogging the upper jaw closed, the upper jaiW stop at the safety stop distance.
The "Close" pedal must be released, then re-pregsedntinue below the safety stop.
There are also jog rules, which are enforced adtra#ls, except in the calibration screen. Thebesru
protect the machine from moving into positions t@ild cause damage to the machine. The rulessare
follows:

» The upper jaw must be open in order to jog the gacles or the material thickness.

» The upper jaw must be closed in order to raisddlueng beam.

Backgauges:

If a backgauge encoder resolution is set to zéwaliforce the machine to skip positioning the
backgauge; this allows the machine to partiallyrageeif there is a backgauge drive failure.
The user must manually position the material stheebackgauge will not position automatically.

Backgauge Rear Approach Setups Parameter:

This parameter is found under the "Backgauge" sedf Setups.

This Setup parameter allows the operator to fdreebackgauge to always approach from the redmeof t
target position.

If set to "No", the backgauge can approach thestgrgsition from the front or the rear.

If set to "Yes", the backgauge is forced to appihahe target position from the rear only.

If the current position is in front of the targetsition, the backgauge will move behind the tapgesition
and then approach from the rear.

This setting should be set to "Yes" if the backgadgve has gear backlash. If there is no gearlasick
setting this parameter to "No" will allow greatBrdaughput when making parts.

Memory, Compact Flash, Files:

Parts, Materials, and Setups are stored in theaterts memory.

The compact flash card is used to back up thesesjter to make copies of parts and materials ferams
another machine.

When a part is programmed and saved, it is sawedhe controller memory, not to the compact flash
card.

When a part is selected to run, it is retrievednftbe controller memory, not from the compact flaard.
The compact flash card does not have to be insartedhe controller for the machine to operate.
The controller does not have to be turned off oheotto insert or remove the compact flash card.

The machine data stored on the compact flash caydom copied to a PC for safekeeping.

The type of data that is saved on a compact flasthis in text form; therefore, sections of filesde
merged into a single file, and then easily impoited the controller.
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Hems:

If a zero is entered in the “Auto-Hem Time” setigygmeter, the bend pedal must be pressed to camplet
the hem and open the upper jaw.

If a value other than zero is entered, the bendlphmes not need to be pressed. The value entetbd i
setup parameter will be used as the hem delay time.

Once pressure is reached during a hem operationealelay will start. When the delay expires, the
upper jaw will open.

During the hem delay, the bend pedal may be preassexdd the hem cycle early.

Help System:

While any item is selected, press <HELP> to gep loel that item.

There is also a help index that lists every iteat th associated with help.

Press and release <SHIFT>, then press <HELP> to thygehelp index.

Select the item you want help with, then press <ER%.

Press any key to close the item details, then tsefexther item and press <ENTER> for the next iyemn
want help with.

To close the help index, press any key other tHANKER>.

Maximum Auto Stopping Distance Adjustment Parameter (Setups):

This parameter sets the maximum amount of distdrecéstopping distance” parameter is allowed taongeaeach
time the backgauge attempts to reach a target.

Example: (tolerance 0.02 ingtstopping distance 0.25 inclmaximum auto Stopping distance adjustment 1)inch

When the backgauge moves towards the target, isbgets by 0.02 inch.

The backgauge position is still in tolerance, bottexactly on target.

The controller will adjust the stopping distancé®0.02 inch earlier (more) than it was previowssi/at.
This makes the backgauge to stop an additionali@d@d®earlier than before to make it coast exaatly
target.

The Maximum Auto Stopping Distance Adjustment selisit to the maximum amount the Stopping
Distance parameter is allowed to change for eashbaekgauge position movement.

If the Maximum Auto Stopping Distance Adjustmentgraeter is set to 0 inch, the Stopping Distance
parameter will never be allowed to automaticallyuatd

There may be a large difference of the amountad lihat is put on the backgauge. This parametawvall
the controller to automatically adjust itself toempt to compensate for these variances.

A jam-up resulting in an error greater than Maxim@iato Stopping Distance Adjustment will not alter
the stopping distance.

Light Tower:

White (top) = Clamp has reached programmed pressure
Blue (middle) = Flip, or when Helicopter and Prdeehre both used.
Amber (bottom) = When a Helicopter Rotate the liigeshes; when a Propeller Rotate the light isdids

Flip Heli Prop Light Stack
° Blue
° Amber (Flashing)
° Amber
® ® Blue
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Movement Rules:

When the backgauge is homing, the upper jaw widrof 1 inch if it is not already open 1 inch orreo
Shear will not operate under the following condigo

» An operation step number is zero.

» An operation shear length is zero.

» The CPIl in setups is zero.
After a shear operation is started, pressing tinel Ipedal will force the shear to end its cycle egtdrn
home.

Upgrading Controller Application Code:

Two files are required to update the Intelli-Fotthtroller:
» The compact flash updating program.
» The Intelli-Fold application code.

The above two files should be copied to a comgdashfcard under a directory named BA1100.

When viewing the compact flash directory structomea PC, it should look like the following:

(If Your Compact Flash Drive Letter is E:) E\BA1100\AUTORUN.S19
E:\BA1100\Folder.S19
E:\\BA1100C\AUTORUN.S19
E:\\BA1100C\BA1100C-D_IntelliFold.S19

Before upgrading the firmware, make a backup o$etilips, materials and parts to the compact flash c

using the Compact Flash Management screen.

Power off the controller and insert the compadtflaard that contains the firmware.

While holding down <Program> and <F1>, power ondbatroller. You may release the keys after three

seconds.

The new application that is contained on the comfbash card will be programmed into the contraller

This process will take approximately 3 to 5 minutes

During this time, the screen may display strangeepas and colors, which is normal.

When the splash screen appears, turn the contaffléhile holding down <F5>, power the controlcka

on.

Release <F5> when the splash screen appears;ithitear and initialize the database memory.

Note: It is very important to perform this step. If thatabase is not initialized after new code is itesia

unpredictable results may occur.

The setups, materials, and parts can now be ingh@daded) from the compact flash card.

Modified Shear Operation:

When performing a shear operation with the 'Fligl &leli Rotate' items selected, the controllerdas
slightly different behavior when running the she#his is useful when using hemming or other typies
attachments.

Normally, when performing a standard shear opanattze "Distance To Bend Edge" setup parameter is
the shear offset value.

When a modified shear operation is performed ('Eliyg 'Heli Rotate' lights on), the distance toden
edge value will be entered into the Bump-Bend mdirid. This allows any number of additional
attachments to be used without the need to chdreg&istance To Bend Edge" setup parameter for each
type of attachment.

The 'Flip' and 'Heli Rotate’ lights tell the conlieo to ignore the "Distance To Bend Edge" setup
parameter and to use the Bump-Bend radius fietdeatool offset distance.
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Machine Operation Flow:

* When running in auto mode, the blue and amberdightthe light tower will turn on with the ambegHt
blinking.

» After the machine has clamped to pressure, pressdhd pedal to start the shear.

* Once the shear has traveled to the programmecddesta will stop.

* The upper jaw will open to allow the removal of thaterial, and or insertion, of a new piece of make
At this point, the upper jaw may be repositionedlamped to pressure. If clamped to pressure, the
current operations programmed pressure is usedwlilie lamp will also illuminate to show that clangp
at pressure.

* Press the bend pedal to return the shear bacle tocitme position.
Digital, Variable Frequency Drives (VFD) and ServaBackgauge Drives:

Variable Frequency Drives (VFD):

* The Intelli-Fold controller has the following digltoutputs available: a) Forwarad) Reverseand c)
Slow.

e The simplest way to wire the controller to a VFQasconnect these outputs to digital inputs on\R®
and program the drive to run at predetermined egttp for fast and slow based on these inputs.

* The speeds for fast and slow along with the ram@slatermined by the drive.

« If the motor has a brake, you need to releasertietanytime the forward or reverse outputs are on.

« If the drive is equipped with an analog input, yoay also use the Intelli-Fold analog output to tedi
drive what speed to run. In this case, the dreeds to be enabled anytime the forward or revargaits
are on

» If the drive accepts a bipolar velocity commane, direction can be determined by the analog voltafe
not, reverse needs to be a digital input into tieed

Analog Speed Output:
« Caution The Intelli-Fold analog output is differentidfi$ means that both the "plus" and "minus" analog
signals vary with respect to ground.
« If your drive has a single-ended input (one sigaahorted to ground) you must use an adapter BEok
Automation "Analog Converter" (item number BA104ecomplishes this.

» If using the Intelli-Fold analog output, you can ge speeds (command voltage levels) via setup
parameters in the Intelli-Fold controller.

* You can use the ramp times in the drive, in whiabecyou would set the ramp times in the IntellidRol
zero. Or, you can set the ramp times in the dove minimum value and program the ramps in the
Intelli-Fold controller.

Servo Drives:
* Most servo drives have a bipolar velocity commamuut. Connect the Intelli-Fold analog output ts th
input.
» Adhere to the same precautions mentioned above.

* The drive needs to be enabled anytime the forwardwerse outputs are on. You may tie them togethe
(wired-OR) and use that combined signal to endigaltive.

» Speed ramps will be determined by the settingkerintelli-Fold controller.

Light Curtain:
* The logic for the Light Curtain sensor input on tamtroller is on (active-low) when the curtairciear
(or OK).
* When blocked during a shear operation, the inpatishturn off, which signifies an error condition.
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