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JAVLBGROUP

SOFTWARE
Welcome MENU
When machine is turned ON, this screen will appear (RED DOT on centrer of screen)
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Press BLUE butoon on control panel (RESET) and DOT will TURN GREEN
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In welcome menu, you will find automatic mode and the side bar that gives access to other
machine ressources.
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AVLBGCROUP

SIDE BAR (machine ressources)

- Touch the desired ICON to enter specific menu

- HOME (main menu and automatic mode);

- Alarms

- User login (factory access only)

- Machine configurations (factory access only)

- Program management

- Bending accessory componets configurations

- MANUAL mode
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- INPUT / OUTPUT Status
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- Language selection
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AVLBGROUP

MANUAL Mode

Manual VLBGROUP
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In this menu, you will find actual state of all componentes controlled by this HMI.
Operator can touch (select) each of them and move it (forward / backward using + or — buttons)

- Touch the componente you want to control; it will be highlighted;
- Using the physical buttons of the stand-up controller, move it forward or backward.

In Z axis, when selected, its possible to move it clock and anticlockwise, ALSO to reset the
position to 02.
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AVLBGROUP

Bending accessory componets configurations
.WLBGROUP |

General configuration

Expandable tool - With | Follower pressure die
Opening time Start delay

Time to close Stop delay

Opening sequence |

Wait pedal end of cycle | '

Opening time

s <Gt DD

Time to close

This menu gives the possibility to control accessory bending options, as follower pressure die,
POBclamp, etc...

EXPANDABLE TOOL (Optional) — We set the time for vertical calmp (square bending) to stay
closed before and after the bending movement.

Ex. Set 1 sec. —tool closes and 1 second later bendi will start, after bendind cycle ends, 1 second
later vertical clamps opens.

COLLET (POB CLAMP) (NC2 only) - We set the time for POB calmp to stay closed before and after
the bending movement.

Ex. Set 1 sec. — POB closes and 1 second later bend will start, after bendind PROGRAM ends, 1
second later after FOOT PEDAL IS PRESS POB clamp opens.

FOLLOWER PRESSURE DIE (Hydraulic only)

We set the angle for pressure die to start and stop movement, before and after the bending
movement.

Ex. Set 32 — Pressure die starts movement after the 32 of the bending arm is achieved and stops
movement before 32 of the final bending angle.

OPENING SEQUENCE

When bend angle is achieve we can select (Open pressure die > Clamp die or Clamp die >
Pressure die)

WAIT PEDAL IN THE END OF THE CYCLE

After the bend sequence (program) is executed, POB clamp opens after foot pedal is pressed,
this is advised as it gives opportunity for operator to hold the tube before its released.
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JAVLBGROUP

PROGRAM MANAGEMENT

Program VLBGROUP |
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N OFF
Lubrification time s m s

On the top, this window shows on left side, always the name of the first program stored on the
controller. In this case, the name of the first program of the list is “mata vacas”

On right side, it's the name of the last program executed in the machine, even if the machine
was turned off.

On the centre of the screen, are the specific informations of the program that is selected. In this
case for the program “teste”.

( General )
Tube lenethm mm Mandrel - l

tool

Tool ndtusm mm
ON OFF
Lubrification time m 5 m s

We can see, the total length of tube we use, tube OD, tool CLR, if it uses mandrel, expandable

tool, lubrication, etc. (arrows allow the navigation inside program information)

In the bottom of the screen, these two buttons allow exchanging of information from HMI to

PLC and PLC to HMI.
m® @
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JAVLBGROUP

CREATE A NEW PROGRAM

Program First step to create a new program is to find a free cell
I;| in the list (or a old program not used).

Use the left navigation arrows....

General

Touch the name field, a keyboard will show....

Tube length
Right the name of the program (ex. mata vacas) and

press enter!

Tube diameter

Tool radius

A
hd

Second step, general information, as tube
length, tube diameter, tool radius, mandrel use
or not, expandable tool and lubrication General )
parameters.... Touch the field and right values.

—
. Tube length Mandrel
When done, press the right arrow, to go for the

programming of the bending operation. LRSS S ™™ Expandable T
tool
Tool radius mm

ON OFF
Lubrification time m s m :

Now we need to start inserting bending data.
Starting from first operation (bend) to the last.

Length (X), this is an indicative value and
will help on where to place the mechanical

-
< K

stop. )
Bending angle (Y), program the bending - Curven® -
angle and if needed adjustment for
springback compensation and bending Lengthmmm Rotation m
Curvature Oy compensation
Rotation of the tube (Z), angle, weight A diustm" Rotation mo
. - locit
compensation, speed and anticipated R
. Bend . Mandrel early m°
mandrel extraction. Velocity - extraction

When complete, press right arrow and to move to next operation repeate procedures, for as
many bends the program requires (2,3,4 ...)

When finish, press PLC (save is automatic) a confirmation message will appear, confirm.... And
name will jump to the right window (if machine is already referenced you are ready to work)
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> =

LAST PROGRAM

Last program produce is always present on the right side, meaning that you can continue
production without further action.
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JAVLBGROUP

SELECT A PROGRAM FROM LIST

Use the left navigation arrows....
Navigate thru the list till it shows...

Press PLC...

Length X
Program is now ready to start.
Curvature Oy

Adjust -

Bend .
| 1000 |

EDIT A PROGRAM

As in previous step, select a program from list, using the left side navigation arrows, navigate
thru the list till it shows...

Use left and right arrows to go thru the program operation list...

make the necessary changes and press PLC to save.

Press PLC...

Program is now ready to start.
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AVLBGROUP

AUTOMATIC MODE

VLBGROUP |

Program |

General parameters Curve parameters Ijl

Tube length EEcTsla]oeXs] mm Length 150.0 fuly

Tube diameterm mm Curvature Oy o
Tool radius 120.6 iyl
Mandre| ear\ym o
extraction

Adjust i

Bend

Velocity 100.0§L

Rotation e

e Tube weight
Lubrification time compensation

ON OFF Rotation o
s velocity “

-.E Curvature (°) (A Ke Rotation (°)
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To enter automatic mode, we must press the HOME button, but the above menu will show up
only if a program was previously selected and machine is referenced.

To enter properly AUTOMATIC MODE:

1 - Choose MANUAL mode and reference machine, attention machine will perform movements
to aknowlege the position of the components, STAY WAY FROM MACHINE HEAD and MAKE
SURE TUBE IS NOT PLCED IN THE MACHINE

2 - go to Program Management - Select a program from list, press PLC.
Now, automatic mode will show, press foot pedal one, all information will be visible.

Insert tube on machine, make sure bend die is closed and press foot pedal to start cycle.

Are you sure you want to perform this action?

Yes Cancel

NOTE: to prevent error a confirmation will be required when an action is made.
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AVLBGROUP

ALARMS

Alarms AVLBGROUP |

5 @ 9

02:39:37 Errors:

EtherCat alarm

07/20 02:39:37 Errors: Emergency presj|
07/20 02:39:37 Error: Speed variator O
07{20 02:39:37 Error: Speed variator O
07{20 02:39:37 Error: Engine termics

02:39:37 Error - Low oil level

Here we find the list of active alarms, also we can see historical of alarms.

INPUT / OUTPUT Status

Manual AVLBGROUP | ﬁ

Entradas
B Hydraulic Pumnp
=== Lubrification
B Mandrel
Mandrel backward
Unit Failure
{ I Multi. Adv Follower
! Minus button ) |— Die backwaré B Open collet
Plus button

die foward

die bac}:.\fu'ard:i

INPU and OUTPUT signals can be verified on this menu.
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JAVLBGROUP

MACHINE REFERENCING

In order to work in automatic mode, machine needs to be referenced (Y and Z axis).
Procedures bellow

Manual AVLBGROUP |

Oz axis

Referenced [T Referenced ™

ATTENTION MACHINE will perform MOVEMENTS, KEEP AWAY!
MAKE SURE NOTHING IS BETWEEN TOOLS and in BENDING HEAD/POB AREA

Enter MANUAL Mode and PRESS FOOTPEDAL, Machine will automatically perform this action.

Red light will turn GREEN near referenced box.

SECURITY FEATURE TO AVOID CRASHES between POB and FOLLOWER PRESSURE DIE.

If the last straight part of a programmed tube is short, theres the chance that during bend
POB car is pushed forward to the action area of the follower pressure die.

Since its being push forward at the same time that follower is moving also forward, collision
would happen only on the backward movement of the follower pressure die.

So, everytime this happens, machine will STOP automatically after bend is made. A WARNING
MESSAGE will appear on the screen, for operator manually push POB car back.

After its out of danger area, press foot pedal to end cycle. A SENSOR monitors this movement.
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