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Preface

This manual describes the operation of the Delem controller type DA-66T and is meant for

operators who are instructed for operation of the total machine.

Delem Limited warranty

. This manual does not entitle you to any rights. Delem reserves the right to change this
manual without prior warning.

. All rights reserved. The copyright is held by Delem. No part of this publication may be
copied or reproduced without written permission from Delem BV.

Version history

The control software is updated regularly to increase performance and add new functionality.
This manual is also updated as a result of changes in the control software. The following over-

view shows the relation between software and manual versions.

Software version

V11
V1.3
V1.4
V1.5

Manual version

V0311
V0811
V1011
V0212

Description

first issue V1

update to V1.3
update to V1.4
update to V1.5

This manual is valid for software version 1.5 and higher.

V0212, II



Table of contents

1. Operation overview and general introduction .................... 1.1
1.1. The control Unit . . . ... e 1.1
1.2. Front control elements . ... ... .. 1.2
1.3. USB CONNEBCIOIS . . .ottt ettt e e e e e e e 1.2
1.4. Operation and programming Modes . .. ...ttt 1.3
15.Getting started .. ... 1.6

1.5.0. Introduction . . .. ... e 1.6
1.5.2. Preparations . . . ... 1.6
1.53.Create adraWing . ... ...ttt 1.6
1.5.4. Determine bend SEQUENCE . . .. ... it 1.8
1.5.5. Numerical program . . . ...t 1.8
1.5.6. The Auto menu and Manual menu, productionmodes ... ............... 1.9
1.5.7. Back-up data, external storage . . . . ... 1.9
1.6. Programming aids . . . . ..ottt 1.10
1.6. 0. Help teXt ..o 1.10
1.6.2. Listbox functionality . ........... ... . . 1.11
1.6.3. Filter, live search .. ........ .. e 1.11
1.6.4. NaVIgation . . . ..o 1.12
1.6.5. Typing alphanumeric characters vs. special characters . ............... 1.13
1.6.6. NetWOrk ... e 1.14
1.6.7. Keylock function .. ........ .. 1.15
1.6.8. OEM function panel . .......... . 1.16
1.6.9. Software VErSIONS . . . . ...t e 1.17

2. Products, the productlibrary .. ... 2.1

2.1, IntrodUCtioN . . . ..o e 2.1
2.1 1. The Main VIBW . . ..ottt e e e e e e 2.1
2.1.2. Product selection . ... . e 2.2
2.1.3. New Product, starting a new graphical product ....................... 2.3
2.1.4. New Program, starting a numerical program . ........................ 2.4
2. L . VWS oo 25
2.1.6. Edit, Copying and Deleting a product or program ..................... 2.7
2.1 7. Filter function . ... ... e 2.8
2.1.8. Change direCtory . ... ... e 2.9
2.1.9. Network product selection .......... ... . ... . i 2.10

3. Product drawing . . ... ... 3.1
3.1. General producCt Properties . . ...ttt e 3.1
3.2.2D product drawing . . . . ..ot e 3.5

3.2. 1. IntrodUCtioN . . . . ot 35
3.3. LiNe Properties . ..o e 3.7
3.3 1. INtrodUCtion . . ..ot 3.7
3.3.2. Projection .. ... e 3.7
3.3.3. Precision selection . ...t 3.8
3.4, Bend properties .. ... e 3.10
341 AIrbend ... 3.10
3.4.2. Large radius: BUMpPING ... ..ot e 3.12
34.3. Hembends . ... ... 3.14

4. Tool configuration . ........ ... . . . e 4.1
4.0, INtrodUCHiON . . ..ot e 4.1
4.2, Standard proCedure . ... ... 4.1

V0212, Ili



4.3.Tool SElECHION . . ..o e 4.2

Positioning or repositioning . . . ... ... . 4.4

4.4. Tool segmentation .. ..... ... 4.6

4.5. Segmentation of individual tools .. ............ ... . . . . . . 4.7
4.5 1. TOOIVIEW . . . 4.7
ASSIgNMENES . . . 4.8

4.5.2. Segmentation VIEW . . ... ...t 4.9

4.5.3. Segments inthe tool library ....... ... ... ... . . . . . . 4.10

4.6. Station selection and repositioning . . ......... ... . 4.11
5.Bend SeqUENCE . ... . 51
5.1 INtroduUCtion . . .. oo 5.1
5.1.1. View SeleCt . ..o 55
5.2.Unbend producCt . ... ... e 5.6

5.3. Manual selectionof bends ........ ... .. . . 5.6

5.3.1. MOVE ProduCt . ... . e 5.8

5.3.2. MOVE QAUQE . . .ttt 5.9

5.4, ASSIgNMENTS . . .t e 5.11
5.4.2.Introduction . . . ... e 5.11

5.4.2. Assignments -general . ......... ... ... 5.12

5.4.3. Assignments - Backgauge possibilities . .. ......... ... o 5.14
5.5.Show bend sequence . ............ . . i e 5.17

6. Product programming . . ...ttt e 6.1
B.1. INtrodUCHiON . . ... 6.1

6.2. Bend parameters-basicdata . .. .......... .. 6.6

6.3. Bend-Parameters Optional data . ........... ... ... .. 6.11

6.4. Special editremarks . ... 6.16

7. Automatic Mode . ... ... 7.1
7.0 INtrodUCHioN . ... 7.1
7.1.1. Auto mode, parameter explanation . . .......... .. . o 7.2

T2 NV BW L e 7.4

7.2.1. FUNCHIONS SCIrEEN . . ittt ettt e e et e e e e 7.5

7.2.2. Angle COMreCtionS . . . ...t e 7.6

7.2.3. X COMECHIONS . . .ttt 7.7

7.2.4. Graphical visualisation . .......... . ... .. 7.8
7.25.Z200mMed ValUESs . . ..ot 7.9

7.2.6. View bends, shows allbendsinoneview .. .......................... 7.9

7. 2.7, NOS ..o e 7.10

7.3. Tool Configuration . . . .. ... . 7.11

7.4. Bumping COMrecCtion . . .. ... e 7.12

8. Manual mode . ......... . e 8.1
8.1. INtrodUCHioN . . . ..o 8.1
8.1.1. Manual mode, parameter explanation ................ .. ... .. .. ..... 8.2

B 2. VW Lo 8.6

8.2.1. ZoOM fUNCLION . . . . oo 8.7

8.2.2. AXIS STAtE . .. . 8.8

8.2.3. IO StatUS . . . .ot 8.9

ZOOM o ottt e 8.9

8.3. Manual movement of the axes ......... ... . . i 8.10

8.3.1. MOVEMENt ProCeAUIE . ..\ttt ittt 8.10

8.3.2. TeaCh ... 8.11

0. SettiNgS ... 9.1

V0212, IV



0.1, INtrodUCHION . . . .o 9.1

0.2, GeNEral . ... 9.2
0.3, Materials . ... 9.4
9.4, BaCKUp / 1eStOre . . . 9.5
9.4.1. Productbackup . .. ... 9.6
9.4.2. ProduCt reStOre . .. ... e 9.7
9.4.3. Tool backup . ... e 9.8
0.4.4. TOOl reStOre . ... e 9.8
9.4.5. Backup and restore for Tables and Settings ......................... 9.8
9.4.6. Directory navigation . ........... . 9.9
9.5, Program Settings . . . . .o 9.10
9.6. Computation SettiNgS .. ... oot e 9.14
9.7. Production Settings . . .. ..ot 9.16
9.8. Productiontime calculation . . . ......... ... . . . . 9.19
10. Machine .. ... e 10.1
10.1. IntrodUuCtion . . ...t e 10.1
10.2. Programming of Punches .. .......... .. . . i e 10.2
10,2, 0. VIBW oottt 10.3
10.2.2. Create a new punCh . ... ... . i e 10.5
10.2.3. Standard punNCh ... ... e 10.6
10.2.4. Hembend punch . ... ... . e 10.11
10.2.5. Air+hembendpunch ......... ... . ... . . . . . . 10.12
10.2.6. Bigradius pUNCh . . ... e 10.15
10.3. Programming of bottomdies . . ........ ... .. . ... 10.17
10.3. L. VIBW Lot 10.17
10.3.2. Create anew die ... ..ottt e 10.19
10.3.3. Standard die . ..., .. e 10.21
10.34. Hembend die ..... ... e 10.26
10.35. Insidehembenddie .......... ... .. e 10.28
10.3.6. Air+hembendUdie .......... ... i 10.31
104, AdaPIer . .o e e 10.33
10.5. Back gauge dimensions . . .......u ittt e 10.34
10.6. POSItion COIMECtiONS . .. .. i e e e 10.37
10.7. Machine upper Side . ... .. i e e e 10.38
10.8. Machine lower side . . ... . i e e 10.41
10.9. Machine frame . ... ... i e 10.43
10.10. ProtraCtor .. .... .ot 10.45
10,10, EVENtlOgging . .ottt e 10.47
10.11.1. Parameters . ..ottt 10.47
10.10.2. EXplanation . .. ... e 10.49
10.12. MaiNteNaNCE . . . .ottt ettt e e 10.51
10.13. Systeminformation . ... ... .. e 10.53
A. Parameter indeX . ....... .. Al

V0212, V



V0212, VI



Delem

1. Operation overview and general introduction

1.1. The control unit

The control looks as follows:

The precise outfit of your control may vary.

Operation of the control is mainly done over the touchscreen. A description of the functions
and available touch controls is given in the next sections of this manual, aside of the
description of the specific functions.

Beside the touch controls the front of the control consists of an emergency stop, the
handwheel and the start and stop buttons.

Special function keys, which can be mounted in the top panel of the control, have their specific
description parallel to this user manual and will be supplied by the machine manufacturer. This
user manual focuses on the control software and related machine functions.
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1.2. Front control elements

The frontpanel, beside display, consists of the following control elements:

Emergency stop button, to be implemented by machine
manufacturer.

Handwheel; manual control of any axis (Y + backgauge
axes)

Start button

Stop button

O
Q

1.3. USB connectors

At the right side of the control two USB ports are
available for connection of external devices, such as
memory sticks or an external keyboard / mouse.
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1.4. Operation and programming modes

The DA-Touch control's main screen looks as follows:

I DA -Touch '

Work dir.: \Products Machine ID:1

Prod.:—

Product ID A Description No.bend  Type  Thickness Lengt w:md !

<A 5800 2D DRAWING 5800 5 P2D 1.00 il |
: program

< 5900 3D DRAWING 5900 7 P3D 0.50 —_—

A s000 3D DRAWING 6000 11 P3D 150

= NS 4 P3D 1.00 filter

-/ BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00

1. demo hems 6 P2D 1.00 change |
) directory

f PRODUCT-1 2D DRAWING 1 3 P2D 1.00

Depending on the navigation button which is active, the screen will differ. The above main
screen will appear having the Products function active.

Just by tapping the various modes, the specific mode will be selected.

The structure of the main screen is as follows:

Title panel

In the top the title panel is always shown. In this area you can find logo information, which
product is loaded, the active bend, selected subdirectory and (when activated) the service
row. Also machine indicators can be found here.

IDA-Touch

Wark dir.: \Products
Prod.:BUMPING DEMO-001

Machine ID:1
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Information panel
In the information panel all functions and visualisation related to the selected modus are
displayed and can be found.

Product ID A Description No.bend  Type  Thickness Lengtl pr':;: i

<__A 5800 2D DRAWING 5800 5 P2D 1.00 e
—PrOQINM

== 5900 2D DRAWING 5900 7 P3D 0.50 b

, 6000 3D DRAWING 6000 11, P3D 1.50

—== 7005 4 P3D 1.00 filter

BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00

T demo hems 6 P2D 1.00 change |
directory |

_,J PRODUCT-1 2D DRAWING 1 3 P2D 1.00

Command panel
The command panel is part of the Information panel and is the location where the controls
related to the Information panel can be found.

Navigation panel

The Navigation panel is the area where all the major modes can be found. This area is always
visible. The controls, large buttons with icons, can be used to directly switch from one mode to
the other.
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Explanation of the main modes / navigation buttons

To make a new program and select a program out of the product
library.

To draw/create a new product or edit an existing product
(graphically).

To setup the machine and modify existing tool setups.

To compute and modify the bend sequence.

To create a new CNC-program or edit an existing CNC- program
numerically.

To start production of the selected product/program.

To program all settings for making one single bend, not related to a
program.

User settings and preferences applicable to the programming of
new products and programs. Also the required material properties
can be programmed in the Material library.

User settings and preferences applicable to the machine, tooling
library including the tool editor, backup/restore of data, software
version info etc.

Wherever you are in the control, via this button you can access the
help system which will provide you with context sensitive
information.
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1.5. Getting started

1.5.1. Introduction

In order to obtain a bend program for a product, the control offers the possibility to create a
product drawing and calculate a valid bend sequence for the product. With this information, a
product program is generated.

This is done with the following steps:

1 Go to the Products mode in the navigation panel and start a new product by tap-
ping New Product.

2 Enter the product properties and start to draw a 2D product profile in the Drawing
mode.

3 Check the tooling, modify or make a new set-up in the Tool Setup mode.

4 Use the Bend Sequence mode to determine the bend sequence by calculating it

or manually modifying it upon your own idea'’s.

When required modify the numerical CNC program via the Program mode.

6 Tap Auto and press the Start button in order to produce the programmed product.

(3]

1.5.2. Preparations

Before product programming can be started, the following preparations must be made.

. The correct material properties must have been programmed in the Materials library.
You can find this on the Materials page in the Settings mode.

. The correct tools must be programmed in the Tool Library. Tools are necessary to create
a CNC program. You can find the libraries for the different types of tools in the Machine
mode.

1.5.3. Create adrawing

The control offers the functionality to create a drawing of the intended product. With this
drawing application, tap Drawing in the navigation panel, a 2D profile or 3D product drawing is
created. At this stage, there is no calculation of bends or dimensions: any profile or drawing
can be created.

The drawing method on the Touch screen controller is based on:

» Sketching
* Value setting

Sketching

The product as well as tool shape Sketching can be done by tapping on the screen in the
different directions the drawing must have. The application will follow the tapping with drawing
a line between the indicated points. The last point of the design will show always a big red dot.

When the drawing dot is on the screen you can hold your finger on this position and move the
finger across the screen to move the connected line in another required direction or make the
line length longer. This method is the so-called 'Dragging’ facility. The length and angle value
will be visible on the screen and can be adjusted to be exact or close to the requested value.

V0212, 1.6



Value Setting
Once the product or tool is drawn in the Sketching method the exact values of line lengths and
angles can be optimized by the Value setting method. Just tap 2 times on the value of the line
length or angle to change and the keyboard will pop-up. The value can be entered in 2 ways
of confirmation:

e Enter function
« Enter-Next function

The Enter function will close the keyboard after entering the value. The Enter-Next function
will enter the value on the line or angle to change and the keyboard will remain opened for the
next programming step.

In case the typed value is erroneous, the “undo” button right from the input field can be tapped
to return to the original value or the backspace key on the keyboard to delete the last typed
character.

Zoom Bar

In the lower part of the drawing information panel, a Zoom Bar is available with which you can
slide your finger along the indicated area to enlarge (+ direction) or reduce (- direction) the
drawing on the screen. When you tap on the endposition of the field itself, the drawing can be
enlarged or reduced step by step.

Fit-To-Screen

In the command icons on the side of the screen you will find a Fit-To-Screen function. This can
be used when the drawing size is not clear in picture. Just tap once and the complete drawing
will be sized to fit the drawing screen.

Panning

The drawing of the product or tool can be moved over the screen just by moving your finger
over the drawing area, outside the drawing itself.

More information about this can be found in chapter 3.

Features of the drawing tool

. Graphical design of product shapes in 2D and 3D (if available)

. Scaled sheet thickness

. Auto scaling

. Horizontal and vertical projected dimensions can be entered
. Real scale tool design

. Various machine shapes (pressbeams and tables)

. Changing of lengths and angles

. Adding or deleting of bends

. Special bend features can be applied

* Hemming bends can be programmed
* Bumping bends can be used for big radius

. Existing products can be copied, changed and stored as a new product
. Closing dimension or highest precision tolerance selection
. Connecting 2D programs for 3D-production
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1.5.4. Determine bend sequence

When the product drawing is completed, the control offers Tool setup mode to program the
exact tool set-up as it is organised on the machine. After this you can select the Bend
Sequence mode to determine and simulate the required bend sequence.

In the Bend Sequence mode, the control shows the product, the machine and the tools. In this
menu the bend sequence can be programmed and checked visually. When a bend sequence
has been determined, the CNC program can be generated.

More information about this can be found in chapters 4 and 5.

Bending sequence computation

. Automatic computation for minimum production time

. Interactive bend sequence determination

. Manual bend sequence determination

. Collision visualization of product with tools and machine
. Free tool and machine shape selections

. Assignments of turn times, backgauge speed etc.

. Blank length computation

. Production time indication

. Bending sequence simulation

. Programmable finger positions

1.5.5. Numerical program
The Program menu gives access to the numerical program and values of the active product.

There are two possibilities to create a CNC program:

. enter a numerical program, started via the Products mode, tap New Program, step by
step;
. generate the program from the graphical bend simulation started via the Products mode,

tap New Product, via the Drawing mode. (see: Drawing mode; product drawing).

If the program is entered by hand, there is no collision check. All program values must be
entered manually. The program depends on operator experience.

If the program is generated from a graphical bend sequence, the program can be visualised
during production. A generated program can be edited according to operation needs.

More information about this can be found in chapter 6.

When a drawing has been completed with a bend sequence, and the program is stored, the
program is post processed and the nhumerical program becomes available.
The system automatically computes :
. Necessary force
. Machine adjustments such as:
* Y-axis position
Decompression
X-axis position
X-axis retract
Y-opening
R-axes
Z-axes
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Axes positions are calculated according to the machine configuration.

1.5.6. The Auto menu and Manual menu, production modes

A product program can be executed via the Auto mode. In Automatic mode, a complete
program can be executed bend after bend. In the Auto mode the Step mode can be selected
to have each bend started separately.

The Manual mode of the control is an independent production mode. In this mode, one bend
can be programmed and executed. It is typically used to test the behaviour of the bend
system.

More information about this can be found in chapters 7 and 8.

1.5.7. Back-up data, external storage

Both product and tool files can be stored externally. Depending on the configuration, these
files can be stored on a network or on a USB storage device. This facilitates a back-up of
important data and the possibility to exchange files between Delem controls.

More information about this can be found in chapter 9.
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1.6. Programming aids

1.6.1. Help text

This control is equipped with an on-line Help function. When the Help-button in the navigation
panel is pressed context sensitive help will be provided.

To activate a help window for a parameter tap the Help button in the navigation panel.

A pop-up window appears with information on the active parameter.

DA-Touch

(TIT——— (T—— CTITTE— T E— (T T—, TS —— (Fr——
Bottom dies | Adapter ' Backgauge | Position corrections | Machine upper side || Machine lower side | Machine Frame | Protr

Help Page:9.1-DI |+
Pragramming of Punches
. edit

In this 1ab, the punches used mn the maching, can be programmed. New punches can be added, exisling punches can be ediled snd afso
delated

DA-Touch

previous next scroll scroll
page  page  wp  down  9erd

Jal=ToTal o Nt .

Machine

This Help window contains the same information as the Operation manual.

The help window can be used as follows:
Use Previous Page / Next Page to browse through the help text.
Tap End to close the Help window.
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1.6.2. Listbox functionality

Several parameters on the control have a limited number of possible values. When selecting
such a parameter, by tapping the parameter line on the screen, the list of options will open up
near the position where you tapped the line, and the desired value can be selected.

General

| Inchimm-select min
S - M
Ton/kN-select v, mm

=
=

Enaglish

|
Language inch

Help language English

on

Key sound

Command panel side right

To undo the selection and the opened listbox, tapping outside the box will make it close
without changing the selected parameter.

1.6.3. Filter, live search

In some modes a list of entities is offered (products, tools, materials, etc.). An example of such
a menu is the Products mode (product selection). To search a particular product or tool, the
filter function can be used. Press the command button Filter, type a part of the ID in the enter
field. Automatically, the list is limited to those items that contain the typed part.

Multiple search parts can be separated by <space>.

Example of a product list: type: shown list:
product123 1 product123
product456 exampleproductO1

exampleproduct01
exampleproduct02

ex exampleproduct01
exampleproduct02

ex 1 exampleproductO1

To close an open filter screen use the keyboard-close button on the right side next to the
keyboard.
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1.6.4. Navigation

Within some modes, the program screens are divided into tabs.

DA-Touch ol

"Punches || Bottom dies Adaplerl. Backgauge ' Pasition corrections | Machine upper side 1" Machine lower side ‘Machine F

Machine parts.
[ Machine upper side = DELEM 01-H1030

| Machine lower side = DELEM 01-H950

7 =
iii "~ Machine 1D =1

Machine frame

| Frame height (FH)
Frame width (FW)
Frame thickness
Throat height (TH)
Throat width ﬁ'w;
Throat position (TP)
Throat radius (TR)

The tabs can easily be selected by just tapping them. When a tab is not completely visible or
not visible at all, just by dragging the tab row horizontally, the desired tab can be "pulled” in

sight and be selected.
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1.6.5. Typing alphanumeric characters vs. special characters

Both alphanumeric characters and special characters can be used throughout the control. A
full on-screen alphanumerical keyboard will pop up when required.

When editing a field which is pure numeric, the alphanumeric characters will be "greyed-out"
and only the numerical keypad can be used. For fields which enable to use alphanumerical
strings, the keyboard is completely available. Special characters as ? % - can be found using
the special character button on the left-lower side of the keyboard.

I DA -Touch '
autside dim. Prod.:5800 Thickness:1.00
Work dir.: \Products Desc.:20 DRAWING 5800 Material:1 STEEL (1.0037)
|
¢ a |
| | Product properties '
[N
Product
E Praduct 1D = 8800
| Product description = 2D DRAWING 5800 |
jes
Product properties
Thickness = 1.00 mm
Material = 1 STEEL (1.0037)
Bending length = 6000 mm

Dimensions = outer

Product description = 2D DRAWING 5800

L Y u | o]
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1.6.6. Network

The CNC control is equipped with a network interface. The network function offers the
operators the possibility to import product files directly from the network directories or to
export the finished product files to the required network directory.

Server i
OO —
) Client PC (Profile /%Bend)
DAB Y

Chapter 9 about backup/restore in Settings mode contains more information about networking
possibilities.
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1.6.7. Keylock function

To prevent for changes to products or programs, the keylock function offers the possibility to
lock the control. In the locked state, only a product can be selected and executed in Auto
mode.

To lock a control just tap the lock symbol in the top of the screen.

I DA-Touch i

[T ————m— ——T—TTTTT—, (T T—reT—
Computation settings | Production settings = Production time calculation

General || Materials | Backup/restore

General

me correction computation = disabled ﬂ
. Angle correction database = enabled b
| Angle correction programming = copy .ﬂ_l
| X correction programming = copy &
I Auto computations edit = off ™ |
| X1X2 difference programming = angular format !J
| f1/¥2 independent = off EJ
Default values

| Y opening default = 200 mm
[ Default pressing speed = 8.0 mmis

ﬂ Default wait for retract = no

| Default step change code = UDP

Default delay time = 0 sec
Default dwell time

Default hem opening

Default dimensions

Lock symbols will also appear behind parameters to show the lock is active and modification
is not possible.

To unlock the control, tap the lock symbol and enter the appropriate code. After entering, the
lock symbol will show it is unlocked and the lock symbols behind parameters will disappear.
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DA-Touch
{General || Materials '.Bﬁ;icup!raslnra | .Cumputat'i.un sr.Hil:!gs. Production sel‘llfﬁgs " Production time calculation
General
{ Angle correction computation = disabled ﬂ
Angle correction database !
correction programming “-.
i ction programming = capy E-'
I tations edit = off EJ
1 programming = angular format !..1
I = off b
Defadlt valies
|l Y opening = 20.0 mm -;*
.|
a

access code =

«a 7

4

Codes can be changed upon desire. The procedure to manages codes can be found in the
Installation manual.

1.6.8. OEM function panel

Depending on machine manufacturers implementation, the upper right corner of the screen
can be used for special indicators.

To access functions related to those indicators, the OEM function panel can be opened by
tapping this corner of the screen.

o
Thickness | Lengtl .p‘_'l;‘;u
i _ —
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1.6.9. Software versions

The version of the software in your control is displayed at the System Information tab in the

Machine menu.

I DA-Touch o'
srrections | Machine upper side | Machine lower side | Machine Frame | Protractor | Event Logging | Maintenance
cinera update |
en software
Application V15-074 P
Option ID DEVELOPMENT w:“‘: |
Machine name DELEM
restore |
Sequencer e Systant
Sequencer 6120
Delem.def 15-074
KO-table
KC-7001 51
Modules
Type D Flash version
DM103 6000001 V0.74
DM102 6000002 -
Dm102 6000004 -

DM102
DMm102
DM101

6000005
6000006
6000007

EIEE e o ain

Machine

Example of version number:

V123

V stands for version
V 1.x.x is the major version number
V X.2.x is the minor version number
V x.x.3 is the update version number

The major version number is increased when new major features are added to the software.
These software changes require additional introduction and could change the normal working
order. The minor version number is increased when new features and enhancements are
integrated which do not change the working order. The update version number solely is used
for software changes when corrections are needed in the existing software version.
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2. Products, the product library

2.1. Introduction

In the Products mode existing, previously produced, products can
be selected to start production or for modification in order to make a
similar product. To start making a new product or program New
Product or New Program can be used from this mode.

2.1.1. The main view

I DA-Touch '

Work dir.: \Products Machine ID:1

Prod.:—

Product ID A Description No.bend  Type . Thickness Lengt w:md '

<A 5800 2D DRAWING 5800 5 P2D 1.00 il
program |

<& 5900 3D DRAWING 5900 7 P3D 0.50 -

A s000 3D DRAWING 6000 11 P3D 150

= NS 4 P3D 1.00 filter

-/ BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00

1. demo hems 6 P2D 1.00 change
directory

JJ PRODUCT- 2D DRAWING 1 3 P2D 1.00

P N

Froducts

In Products mode an overview is given of the program library on the control. In this mode a
product program can be selected (loaded). After that a program can be modified or executed.
Each item in the list consists of a thumbnail of the graphical product (for numerical programs a
symbol is shown), its Product ID, the Product Description, the Number of bends in the product,
what kind of product it is (Type) and the Date it was last used or modified. The Type indication
of the product shows following types of products:
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P-- the product has a CNC program, there is no drawing

-2D the product consists of a 2D drawing, there is no CNC program
P2D the product has a 2D drawing and a CNC program

-3D the product consists of a 3D drawing, there is no CNC program
P3D the product has a 3D drawing and a CNC program

If a product program is already active its ID is shown in the top of the screen. A program can

be loaded by tapping the product ID or any other part of the product's line.

When there are more products than can be visualised in the screen simply drag the list in the
upward direction until the product is visible. From then again a single tap on the product

selects the product and activates it in the control.

2.1.2. Product selection

To select a product a single tap will do. The product will be selected and loaded into the
memory. From here production can be started by tapping Auto. Also navigation can start
through the Products Drawing (if existing), it's Tool Setup, the Bend Sequence and also into

the numerical Program of the product.

DA-Touch o'

Work dir.: \Products Machine ID:1

Prod.:BUMPING DEMD-001

Product ID A Description No.bend  Type  Thickness Lengt pr';;td

<A 5800 2D DRAWING 5800 S5 P2D 1.00 sk
program

< 5900 3D DRAWING 5900 7 P3D 0.50 H

A 8000 3D DRAWING 6000 11 P3D 1.50 I——

= s 4 P3D 1.00 filter

B BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00

1 . demo hems 6 P2D 1.00 change |
l:lin:l:tl:ryr_zI

AI—‘ PRODUCT-1 2D DRAWING 1 3 P2D 1.00

[ il D10589: 2D drawing and program BUMPING DEMO-001 loaded ]

Products
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2.1.3. New Product, starting a new graphical product

To start a new graphical product tap New Product.
After New Product is chosen, the programming of a new product starts with its general details

like Product ID, Thickness and Material.

I DA -Touch '
Work dir.: \Products Machine ID:1
Prod.:BUMPING DEMO-001
Pra inti new
1
| Product properties 3
e
— !
Product
| Product ID = |
Product description =
1 Product properties
Tk Thickness = . mm
] Material = 1 STEEL (1.0037)
— Bending length = . mm
N, | Dimensions = outer
i e
|- ry
Product ID = =)
Q w E R i Y u | o P a 7 8 8
v
A S D F G H J K I - 4 5 ]
Z X c v B N M . 1 2 3
bl
#e= & - 0 b o
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2.1.4. New Program, starting a numerical program

To start a new numerical program tap New Program.

After New Program is chosen, the programming starts with its general details like e.g. Product
ID, Thickness and Material. The shown general tab is next to the successive tabs which are
ready for programming the first bend.

DA-Touch ol

Work dir.: \Products

Basic data || Optional data | Axes

Product
| Product ID

Product description

Product properties

. Angle sel. =a

. Thickness = mm

| Material = 1 STEEL (1.0037)

| Blank length = . mm | &I;aangfy

Connected program edit
| Connect = i notes

1 Use adapters

Product ID =

T

Y
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2.1.5. Views

To view the products as a simple list, or completely graphical the View function can be used.
By tapping View one of the three view modes can be selected.

new
Lengtl product
new
program
8 i g
' +
q normal view
- i
‘1 expanded edit
'\_ .J 4
1 graphical filter
=
2.00 |
IDA-Touch ol
Work dir.: \Products Machine ID:1

BUMPING DEMO-001 demo hems FRODUCT-1

V0212, 2.5



V0212, 2.6



Delem

2.1.6. Edit, Copying and Deleting a product or program

To delete a product in the Products mode select a product by tapping it. It will be selected.
After that tap Edit and use Delete. To finally delete it confirm the question. To delete all

products and programs at ones, tap Delete All.

DA-Touch I o’

Waork dir.; WProducts Machine ID:1

Frod.:exampie

Product ID A Description No.bend  Type  Thickness  Lengtl """, |

¢ 5800 2D DRAWING 5800 5 P2D 1.00 .-

=& 5900 3D DRAWING 5900 7 P3D 0.50 H— |

A s000 3D DRAWING 6000 11 PaD 1.50 r—

~= 7005 4 P3ID 1.00 .

' BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00

1. . demo hems 6 P2D change

dll'!!:";l'r
example
0 Are you sure you want to delete the
selected product?

To copy a product select a product or program and tap Edit and use Copy. After this the name
of the product can be programmed and the copy will be done. The product will appear in the
same directory. The copied product will be an exact copy including tool setup and bend

sequence if available.

Product ID = example

DA-Touch I o
Work di.: IProducts Machine 041
Prod.-example
Product ID A Description No.bend  Type  Thickness Lengtl """
<7 5800 2D DRAWING 5800 5 P2D 1.00 p“',""‘;"_m, |
=& 5900 3D DRAWING 5900 7 P3D 0.50 LR I
A 000 3D DRAWING 6000 1 P 1.50 —
~~ 7005 4 P 1.00 .

' BUMPIN Copy
i | Product ID change
1 directofy

Product description

Tl {

u
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2.1.7. Filter function

To make finding products easier the filter function enables live searches through-out the
Products mode.

When tapping Filter, the filter screen will show. By typing the desired filter string, optionally
devided by spaces, the live search will start.

Optionally a different view can be selected. Also the specific property on which the filter is
applied can be changed by using Selection.
Selections can be done on Product ID, Product Description, Type or Date.

You can either enter a complete name or number or only a part of it. If you enter part of a
name and this part occurs in several product names, the control will show all product names
that contain that part. It is also possible to enter a combination of name and number.

See also section 1.6.2 about Filtering and 'Live search'.

DA-Touch

Work dir.: \Products Machine ID:1
Prod.:6800

4. Description No.bend Type Thickness

2D DRAWING 5800

5800 3D DRAWING 5900

6000 3D DRAWING 6000

7005

/" BUMPING DEMO-001 XYZ-8807.001

demo hems

1D filter =

T ¥
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2.1.8. Change directory

To change to a different product directory, or to add a new product directory, tap Change
Directory. When an obsolete directory must be removed, select the directory and tap Remove
Directory. When a desired directory is reached, tap Select to jump back to the Products screen
which will show all products in the directory. The active local directory name is displayed in the
header.

I DA-Touch &
lwmldlr.: \Products e
Prod.:5800
Product ID A Description No.bend Type Thickness Lengt
=g 5900 Change directory \User\Delem\Products .
’ 6000 | Recovered |
—== 7005 | NETWORK prd.5800.dlid | —
BUMP'N prd.5900.dld | —
1 demo he prd.6000.¢ !
J—‘ PRODUC prd.7005.dld
prd.BUMPIN 1

make remove
subdir. subdir.

cancel select

Froducts

make subdir. Add a new subdirectory. The name of the subdirectory can be any alphanumeric
string of maximal 24 characters. (Avoid the use of slashes /).

remove Delete a subdirectory. If the directory contains files or subdirectories, the control
subdir. will return questions to confirm the deletion for both.
The default directory "PRODUCTS" cannot be deleted.

In this menu it is also possible to remove existing subdirectories (only an empty one) and to
make new subdirectories. Tap Make Subdir and enter the new name. Subdirectories are
called subdirectories because these directories reside under the local directory
'DELEM\PRODUCTS'. The name of the subdirectory cannot be changed.

In this menu it is not possible to copy products from one subdirectory to another subdirectory;
this can be done in Drawing mode or Program mode.

When you leave the product selection menu the control remembers the active subdirectory
and the active product (if a product was selected) until another directory or product is
selected.
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2.1.9. Network product selection

When a networkdirectory has been mounted in the control this mounted directory can be
found under Network. Network is available next to the Product directory when using change
directory. The name of the mounted drive indicates availability for product selection and
storage.

The network directories can be navigated thru in the directory browser. Directries can be
selected, added and removed and products can be selected. When a desired directory is
reached, tap Select to jump back to the Products screen which will show all products in the
directory. The network directory is now the active local directory. Its name is displayed in the
header of the screen.

DA-Touch o'
Wark dir.: \Products Machine ID:1
Prod.:5800
Product ID A Description No.bend  Type  Thickness Lengtl """
SNy 5800 2D DRAWING 5800 S5 P2D 1.00 " -
=g 5900 Change directory \NETWORK + .
:. s000 | | Products | | products
- | B NETWORK

' BUMPIN
1. demo he change |
AI—‘ PRODU(

remove caricel
subdir.

Products B8

When you leave the product selection menu the control remembers the active subdirectory
and the active product (if a product was selected) until another directory or product is
selected.

While working with a “read-only” network, or when the network connection is interupted, the
product will be saved in subdirectory “Recovered”. This can be found as a subdirectory under
Products.
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3. Product drawing

3.1. General product properties

To edit an existing product drawing, choose the specific product
from the Product library and select Drawing.

To start a new product drawing, choose New Product in the product library

I DA-Touch o’
Work dir.: \Products Maching ID:1
.Product ID A “Description ”No.hend .Type ”Thickness ! Lengt w::ltd_
<A 5800 2D DRAWING 5800 5 P2D 1.00 il
= | wBIOArAn .
< 5900 3D DRAWING 5900 7 P3D 0.50 T
A s000 3D DRAWING 6000 11 P3D 1.50
:“ 7005 4 P3D 1.00 filter
-/ BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00
1 . demo hems 6 P2D 1.00 prr—
I directory
f PRODUCT-1 2D DRAWING 1 3 P2D 1.00 .

When a new product drawing is started a screen with general product properties appears.
First these properties, general data, should be set before starting with the product drawing.
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Work dir.: \Products Machine ID:1
Prod.:BUMPING DEMO-001
Produstin A D inti hMa hand Tuna Thinl Lansat] new

'T Product properties g
¢ |
— _: T
"i Product

| | Product ID = | t_
‘ Product description =

Product properties L

et

Thickness mm

Material 1 STEEL (1.0037)

mm

— Bending length

Dimensions

Product ID =

i Y

Product ID
A unique name to identify a product program. The maximum length is 25 characters.
The product ID may contain letters and numbers as available on the keyboard.

Product description
A name or description of this program. The maximum length is 25 characters. The
product description may contain letters and numbers.

If an existing product ID is entered, a warning appears that this product already exists. You are
asked whether to overwrite that existing product with the new product or not. If you choose
'ves', the existing product is erased. If you choose 'no', you must enter a new ID.

Thickness
Thickness of the sheet.

Material
Selection of the material type of the sheet. The control contains 4 pre-programmed
materials. See Settings to program materials. Press the required material to select it as
active.

Bending length
The Z-length of the sheet.

Dimensions
Determine the use of the outside (A) or the inside (B) dimensions in the product drawing
when new sides or surfaces are added. The figure below shows the definition of both
the dimensions. By default this parameter has the value of the Settings mode parameter
Default Dimensions.
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To change the active directory select Change Directory. The current product is automatically
copied to the new directory

I DA -Touch '
autside dim. Prod.:5800 Thickness:1.00
Work dir.: \Products. Desc.:20 DRAWING 5800 Material:1 STEEL (1.0037) d
L -ieigte
|| Product properties
o
E Froduct| Change directory \User\Delem\Products ]
|_ Pracl
il B Products | Recovered ;
185
el | NETWORK prd.5800.dld o
Mate I ies
— prd.5900.dld —
L Dime} prd.6000.dld -
prd.7005.dld
| prd. BUMPING DEMO-
|l: prd.demo hems.dld
make remove

< iHidir. stibdi cancel select accept

ST ERIEIER R EEn k

Drawing

When Edit Notes has been pressed, a new window appears in which you can edit the text
about the current product. The possible characters are displayed on the keyboard.
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In this window text can be entered. This text is stored with the product.

V0212, 3.4



Delem

3.2. 2D product drawing

3.2.1. Introduction

After entering the general product data the drawing screen appears.

I DA-Touch o

outside dim. Prod.:example Thickness:10.00

Wark dir.: \WProducts Desc.: Material:1 STEEL (1.0037)

£ 4 delete

&

properties |
product |
properties |

mTA o e

Drawing

In the upper information row you will find the information about product ID, product
description, inside/outside dimensions selection and actual product directory.

Now you can create the profile of the product. It is possible by using your fingers to tap and
create quickly the product in 'sketch’ mode. After that the real product dimensions and
corresponding values can be entered by using the keyboard.

It is also possible to directly enter the angle of the bend followed by the length of that side by
using the keyboard and the Enter button. The properties are prompted in the input bar of the
screen on the keyboard panel. This procedure continues until the product has the desired
profile.

The product data can be changed by selecting Product Properties. The properties of the
product angles and lines can be changed by selecting Properties.
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The currently active element (line or angle) is highlighted. In a product drawing you can
program up to a maximum of 99 bends per product (graphical programming).

When the product drawing is finished it is possible to navigate to the next step in the
programming process; to determine first the Tool Setup and after the Bend Sequence.
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3.3. Line properties

3.3.1. Introduction

When the cursor is on one of the product lines it is possible to change the properties of that
line by selecting Properties.

I DA-Touch o'
outside dim. Prod.:example Thickness:10.00
Waork dir.: \Products Desc.: Matarial:1 STEEL (1.0037)
ard
Y= .
ﬁ Properties

— roperties
[ Side length = 1000.0 mm | DI
Projection method product
Horizontal projection = 1000.0 mm properties

Vertical projectior nm

Precision = normal

AT Em e

3.3.2. Projection

Inside the window with line properties, the following projection properties can be programmed:

Horizontal projection
The horizontal distance a line must measure, regardless of its angle value.

Vertical projection
The vertical distance a line must measure, regardless of its angle value.

projected
height

The projection function is a useful aid for drawing diagonal lines between points without
having to compute the precise side length. When a line is selected, simply enter a horizontal
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or vertical projection distance and press Enter. The required line length is computed and

applied to the selected segment.

is normal entered line length
is vertical projected line length
is horizontal projected line length

It will be noted on the screen if projection is not possible.

3.3.3. Precision selection

When the drawing cursor is on a line segment, you can select the level of precision for this
line. Enter the properties and go to the parameter Precision.

Precision

Select the level of precision for a line.

Normal:
High:

Achieve normal accuracy for this segment.
At bend sequence computation the back gauge stop position will be

chosen to get the highest possible precision for this line interval.
Closing dimension: At bend sequence computation the back gauge stop position will
be chosen to get the resulting tolerances in this line interval.

Example:

o high
precision

¢ closing
dimension
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Line interval marked with the open circle should be, if possible, directly placed between back
stop and the centre of the die.

Notes
Specifying line intervals with high precision and closing dimensions may result in longer
production time.
The precision parameter will have priority over the "front extend ratio”, if that is set to
"comply if possible".
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3.4. Bend properties

3.4.1. Air bend

Drawing a product graphically is simply programming the line length, angle value, next line
length, etc. till the product has its required shape. The bends in the product have their
standard or specific properties. The bend properties can be set by selecting the bend and
selecting Properties.

DA-Touch w'
autside dim. Prad. 5800 Thickness:1.00
Woark dir.: \Products Desc.:2D DRAWING 5800 Material:1 STEEL (1.0037)
ol
E Properties
propertie
Bend properties -
| Bend type = air bend afl o=
Angle = 13500 ° atbperiies
Preferred radius = 1.0 mm
(=]
==
cancel accept

|
Drawing

Bend type
With the bend type it can be determined what kind of bending process is required.
Options are:

» Air bend as normal bend with a defined angle and preferred radius.

« Bumping as bend process to realise a large radius in different steps of airbending.

« Hem bend as bend process including the pre-bend (a standard air bend with a
sharp angle) and hemming action with help of a special hemming tool.

Angle
The angle value to bend.

Preferred Radius
The intended radius which is programmed. As initial value the programmed product
thickness is used. This radius can also be a large radius requiring large radius tools.
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Computed radius
The resulting radius as computed from the control settings. Amongst others the resulting
radius is depending on the used tools in the bending process

A large radius is meant to be bent with a special radius punch with large radius. If such a
punch is not available, the bumping method can be selected. The radius value may not
exceed the length of any adjacent sides. For the definition of the line lengths to be
programmed in the part connected to a radius bend, see figure below.

e -

L2

Lengths L1 and L2 must be equal or bigger than the radius R.

It is also possible to create a bend by placing the cursor on the flange end where the bend is
required and select Properties. In this way the pop-up window will appear with an extra
parameter to fill-out.
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3.4.2. Largeradius: Bumping

DA-Touch o’
outside dim. Prod.:5800 Thickness:1.00
Wark dir.: \Products Desc.:2D DRAWING 5800 Material:1 STEEL (1.0037)
o
I—
&
=
Properties
=
Bercd prnpnrlies properties
| Bend type bumping el duct
produc
Angle 13500 ° properties,
Radius 1.0 mm

Number of segments

3

Equal bumping-segments

disabled

If a tool with large radius is not available, the bumping method can be chosen. With this

method, a large radius in a product is obtained by a series of slight bends in succession.

First you can choose the Angle Definition. The available definitions are:

* The default angle is the angle which could be programmed as standard.

* The central angle is the supplement of the default angle (i.e. 180 degrees - default

angle).
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|
/ central angle

angle
{default) |

To apply the bumping method, the following parameters must be programmed:

Central angle
The supplement of the angle value to bend.

Radius
The intended radius which is programmed. As initial value the programmed product
thickness is used.

Number of segments
The number of segments in which the radius will be divided. The number of bends in this
radius is the number of segments plus 1.
The more segments you select, the more bends will be used to create the programmed
radius within a smaller tolerance. With a high number of segments you will need a
smaller V-die opening to be able to bend in a proper way.

Equal bumping-segments
When a product has a radius bend, the segment size is computed from the number of
segments, which has been defined by the user. Standard the first and last segment are
calculated half the size of the mid segments to obtain a better result. However, it can be
a problem selecting a die suitable to bend these small segments. Therefore the control
can calculate an equal size for all segments. This can be defined with this parameter.

» Disabled (no equal sizes)
* Enabled (equal sizes)

When Enabled all segments will have an equal size.

When Disabled the calculation is including half size segments. If in this case a problem
with the size of the V die is detected in the bend sequence determination, the user is
asked whether or not to select a re-calculation with equally sized segments.

When you must program such a bend, first program a standard angle with adjacent sides.
Then put the cursor back on the angle, tap the function Properties and select Bumping as
Bend Type. You will be prompted to program the radius, the number of segments and if you
like to have equal bumping segments or not. After programming these parameters the radius
is drawn in the product and a message will appear on the screen with information about the
smallest calculated segment length. The smallest segment length has consequences for the
selection of the die.
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3.4.3. Hem bends

When creating the required profile of the product with a hem bend it is possible to first prepare
a flange with a prebend angle, place the cursor on the bend and select Properties. The bend
properties can be programmed in the pop-up window.

DA-Touch o'
outsids dim. Prod. 5800 Thickness:1.00
Woark dir.: \Products Desc.:2D DRAWING 5800 Material:1 STEEL (1.0037)
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E Properties

Bend properties

| Bend type
/ Prebend angle
\ Hem opening

hem bend
30.00
0.0 mm

cancel accept

| Drawing

Itis also possible to create a hem bend by placing the cursor on the flange end where the hem
bend is required and select properties. In this way the pop-up window will appear with an extra
parameter to fill-out.

Bend properties

Prebend angle
The required angle of the pre-bend, normally a sharp angle. The angle can be set upon
the best practical value, the default value is 30 degrees.

Hem opening
The hem bend can be made with a certain opening distance between the 2 flanges. The
hem opening value will be used calculating the beam position in the hemming process.
By default this parameter has the value of the Settings mode parameter Default Hem
Opening.
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Side properties

Side length
The length of the flange to hem.
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4. Tool configuration

4.1. Introduction

To edit or modify a tool setup for the product, select the product
from the library and use Tool Setup

4.2. Standard procedure

When the function Tool Setup has been activated, the screen shows a front view of the
machine set-up in the upper half of the screen. In the lower half of the screen, the tool data is
displayed. In this screen, the placement of tools in the machine can be programmed.

I DA-Touch ol
Bend line size: 600.0 Thickness:1.00
Preferred radius: 1.0 Materfal:1 STEEL (1.0037)
e delete
| s config. |
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¥ DELEM 05-H170-A28-R10 600.0 1200.0 normal none 170.0 28.0 1.0
| DELEM 03-H120-A30-V404 6000 1200.0 e
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In the front view, the following machine elements are shown, from top to bottom:

. Machine upper side (pressing beam)

. Adapter for punch (if an adapter is programmed)
. Punch

. Die

. Machine lower side (table).

The machine parts have already been pre-selected in the Machine mode. Normally these
parts will not change. Whether an adapter can be programmed depends on the parameter
Enable Adapters in the same Machine mode.

V0212, 4.1



4.3. Tool selection

When starting a new tool configuration, the machine opening is empty.

I DA-Touch l o
Bend line size: 500.0 Thickness:1.00
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il
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delete
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ID Length Position Orientation Heel Height Angle V Radius assignm.

Select Add to add a tool to the configuration; punch, die or adapter (if enabled).

I DA-Touch l o
Bend line size: 500.0 Thickness:1.00
Preferred radius: 1.0 Material: STEEL (1,0037) J
@
EC-[II[JI”‘!
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= =ittt 2]

o [ ]
ID Length Position Orientation Heel Height Angle V Radius adapter I assignim.

When a tool has been chosen (e.g. a punch), it is placed in the machine with maximum
available length.
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DA-Touch I o
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After a tool is placed, the tool ID can be changed by selecting the Punch ID in the screen and

tapping on the List view.

I DA-Touch o'
Bend line size: 600.0 Thickness:1.00
Preferred radius: 1.0 Material:1 STEEL (1.0037)
ID 4. Shape Angle Height Resistan normal
l D 0 0-A56-R10 standard 6.0 0.0 0 expanded
( DELEM 02-H220-A86-R10 standard 86.0 220.0 1.0 graphical
f DELEM 03-H170-A86-R10 standard 86.0 170.0 1.0 sm:’philcal
[ DELEM 04-H220-A86-R10 standard 86.0 220.0 1.0 +
A selection
' DELEM 05-H170-A28-R10 standard 28.0 170.0 1.0 g
I demo air + hem air + hem 28.0 170.0 1.0
ID filter = D)
Q w E R i Y u | o] P L ] 8
v
A s D F G H =l K L5 8
2 X c \' B N ] i 3
#e= & e +

If only a part of the tool ID is typed, the control automatically offers a list of tools with the typed

characters. This is a filtering function.
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By tapping Advise from this screen a limited selection from the available tools will be made
and displayed. The criteria for the selection are:

. Product radius; the selected tool must result in a product radius close to the preferred
radius. The resulting radius must be in the range of the preferred radius +/- 50%.
. The necessary bending force should not exceed the resistance of the tools.

. The angle of the tools should be equal to or smaller than the required product angle.
. The bend method should match. For example, hemming tools are selected when the
product contains hem bends.

The full list can be displayed by tapping Show All.

Positioning or repositioning

To change length and position of a tool, move the cursor to the appropriate field, type a new
value and press ENTER. When the length and position are changed, the tool is ready.

Tools can be selected by tapping them, their position can also be changed by dragging them
to the desired position.

The repositioning of tools by dragging is enhanced with a feature to enable accurate
positioning. When, during dragging, the finger is moved downward, the positioning speed is
decreased. The further the finger is moved downward, the slower and more accurate the
positioning can be done.

DA-Touch l "y

Bend line size: 500.0 Thickness:1.00
Preferred radius: 1.0 Material:1 STEEL {1.0037)

delete

config.
compute
segments
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add
delete
ID Length Position Orientation Heel Height Angle V Radius assignm.
I DELEM 01-H120-A30-V0E2 600.0 1200.0 normal 120.0 30.06.2 1.0

position = 1200.0 mm
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When dragging tools, or tool stations, the snapping function will assist in aligning the upper
tool with the lower tool at left or right, or the tools or toolstations with the middle of the
machine. At the time tools are within the snapping zone, a red line will appear indicating that
release will help positioning towards the indicated edge or position.
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After the punch is finished, a die with the default ID, with the same length and position as the

prepared punch is put below the punch.
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The tool set-up can be modified with the available functions or by changing a value in the list
view. Punches and dies can be added or deleted, the existing tools can be moved to a
different position, their length can be modified, the orientation can be changed (i.e. the tool

can be turned around) and heel types can be changed.

Delete config.

The existing configuration is deleted and a new tool configuration can be started.

Add

Add a new tool to the tool configuration. When pressed, some new functions are offered to

choose the tool: punch, die or adapter (if enabled).

Delete
Delete the currently selected tool.
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4.4. Tool segmentation

When using segmented tools, from which desired sized tools can be composed, the control
can support this and can help to generate the appropriate segmentation.
I

DA-Touch o
Bend fine size: 600.0 Thickness:1.00
Preferred radius: 1.0 Material:1 STEEL (1.0037)

delete

config.
compute |
_ segments |
m
add |
delete |
ID Length Position Orientation Heel Height Angle V. Radius  assignm. |
M DELEM 01-H120-A30-V062 5400 522.5 normal 1200 30062 1.0
U DELEM 01-H170-A56-R10  400.0  590.0 normal  none 170.0 56.0 1.0
'@ DELEM 05-H170-A28-R10  150.0 1545.0 normal  none 170.0 28.0 1.0 |
M DELEM 01-H120-A30-V062 520.0 1545.0 normal 1200 30062 1.0

mm@ F%lﬂm M m n

Teol Setup

In below paragraph the functionality for segmentation is explained, including the use of the
three views on the tool setup. Next to the Tool Setup screen the ability to have segmentation
features available is depending on the programmed segments for each tool. This
programming can be done in Machine mode under the Punches and Bottom dies libraries.
More on programming of segments in the Tool library can be found at the end of this
paragraph.

From within the Tool Setup screen there are three available view modes. With the selection
buttons on the left side of the machine front view following views can be chosen:
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4.5. Segmentation of individual tools

After the proces of setting up the desired tools for the products to be made, the Bend
Sequence mode can calculate the most efficient bend sequence.

Upon desire the tools can be segmented, helping in the selection of the segments building op
the correct tool length.

The tool segmentation function automatically calculates the required segmentation and uses
the assignments “maximum inter tool distance” and upon choice the “tool length tolerance” for
finding the best solution.

DA-Touch I w ]

Bend ne size:  600.0 Thickness:1.00 1
Freferred radius: 1.0 Material:1 STEEL {1.0037) l

delete

config.
compute
segments
+*
add
delete
[»] Length Position Orientation Heel Height Angle ¥V Radius assignm.
¥ DELEM 01-H170-A56-R10  400.0  590.0 normal none 170.0 56.0 1.0 |
I DELEM 01-H120-A30-V0E2 540.0 522.5 normal 120.0 30.06.2 1.0 ‘
¥ DELEM 05-H170-A28-R10 150.0 1545.0 normal right 170.0 28.0 1.0 ‘
) 1845.0
I DELEM 01-H1 ZO-ABO-\i I} D4851: Exact solution found; 4 segments used }D 6.2 1.0

45.1. Tool view

For the segmentation of tools one can press the tool segmentation function in Toolview.

The system will, based on the programmed segment lengths and number of available
segments, calculate the segmentation for that specific tool. This, taking all stations using the
same tool into account (tool segments must have been programmed in the specific tools).

After starting the function, the found results are shown and the optimisation proces results can
be followed. When an exact match has been found the indicator will turn green (later the color
of the tool symbol is colored similarly).

When a non-exact but valid length is found, taking the assignments into account, the indicator
will turn yellow. This can mean that either the inter tool distance or the tool length tolerance
has been used. Also it can mean that, given the fact that it is a 2D product, the tool is longer
than desired. The results are shown in an information message shown.

When the result of the automatic calulation is that there is no valid segmention possible, the
indicator will turn red. No segmentation will be applied.

The calculation proces can be interrupted with Cancel, or Stop accepting the current achieved
optimisation.
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To merge a segmented tool to a non-segmented tool, the Merge segments button can be
used. When changing the properties (e.g. length) of a segmented tool, it will automatically
merge into a non-segmented tool.

Assignments

The assigments used during the segmentation calculation can be found by tapping the
Assignments button.

The following assigments are available:

Max inter segment distance
The distance allowed in between segments.

Use tool length tolerance
To enable this tolerance for the allowed segmentation deviation.
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Bend line size: 500.0 Thickness:1,00
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4.5.2. Segmentation view

When switching to Segmentation view, the segments of the tools will be shown, both in the
graphical visualisation and in the list below.

Only the segments from the selected tool are shown. The individual segments can be moved
and changed, and the list shows the division of segments of which the tool can be build from.

DA-Touch I o'
Bend lne size: 500.0 Thickness:1,00
Preferred radius: 1.0 Material:1 STEEL {1.0037)

add

delete

ID Length Position Orientation Heel Height Angle V Radius assignm.

: |

Segments can be changed within the segment view. The available segments in stock are not
taken into account at that time. With a renewed segmentation this can be verified.

When changing tool length or type, segmentation will be lost, and need to be generated again.
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4.5.3. Segments in the tool library

To enable the use of segments, and the calculation of segmentation based on the available
segments, one needs to fill out the library. This can be done in the tool programming, to be
found in Machine mode, under Punches or Bottom dies in the tool properties.

DA-Touch l o

ID:DELEM 01-H1T0-AS8-R10

Description: DELEM 01
Tool properties

£l . : ;
Basic data | Optional data
Segment Length Heel Number of segments -
2 25.0 none 1

front 3 30.0 none 1 "

- - 1 drawing . |
4 35.0 none 1 |
. - propesties |
5 400 none 1 1
6 100.0  right 1
s 100.0 left 1

In every tool, the segment’s length, the optional heel shape and the available amount of
segments can be programmed on the Segmentation tab.
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4.6. Station selection and repositioning

The third Tool Setup view is the Station view. In Station view the complete toolstations are
highlighted when selected, and can be repositioned by programming an alternate position or
dragging to the desired new position in the machine.

A toolstation is automatically defined when there is an overlap from punches with dies. This,
meaning that a toolstation is considered a station when e.g. there is an exact position of punch
and die opposite of each other. When there is a shifted position but still overlap in between
punch and die, this is still considered a tool station. Even when two punches are opposite of a
single die, which can be usefull bending constrained bends, this is considered a toolstation.
These stations can be repositioned without losing their relative positioning.

DA-Touch I o'
Bend fne size: 500.0 Thickness:1,00
Preferrad radius: 1.0 Material:1 STEEL (1.0087)

ID Length Position Orientation Heel Height Angle V Radius assignm. |
@ DELEM 01-H170-A56-R10 4000 590.0 normal  none 170.0 56.0 10 |

I DELEM 01-H120-A30-V062 540.0 522.5 normal 120.0 30.06.2 1.0

. DELEM 05-H170-A28-R10 150.0 1545.0 normal right 170.0 28.0 1.0

oae | oo

l DELEM 01-H120-A30-V062 520.0 1545.0 normal 120.0 30.0 6.2 1.0

N

Station view is not changing anything to the tool details.

V0212, 4.11



V0212, 4.12



Delem

5. Bend Sequence

5.1. Introduction

To generate or modify a bend sequence for the product drawing,
select the product from the library and use Bend Sequence

When a tool configuration is available, the bend simulation can be started to determine a bend
sequence for the active product. The bend sequence determination is started by tapping the
navigation button Bend Sequence.

I DA -Touch '
Preferred radius:1.0 Prod. 5800 Thickness:1.00
Computed radius:2.1 Desc.:20 DRAWING 5800 Materfal:1 STEEL (1.0037)

shift
product

manual
selection ]

compute |

assignm. |

*  bend |
sequence |
———

show
bendseq.

The bendsequence determination can be realised by automatic calculation starting with the
bent product. It is also possible determining the sequence manually starting with the flat
product, not using the automatic calculation.

In the bendsequence screen the product appears between the tools in a possible last bend
position. When starting the simulation, the product is shown in its final state. In order to obtain
a bend sequence, the product must be unfolded from the last bend to the first. This can be
done with the available function keys.

When it is prefered to start with a unfolded product to manually chose the bendsequence, this
can be chosen under the command button Bend Sequence.
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Functions

Unbend
Unbend the currently shown bend or start searching for the next feasible bend to unfold.

Bend
Bend the product in the simulation screen or switch to the next bend step.

Shift product / Shift gauge
Shift the product manually (if product is bent) or shift the gauge manually (if product is
unbent).

Manual selection
Manual selection of a bend line. Additional possibility to determine the bend sequence.

Compute
Compute a valid bend sequence. During the computation the bend sequence computation can
be cancelled or stopped,;

» Cancel is shown when no valid bend sequence has been computed yet
» Stop is shown when a valid bend sequence has been computed already. This
could be the not optimum in production time.

Assignments
Open a screen with assignments, parameters for the bend sequence computation.

Bend Sequence
To start a new bendsequence, to reload the original bendsequence or to save a complete
bend sequence. These functions can be found under the bend sequence command button.

new
I new flat
l reload
*+ bend
sequence

+New
Start a new bend sequence, any existing sequence is removed. This is for automatic
computed bend sequences.

+New Flat
Start a new bend sequence from a flat sheet. This is for manual determined bend sequences.

+Reload
Restore an existing bend sequence from disk, but disregard any related CNC program. This is
also including corrections.

V0212, 5.2



P —n‘.:..‘\{_
||| “}\}tg:\ Qry

A= B |

After a bendsequence has been calculated or determined, the Save and Save as can also be
found in this menu.

new
new flat
reload
/
I|* bend
save a
{| sequence
4
save as |

+Save

Save a bendsequence will save the resulting CNC program on disk. The resulting CNC
program contains all necessary axis positions and tool numbers. This command can only be
executed when a complete bend sequence has been determined.

+Save as
Save as can be used to save the current product and its bendsequence under an alternative
name. This enables an easy way to make product differentiations (variants).

When the bendsequence screen is left, the product will automatically be saved. If there are
changes made, and save is not used, this will be prompted on the screen.

Show Bendsequence
To show a mosaic screen with a step-by-step graphical overview of the bend sequence.

The bend sequence can also be viewed and determined in a 3D view. This can be achieved
via the view mode selection.
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5.1.1. View select

Within the bendsequence screen views can be switched upon required choice.
The view functions are located oposite of the command buttons in the main screen.

I DA-Touch o'
Preferred radius:1.0 Prod.:5800 Thickness:1.00
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bendseq.

Sequence
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5.2. Unbend product

In order to generate a CNC-program the bend sequence must be known. There are two ways

to achieve this:

. Press the function key Compute. The control will automatically compute the quickest
possible bend sequence for this product.

. Press the function key Unbend repeatedly, until the product is completely unbent.

When the product is completely unbent, press the function Bend sequence and Save to
generate and save the CNC-program.
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It is possible that no bend sequence has been found for various reasons:

. The installed tools are not correct. Return to the tool configuration menu to change the
tool configuration.
. The assignments are incorrect. Return to the assignments menu to modify the

assignments.
. A collision has been detected during unbending. It is possible to manually adjust the
bend sequence with the available functions. This is explained in the following sections.

5.3. Manual selection of bends

Normally the control proposes the next (un)bend in a sequence. This is computed by the
control depending on the programmed assignments and of course the product shape and
applied tools. For various reasons it can be necessary to choose another bend line for the
bend sequence. The bend sequence can be changed/determined through the function Manual
Selection. When the function Manual Selection has been choosen, a new window is opened.
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Functions

Unbend

Sequence

Unbend the currently shown bend or start searching for the next feasible bend to unfold.

Bend

Bend the product in the simulation screen or switch to the next bend step

Shift Front

Shift the product to the front.

Shift Back

Shift the product to the back.

Swap

Turn the product between the tools (back to front).

Cancel

Leave the current screen without saving changes.

Accept

Save the changes and leave the current screen.
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5.3.1. Move product

In the bend simulation menu, the control computes the next possible bend to unbend. The
product is placed between the tools, where there is no collision with the tools or the machine.
In case you want to shift the product under the tool set (which is mounted), you can move the
product by selecting the function Shift product. A new window appears.
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| Shift product
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Jump Left
Move the product to another toolset combination in the left direction.

Jump Right
Move the product to another toolset combination in the right direction.

Shift Left
Shift product to the left within the same toolset. The step size is displayed at the command line
prompt and can be changed.

Shift Right
Shift product to the right within the same toolset. The step size is displayed at the command
line prompt and can be changed.

Show
Select a possible view of the simulation:

e product/tools
o all
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Cancel
Leave the current screen without saving changes.

Accept
Save the changes and leave the current screen.

5.3.2. Move gauge

The control automatically computes at each bend the X axes, R axes and Z axes positions.

It takes into account the values of the option assignments and searches for a solution without
collision of the fingers with the product. In order to be able to choose alternative positions, you
can move the fingers manually.

When the product is unbent, select Shift Gauge. A pop up window displays the backgauge
fingers with one finger highlighted.

I DA-Touch o'
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Sequence

The fingers can be moved by means of the different available functions.
Functions

Select Finger
Select the finger to move.

Pinch corner

Position the finger around the corner of the contact surface to fixate the product both in X-
direction and Z-direction; this is only possible on a machine with special fingers that have the
pinching possibility. Also the controller should be equipped with this option.
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Change Side
Move the selected finger to another side of the product behind the machine. In the example
there are two possible finger positions to choose.

S

This way is only possible and will only be accepted if the required axes are enabled in the
control (like X1 and X2).

Lay On Finger
Toggle between lay product on selected finger or not. This option is only selectable in case
you have R-axes in your machine.

Shift Left
Shift the selected finger to the left. The step size is displayed at the command line prompt and
can be changed.

Shift Right
Shift the selected finger to the right. The step size is displayed at the command line prompt
and can be changed.

Cancel
Leave the current screen without saving changes.

Accept
Save the changes and leave the current screen.
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5.4. Assignments

5.4.1. Introduction

The Assignments are parameters with which the bend sequence computation is controlled.
The assignments screen is opened from the tool configuration screen with the function key
Assignm.

Automatic bend sequence computation works with several conditions in order to find an
optimum between a minimum production time, handling possibilities without product/machine
and product/tool collision.

In order to find one of the optimums you must program several computation parameters with
which the bend sequence can be computed. Some of these parameters are machine-related
and some are related to product accuracy, handling possibilities and turn times.
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Front extend ratio = 0.30
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Sequence

Functions

Load defaults

Load default assignment settings. It is possible to determine a set of assignments which have
the most optimal values for your situation. This set can be stored by tapping Save As Default.
While programming another product you can recall this previous fixed set by loading the
values via Load Defaults.

Save As Default
Save the current settings as default assignments settings.
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Cancel
Leave the current screen without saving changes.

Accept
Save the changes and leave the current screen.

5.4.2. Assignments - general

Optimisation degree
Range 1-5.
The number of alternatives to be computed for each bend must be entered here.
The higher this number the more alternatives are to be examined by the control, so the
longer the computing time will be.

Front extend ratio
Range 0.01 - 1.0.
This is the ratio of the minimum allowable length of your product which extends in front
of the press to the total blank length of the product. You must have a minimum length of
your product in front of the press to be able to handle the product.

Front extend ratio accept
Comply If Possible:
This means that when possible the computer tries to comply to the front extend ratio and
only when this will result in no solutions to be found it will accept that the length in front
is smaller than the specified ratio.

Comply Always:
The computer will always comply to the front extend ratio. This may result in no
solutions to be found.

Radius factor
Range 0.1 - 2.0.
The computed radius of a bend is multiplied by this factor for correction purposes. This
correction affects the X-axis position and the computed blank length. The initial value of
RF is 1.

The controller computes the X-axis position necessary to obtain L=100 as shown in the figure
below. The accuracy of the length L is dependent on the material parameters like thickness,
strength and kind of material. In order to have a correction possibility with the radius factor RF
you can optimise this computation.

| L=100 !
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Tool length tolerance
The tool length may be shorter than the length of the bendline.
The maximum allowed difference between the tool length and bend length can be
programmed here. Tool length tolerance may influence your bend sequence: if the
length of a tool is shorter than the tolerance permits, it will not be accepted for a bend.
See figure below in which the Punch length has been indicated by PL and the bending
length by BL. The tolerance value is the difference between PL and BL.

Minimum Y opening
During postprocessing of the programmed product, the control always computes an
optimal opening of the pressbeam to handle your product. Here you can program a
minimum required opening. The programmed value is the distance above the speed
change point (Mute).
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5.4.3. Assignments - Backgauge possibilities
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load save as
defaults  default gancel Scceeley

Backstop against sharp angle allowed
Specify if backstop may be placed against an angle smaller than 90°.

* No = not allowed
* Yes = allowed

V0212, 5.14



Backstop-die, intermediate bend
Set to allow if there may be a bend between the die and backstop.
Selection possibilities:

* Permitted

» If unavoidable permitted: if it results that no solutions are to be found, than it is
permitted

* Prohibited: never allowed.

y
T L

Edge tolerance
In case backstop is against flat sheet an angle tolerance is allowed (deviation from
horizontal). To be programmed in degrees of tolerance (0 - 90° input).

90 Degree tolerance
The maximum allowed deviation from vertical (90°), when the backgauge is against a
bent angle which is not 90°.

[

Je—
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Lay-on backstop limit
This parameter is useful in case the press brake has been equipped with backgauge
fingers on a moving R-axis, having a so-called "lay-on" construction.
When the length of the sheet at the backside of the machine is greater than this limit, the
X-axis and R-axis positions will be corrected automatically so the sheet will rest on the
backgauge finger. This is only possible if an automatic R-axis is enabled.

X=BL _,

R

] -
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5.5. Show bend sequence

When the function Show Bend Sequence has been pressed, a graphical overview of the bend
sequence is shown.
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This option can be called at any time after the first unbend has been made. The graphical
overview displays the determined bends as well as the not yet determined bends (question
mark sign).

Each image in the overview can separately be enlarged or reduced with the available
functions. The images can also be rotated by finger movement.
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6. Product programming

6.1. Introduction

To generate or modify a numerical program, start a new program
from the Products mode or use Program to enter directly

I DA-Touch o’
Work dir.: \Products Maching ID:1
.Product ID A “Description ”No.hend .Type ”Thickness Lengt w’;’dﬁd
<A 5800 2D DRAWING 5800 5 P2D 1.00 il
program
< 5900 3D DRAWING 5900 7 P3D 0.50 T
A s000 3D DRAWING 6000 11 P3D 1.50
:“ 7005 4 P3D 1.00 filter
/" BUMPING DEMO-001 XYZ-8807.001 13 P2D 2.00
1 . demo hems 6 P2D 1.00 prr—
] directory
f PRODUCT-1 2D DRAWING 1 3 P2D 1.00 .

To edit an existing CNC program, select a product in the Products overview and select the

navigation button Program.

In both cases, a screen as shown below should appear. Programming and changing data is

done in the same way for both modes.
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Work dir.: \Products

FRSsic data "Optional el

Product
| Product ID

Product description

Product properties

Angle sel. a

Thickness mm

Material 1 STEEL (1.0037)

1 change
. Blank length - mm | directory

Connected program edit
| Connect | notes

l Use. ada pt'er's' yes

Product ID =

T i

The general page gives all data which are the same for every bending of the program (main
data of program).

Functions

Copy
Copy the current product. When pressed, you must enter a new product ID for the copy
program.

First Bend
The cursor jumps to the page with the first bend information.

Change Directory
Choose another location (directory) on the local disk to store the current product. The product
is automatically copied to the new location.

Edit Notes
Open a window with notes about the current product.

All Bends
Open a new window, in which all bends are shown in a table. The available columns can be
scrolled by finger movement.
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Edit notes

It is possible to add a note to your product, in order to store comment or background
information about the current product. It is also possible to add a note to each bend.

IDA-Touch '

Work dir.: \Products Machine ID:1
Prod.:BUMPING DEMO-001

' In this window text can be entered. This text is stored with the product and can be re-
called in production mode.

The note is a simple text field, it has no influence on product values or bend sequence
calculations. The maximum allowed length of the note is 1023 characters.

To edit a note you can also connect an external USB keyboard.
Parameter explanation

Product ID

A unigue name to identify a product program. The maximum length is 25 characters.
The product ID may contain letters and numbers.

Product description

A name or description of this program. The maximum length is 25 characters. The
product description may contain letters and numbers.

Angle selection
Selection of the programming maode for the Y-axis.
0 = absolute: program the absolute Y-axis position for a bend.
1 = o program the angle to bend. The required Y-axis position is computed.
Depending on this parameter, either the parameter Angle or the parameter Bend
Position will appear in a bend step.
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Thickness
Thickness of the sheet.

Material
Selection of one of the programmed materials, which are used to calculate the bending
depths. The control contains 6 pre-programmed materials. In total, 99 materials can be
programmed on the control. The materials can be programmed on the Materials page in
the Settings mode.

E-MODULE TENSILE
(N/mm2) STRENGTH
(N/mm?)

1 = Steel 210.000 400

2 = Aluminium 70.000 200

3 =Zinc 94.000 200

4 = Stainless steel 210.000 700

5 = Material 5 210.000 400

6 = Material 6 210.000 400

Blank length
The required length of the original sheet from which the product is bent. If the program
has been processed from a 2D drawing, this value has been calculated.

Connect
The parameter "connect” is to have a possibility to connect certain programs to one
another. This option can be used to produce 3-dimensional products out of two
programs.

Use adapters
Program whether or not a tool adapter is used for this product. The use of an adapter
affects the calculated Y-axis position for all bends. Whether an adapter can be
programmed depends on the parameter Enable Adapters in the Machine mode.

Connecting CNC programs
With the parameter Connect it is possible to create a 3-dimensional product. The control
automatically executes the bend sequences in the different directions in succession. You

program the control as follows:

1 Create the product in one direction.
2 Create the product in the other direction.
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There are now two bend programs of one product in two directions. You connect these
programs as follows:

1

Select the program with the bend sequence in the direction which you want to
execute in the first place. You select the program of the product via the 'product
library’.

Go to the ’edit program’ menu. Select the parameter 'connect’. Select the product
ID of the product in the other direction.

Select the second program as in step 1. Repeat step 2. If you want to connect two
programs, as in this example, you enter the product ID of the first program. The
cycle is closed.

When you want to execute more than two programs in succession (not necessarily to create a
3-dimensional product) the second program must refer to the third. The third program to the
fourth and so on. The final program of the cycle must always refer to the first program.

To produce products with connected programs the next four actions are necessary.

1
2
3

4

Select the first program

Select the Automatic mode

Program the amount of products you want to produce with the 'stock count’
parameter.

Push the Start key.

When the first program has been finished the second program starts automatically. The
program counter indicates the remaining amount of repeats.
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6.2. Bend parameters - basic data

The parameters of one bend are divided over several pages.

DA-Touch &
Work dir.: \Products
f General‘

| Optional data: 1 \f Axes: 1|

.Irn‘:’:ﬁch = DELEM 05-H170-A28-R10 ] previous

. Die = DELEM 03-H120-A30-V104 | 0y
T —
f"’mfm - = air bend [ bttt
| Bending length = 600 mm |

| Angle = 9000 ° !

|'|,! Dpeni_ng = 1046 mm |

-~ X1-axis 11332

= mm | Retract 5 = 100 %
N X2-axis = 11332 mm | Retract 1 = 100 %
| Ri-axis = 0.00  mm :
R2-axis = 0.00 mm
Z1-axis = 124600 mm
22-axis = 141533 mm

alalToll N N

Program

The bend number, product ID and product description are displayed in the top row on the
screen.

Functions

Turn Punch / Turn Die
Turn around the applied tool (back to front). Only available if the cursor is placed on a tool
parameter.

All Bends
Open a new window, in which all bends are shown in a table.

Parameter explanation

Punch
The name (ID) of the applied punch.

Die
The name (ID) of the applied die.
Program the desired tool ID or press the tool to get an overview of the available tools in the

library. Press the function Turn Punch or Turn Die to change the orientation of the tool (i.e. to
turn the tool around).
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Method
Select the required bending method. The control supports 4 methods:

* air bend

* bottoming

* hemming

* hemming & bottoming

Bend methods

air bend The sheet is bent to the programmed angle

by bringing the punch to the required depth.
The control calculates the required Y-axis
position to obtain the programmed angle.

bottoming The sheet is bent by squeezing the sheet
between the punch and the die. The control
assumes the bottom of the die as required Y-
axis position.

hemming The sheet is folded in two. This is possible
after the sheet has been bent into a sharp
angle in a previous bend. The control

= 7 calculates the precise Y-axis position for this

action: the surface of the die plus twice the
sheet thickness.
Y-axis positioning can be adjusted by
programming a 'hem opening'.

hemming & The same as hemming, but now the control

bottoming assumes the top of the die as required Y-axis
position. The folded sheet is squeezed

N between punch and die.

Note 1
The hemming bends are shown here with a special hemming punch, but this is not required.

Note 2

When bottoming operation is selected, the end of bend position of the Y-axis beam depends
on the working force. If however the force is sufficient for the beam to go to the calculated Y-
axis end of bend position, the beam stroke will be limited by the position value.
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Bending length
Length of the sheet between tools.

Angle
The required angle of this bend. This parameter only appears if angle programming is
selected with the parameter 'Angle sel.' and the bend method is an air bend.

Hem opening
The hem bend can be made with a certain opening distance between the 2 flanges. The
hem opening value will be used calculating the beam position in the hemming process.
By default this parameter has the value of the Settings mode parameter Default Hem
Opening.

Bend position
The required Y-axis position for this bend. This parameter only appears if absolute
programming is selected with the parameter 'Angle sel.' This parameter also appears if
the bend method is bottoming and/or hemming.

Opening
This parameter results in a certain gap opening between the punch and the die after the
bend. A positive value is the gap opening above Mute, a negative value below Mute.
When you want to limit the handling time of the product you can program a small
positive or a negative value.

Auxiliary axis
The position of the selected axis.
When a negative value is programmed for an X-axis this value is interpreted as a
relative value. This value is subtracted from the actual X-axis position. Therefore this
parameter can also be used as a chaining measure.

Retract
Retract distance of the selected axis in the current bend. The "backgauge retract” is
started when the beam is pinching the sheet.

Axis speeds
Speed of the selected axis in the current bend. Speed can be programmed in a
percentage of the maximum possible speed.
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Gauge function

The function key Gauge Func appears when the cursor is on an axis parameter.

DA-Touch

o’

B Optional data’ 1| Axes: 1

= DELEM 05-H170-A28-R10

= DELEM 03-H120-A30-V104

= air bend

||'l Bending length = BOD mm

| Angle = @000 -
Cpening = 1046 mm

-axis = 32 mm Retract =  0.00 Speed = 100 % edit
X2-axis = 11332 mm Retract = 0.00 Speed = 100 % -
R1-axis = O.D-'D mm gauge
R2-axis = O.D-'D mm -
Zi-axis = 124600 mm o
Z2-axis = 141533 mm
——

If Gauge Func is pressed, a window appears with several programmable parameters. These
parameters serve to program the desired finger positions for a certain bend. The necessary
axis positions that are necessary for this bend are calculated from the programmed finger

positions

DA-Touch

11332 mm

0.00 mm

141533 mm

0

wywgwgngn

o
3
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mm
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The value in X-direction of the finger position for the sheet. This value can manually be
adjusted in this window, if required.

R
The height (R-direction) of the gauge position of the sheet. This value can manually be
adjusted in this window, if required.

Lay-on

With this parameter you can program another finger position for this specific bend. The
finger position you can program depends on the back gauge possibilities. Back gauge
dimensions are programmed in the Machine mode.

» Lay-on = 0: no lay on (default)
Other possibilities are:

» Lay-on = 1: lay on first level

» Lay-on = 2: lay on second level

* Lay-on = 3: lay on third level

When you program another Lay-on the axis positions change, but the gauge position for the

sheet does not change. This means that the previous two parameters R and X remain the
same. See also example below.

Lay-on=0 I

Lay-on=1 !

With Accept you leave the window and the new values have been saved. If you press Cancel
you leave the window without changes.

When you have changed Lay-on then the axes positions in X- and R-direction have been
changed. The new values depend on the dimensions of the back gauge finger which you have
programmed in the Machine mode. When you have changed the values of R and X, then
these changes are also included.
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6.3. Bend-Parameters Optional data

Auxiliary functions of the bending can be programmed on this page.

I DA-Touch o'

If—‘\ [T
General | Basic data: 1

General

| Parallelism
Functions

| Repetition

.-l Wait for retract

| Step change code

g
3
3

previous
E] | next I
s ]  bend
1}
)

upp

i Delay time

 Force = 32 kN
Dwell time = 0.01 sec
Decompression = 0.01 mm

Pressing spee

Decompression speed

=]l Wel=]2N_

Program

Mute
Sequence point at which the Y-axis is switched from fast closing speed to pressing
speed. The value programmed here is the distance of the mute point above the sheet.
By default, the mute value from the programmed die is used.
Whether or not this parameter is present depends on machine settings.

Parallelism
Difference of left- and right hand side cylinder (Y1 and Y2). When positive, right hand
side lower. When negative, right hand side higher. The programmed value is active
below the clamping point.

Y1 Y2

Repetition
0 = bending is skipped
1 through 99 = the number of times this bending will be repeated.
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Wait for retract
In case of a retract, let the Y-axis wait until the retract is finished, yes or no.
No: the retract is started when the Y-axis passes the clamping point, the Y-axis does not
stop.
Yes: when the Y-axis reaches the clamping point, the Y-axis is stopped and the retract is
started. When the retract is completed, the Y-axis moves on.

Step change code
Programmable parameter which determines when the parameter values for the next
bending will be active. The following settings are possible:

0 = ER: Bending number change (step change) at end of decompression (next bend
parameters active).

1 = MUTE: Step change at muting position when the beam moves in opening direction.

2 = UDP: Step change at upper dead point.

3 = UDP STOP: Step change at upper dead point without movement of any axis and the
control goes to "stop".

4 = EXTERNAL.: Step change if C-input sighal becomes active, without movement of the
beam. When you still have a beam movement there will be no retract function of the
back gauge performed. See also code 5.

5 = UDP EXTERNAL: Step change if C-input signal becomes active and the beam is in
the upper dead point. Now you may move the beam and the retract function of the
back gauge will be performed.

Delay time
Programmable delay time before step change (0-30sec)

Force
Maximum adjusted force during pressing (automatically computed).

Dwell time
Holding time of punch at bending point.

Decompression
Decompression stroke after bending to release the working pressure

Pressing speed
Working speed (pressing speed). Initially, the value for this parameter is copied from the
parameter Default Pressing Speed in the Settings mode.

Decompression speed
The decompression speed is the programmable speed which is active during the

programmed decompression stroke.

Part support return speed
Return speed of the part support after a bending. The speed value is programmed as a
percentage of the maximum speed.
Only available when there is a part support on the system.
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Bend parameters - auxiliary axes

On this page, if available, more additional programmable axes are shown. The axes shown
here depend on the machine configuration.

| Speed = 100 %

Remct = 0 | Speed -100% |

Note

After selecting a new bend this will be a copy of the preceding one; you only have to alter
those parameters which are different from the preceding bend.
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Bend parameters - all bends

When the function All Bends has been pressed, a complete overview of the bends appears.
After pushing End the page from which this page was selected will be restored, with the cursor
on the parameter selected before.

DA-Touch o
Waork dir.: \Products Prod.:5800
Bend :10of6 Desc.:20 DRAWING 5800
[ General Optional data: 1| Axes: 1
All bends

Bend orce Dwell time Decomp speed Decompress Parallel X1-axis

pLIS :

113.32 3

o SR
2 32 0.01 8.0 0.01 000 178, 73] :
5?.': 32 0.01 8.0 0.01 0.00 9?‘77.|
4 32 0.01 8.0 0.01 0.00 57‘77|
s T 0.01 8.0 0.01 0.00 55‘7‘}|

5
. copy gauge
edit column func and

A A e

Specific bend can be selected on the screen by putting the highlighted bar on that bend, then
selecting END.

From within this screen, the complete CNC program can be edited. All bend parameters can
be edited within the table and bends can be swapped, moved, added and deleted.

Functions

Edit
Edit the program with one of the following commands:

* insert bend
* delete bend
« mark bend

Copy Column
Copy the value of the currently selected parameter in the current bend to all other bends.

Gauge Func
Program the gauge positions, as already explained earlier in this chapter.
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When the function Edit has been pressed a new, temporary button bar appears with additional
functions:

Insert Bend
To insert a new bend between one of the bends. When pressed, the current bend is copied
and added after the current bend.

Mark Bend
Mark the current bend, in order to prepare it for another action, like move or swap. See
description below.

Delete Bend
To delete the bend that is currently selected.

When a bend has been marked with the function key Mark Bend several other functions
become available:

Move Bend

In the table overview of the bend sequence, it is possible to change the order of bends simply
by moving a bend to another place. Select the bend that must be replaced. Then press the
button Mark Bend and the bend is highlighted. Now select the right place in the sequence.
When the correct bend is highlighted, press Move Bend. The bend will be inserted on the
current place.

Swap Bends

With this command, two bends can change place in the bend sequence. Move the cursor to
one of the required bends and press the Mark Bend button. Then move the cursor to the bend
with which it must be swapped and press Swap Bends. If for any reason the action must be
cancelled, press the function Abort Mark during the procedure.

Abort Mark
Remove the mark from the currently marked bend.

A bend is no longer marked when the mark is aborted, when an action is finished or when this
menu is left.
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6.4. Special edit remarks
After changing program data the control will not automatically calculate:

Force

Decompression
Crowning device setting
Z-axis position offset
X-axis position correction

abrowNPE

Parameters 1 through 4 are only automatically recalculated if the parameter Auto
Computations Edit (see the Settings mode) has been enabled.

Parameter 5 is only automatically recalculated if the parameter Active Bend Allowance Table
(see the Settings mode) has been activated. Corrections on the X-axis position can be edited
with the parameter Corr.X (per bend) and G-corr.X (for all the bends of the active program) in
the Automatic mode.

There is one exception:
When the parameter Bend Method is changed the Force and Decompression will be adjusted
automatically.
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7. Automatic mode

7.1. Introduction

By tapping the navigation button Auto the control is switched to the
automatic production mode.

In auto mode with the active program, production can be started. After entering Auto, the Start
button can be pressed and production can begin.

I DA-Touch o'
annn:i of & Prod.:5800 Connect:
Rept.:1 Desc.:2D DRAWING 5800 ‘Work dir.: \Products
Y = . mm X1= _ . mm " bend
Angle = o000 X1-axis = 11332 ::::-ti
Opening = 10486 Retract = 0.00
Use adapters = no Code = UDP view
Punch = DELEM 05-H170-AZ Wait for retract = ne tool
Die = DELEM 03-H120-A2 Delay time = 1] config. ]
Bending length = 800 X2-axis = 11332
| Ri-axis = 0.00
R2-axis = 0.00
| Gauge pos = 0/0/0/0 Z1-axis = 1246.00 .
Step mode = disabled m;::al |
Bend no. = 1 Stock =
| Corr.al = 0.00 ° |’ G-carr. a = 0.00 |
| Corr.a2 = 0.00
| Corr.X1 = 0.00 mm | ,-' G-corr. X = 0.00 mm ]
{ Corr. X2 = l il DO0BE: check tools and tool positions ' s |
| : - ~ notes I

The automatic mode executes the program automatically bend by bend after pushing the Start
button. When selecting a different product in Products mode, which is in the library and has
already been used for production, one can immediately switch to Auto and start production.
Every time after a different bending program is selected you must check your tools and tool
positions in your machine. This is also indicated with a 'check tools' warning message when
you enter the automatic mode.

In the header of the Auto mode screen the current bend number, the number of bends and the
active product can be found. Next to this also the repetition of a bend, the product description
and the connected programs are shown (the latter two do not have to be present).

In the screen, above the horizontal line the programmed and computed parameters are
displayed. These parameters are divided over two screens: 'functions’ and 'axes'. The
parameters below the horizontal line can be programmed.
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7.1.1. Auto mode, parameter explanation
Following is a list of the available parameters in Auto mode.

Step mode
Select to use either Auto mode (disabled) or Step mode (enabled). In Step mode you
have the same possibilities as in Auto mode. There is only one difference. After each
bend cycle, the control will stop. To continue working, you must start the control again by
pressing the Start button on the front panel of the control.

Bend no.
Selection of a bend of the active program.

Repetition
Selection of one of the repeated steps of one bend. Useful if a bend has a repetition
value larger than 1. This parameter is visible when the function Select Rept. No. is
pressed.

Corr.al / Corr.o2
Corrections on angle values in this bending.
Angle corrections can be programmed for both sides of the machine, Y1 and Y2. When
correction al is entered for one side, this value is automatically copied to the correction
o2 for the other side. The correction for the other side can then be changed. When both
angle corrections have been entered, the resulting corrections for Y-axis and parallelism
are calculated. The corrections will be saved in the active bending program.

The angle correction should be entered as following examples indicate:
Programmed value of 90 degrees.

Measured value of 92 degrees.

> Then it is required to program Corr.a with -2.

Programmed value of 90 degrees.

Measured value of 88 degrees.

-> Then it is required to program Corr.o with +2.

In case the angle correction database has been switched on, the control checks whether a
correction exists for this type of bend in the database. The result of this check is prompted in
the entry field:

. No stored correction.

No correction has been found for this bend
. Stored correction.

A correction that matches the current bend has been found
. Interpolated correction.

A correction has been calculated (interpolated) based on other existing corrections

If a correction is entered, it will be stored in the database. At each next bend with the same
properties, this same correction will be offered.

The angle correction database can be found on the Program Settings page in the Settings
mode.
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Corr.Y

Correction on the Y-axis position, in case absolute programming is used or bottoming is
selected for a bend.

Corr.X
Corrections on X-axis positions (Cx) in this bending. In case bend allowance is activated
(see the Settings mode) and a program has been entered in data preparation, the X-
axes correction values are the result of bend allowance calculation. The corrections will
be saved in the active bending program.

The X-axis correction should be entered as following examples indicate:
Programmed value of 200 millimetres.

Measured value of 202 millimetres.

-> Then it is required to program Corr.x with -2.

Programmed value of 200 millimetres.

Measured value of 198 millimetres.

-> Then it is required to program Corr.x with +2.

Corr.DF
Correction on the crowning device.
Only available if a crowning device is present

Stock
The stock counter is incremented or decremented after each end of a program cycle.

G-corr. o

General correction of the angle, valid for each bend of the program. The value should be
programmed in the same manner as for the correction per bend.

G-corr.
General correction on the Y-axis position, in case 'absolute programming'’ is used and
‘air bend’ is selected for a bend. This correction is valid for each bend of the program.

G-corr. PS
This is a general correction on the angle position of the part support. It is valid for all
bends.
The correction is programmed here as an angle value, relative to the part support angle
of the current bend. The correction is remembered as a percentage of the current angle.
If another bend is programmed or selected with a different angle, the correction value
will be adjusted accordingly.
(Only available if a part support is present.)

G-corr. X
General correction of the X-axis position, valid for each bend of the program. The value
should be programmed in the same manner as for the correction per bend.

G-corr. DF
General correction on the crowning device.
Only available if a crowning device is present.
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7.2. View

To view specific functions or states View gives access to special screens. The functions
screen, correction screen, zoomed values, graphical visualisation can be switched to. By
tapping View the available view modes can be selected. The default view is Axes in which the
major axes are shown.

axes

rr——————————-_

functions view

- more aux.
axes

" ermnenenenn s

view
bends

graphical
" vis.
R
zoomed
values

angle .
COIT. i
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7.2.1. Functions screen

Functions is a view on all additional functions which are not displayed in the Axis (main
screen).

DA-Touch _ w'

V0212, 7.5



7.2.2. Angle corrections

Angle corrections can be edited in a separate window. This window can be activated by
tapping Alpha Corr. The following window appears:
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4 90.00 0.00 0.00
manual

5 90.00 0.00 0.00 ; pos.
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In this window the corrections of all bends are shown. You can browse through all corrections
and change them as you see fit. If a correction for a1 is entered then this value is copied to
the correction for o2. Different corrections for o2 can be entered in the field itself.

The columns 'measured o1/0i2" are present if they are enabled through the parameter 'angle
correction computation' in the Settings mode.

In the columns 'measured a1/02' the real, measured angle of the completed bend can be
entered. On entry of this measured angle, the control will automatically compute a necessary
correction to reach the programmed angle. If there is already a correction present, the control
will adjust this correction to account for the latest discrepancy.

The column 'Stored correction' is only available when the Angle correction database has been
activated. When activated, the column 'Stored correction' shows for each bend the correction
value that is present in the database. A blank entry in this column means the database does
not have a correction value for this type of bend. When a new correction is entered, it will be
copied to the database automatically.

The markers ">' indicate bends that have the same value.

All From Stored serves to copy corrections in the database to the current program: corrections
in all bends are adjusted according to database values.
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7.2.3. X corrections

X-axis corrections can be edited in the main screen. When there are multiple axis available a
separate window can be switched to for axes corrections. This window can be activated with X
Corr. in the main screen. The following window appears:

DA-Touch o’

Bend:1

1415.33
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7.2.4. Graphical visualisation

Switch to graphical visualization to see the product in its current bend state, shown with or
without machine / tooling.

I DA-Touch I o
Bend:1 of & Prod. ;5800 Connect:
Rept.:1 Dwsc. ;20 DRAWING 5800 ‘Wark dir.:\Products

.....

Optionally the view can be switched to 3D, by 3D Vis., to have the product and machine
shown in 3D. This can be toggled.

I DA-Touch I o'
Bend:1 of & Prod. ;5800 Connect:
Rept.:1 Dwsc.:20 DRAWING 5800 ‘Waork dir.:\Products

V0212, 7.8



7.2.5. Zoomed values

With Zoomed Values, the control switches to a new view with only large axes values on the
screen. This view can be used when working a little remote from the control, still able to read

the axes values.

I DA-Touch I i‘.

7.2.6. View bends, shows all bends in one view

In View Bends all bends are listed in a table. During bending the control will step through the
list and corrections belonging to the selected bend are shown in the lower part of the screen.

I DA-Touch I . '
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7.2.7. Notes
The notes which can be added to a product or program can be viewed in Auto mode.
With the presence of Notes the indication is given that notes are added to this product and by

tapping Notes these will be shown.
Notes can be added generally to a product or program but also to specific bends.
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7.3. Tool Configuration

Tool Config. shows the tool configuration which is required for the selected bend. In the tool
configuration pop-up also tool properties, next to their required position, can be checked.

I DA-Touch

@'

DELEM 05-H170-A28-R10 [ 6000 1

Length Position Orientation Heel Heig

previous
bend,

V0212, 7.11



7.4. Bumping correction

With this function a general correction for a radius bend can be entered. This function can be
activated when the cursor is on the parameter for angle correction (‘corr. al/02). It is only
available if a product is loaded that contains a radius bend.

With Bumping Corr. a new window appears in which the correction can be entered.

DA-Touch o’
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| Bumping corr. a1 B1 = 0.00 ] QO

|
J
i
|
/

Bending Bumping corr. a2 B2 0.00

Bend Rept. Corr.al Corr.a2

| Gauge i =
=== B2 1 000 0.00 | manual
| pos.

3 1 000 0.00

4 1 0.00 0.00

- 2 -~ -

When the general correction of an angle is altered, all individual corrections are recalculated.
When any of the individual corrections is altered, the general correction is recalculated.
Bumping corrections can be programmed independently for both sides, ol and 2.

When the general correction ol is changed, it is automatically copied to a2 and as a result, all
separate corrections for a2 are recalculated. To change correction values of a2, use
correction .2 or one of the separate corrections of a2.
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8. Manual mode

8.1. Introduction

the manual production mode.

By tapping the navigation button Manual the control is switched to

In manual mode you program the parameters for one bending. This mode is useful for testing,

for calibration and for single bends.

Y-axis =

I DA -Touch '

Y = : mm X1 = ; mm
| Punch = ! X1-axis = 100.00
. Die = Retract = 0.00
| Use adapters =1 yes i X2-axis = 100.00 |
| Material = 1 STEEL (1.0037) |  Ri-axis = 0.00 |
| Thickness = - | | R2-axis = 0.00 ]
. Bending length = || Zt-axis = 500.00 |

| Z2-axis = 1500.00 | axis

| Method = 0 air bend | jlasfunctionsy]
e — BT R  —
5 . . pos. |
| Angle B oo . || Speed = 8.0 - - -

Decompression

Decomp speed

Dwell time

Parallelism

Manual

Manual mode is independent from Automatic mode and can be programmed independently of

the programs in memory.

In the top of the Manual mode screen you can find the Y-axis and the main X-axis current
position. All other axes and functions are listed one by one in the two columns below.

When these Y axis value or the X-axis value is highlighted it means that the reference
markers of these axes have been found and that they are positioned correctly referred to their

values.

Following is a list of the available parameters in Manual mode.
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8.1.1. Manual mode, parameter explanation

Punch
The name (ID) of the applied punch. Tap to modify or select from the punch library.

Die
The name (ID) of the applied die. Tap to modify or select from the die library.
The tool selection enables you to directly type the desired tool, or by tapping the list key on the

keyboard, the library will be shown and a selection can be made. When typing, the filter
function will narrow down your selection in order to rapidly find your tool.

DA-Touch o'
Y = . mm XM= _ . mm
turm ‘
[ Punch = 1 Xtadis = 100.00 wpanchy)
Die = Retract = 0.00 s view
Use adapters =1 yes X2-axis = 100.00 |
. Material = { STEEL (1.0037) . Ri-axis = 0.00 |
| Thickness = - R2-axis = 0.00 ]
. Bending length =__ Z1-axis = 500.00 |
Z2-axis = 1500.00 | axis
| Method = 0 air bend | functions
I Cora ERT) B Cpening - 200 | R
| Angle B oo . || Speed = 8.0 |
. Y-axis = . i :
: ) ”{. Decompression & 0.00 _i

Mute : r Decomp speed B0
| Force Dwell time

Parallelism 0.00

alalTolol - N

Manual

Turn Punch can be used to turn around the applied tool (back to front). When this is done, and
active, the indicator is shown behind the punch or die.

-

Use adapters
Program whether or not a tool adapter is used for this product. The use of an adapter
affects the calculated Y-axis position for all bends. Whether an adapter can be
programmed depends on the parameter Enable Adapters in the Machine mode.
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Material
Selection of one of the programmed materials, which are used to calculate the bending
depths. The control contains 4 pre-programmed materials. In total, 99 materials can be
programmed on the control. The materials can be programmed on the Materials page in
the Settings mode.

Use dudpLens =1 yes
i | Material = 1 STEEL (1.0037)
v 1 STEEL (1.0037)

2 ALUMINUM
3 ZINC |

4 STAINLESS STEEL (1.4016) 'dr—
5 MATERIAL § p—

6 MATERIAL 6

Mute =

Thickness
Program the thickness of the sheet.

Bending length
Program the bending length of the sheet between the tools.

Method
Select the required bending method. The control supports 4 methods:
» Air bend
* Bottoming
* Hemming
* Hemming & bottoming

| Method = 0 air bend
v air bend = 0.00
e —
bottoming = .

w

hemming

| hemm. & bott I

B T

Force

The bend methods have been explained in more detail on the Basic Data page in the
Program mode.

Corr.o
Correction on angle to bend.

The angle correction should be entered as following examples indicate:
Programmed value of 90 degrees.

Measured value of 92 degrees.

-> Then it is required to program Corr.a. with -2.

Programmed value of 90 degrees.

Measured value of 88 degrees.

-> Then it is required to program Corr.a with +2.
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Corr.Y
Correction on the Y-axis position, in case bottoming has been selected.

Angle
Angle to bend.

Hem opening
The hem bend can be made with a certain opening distance between the 2 flanges. The
hem opening value will be used calculating the beam position in the hemming process.

By default this parameter has the value of the Settings mode parameter Default Hem
Opening.

Y-axis
The programmed or calculated Y-axis value to realise a certain angle.

Mute

Sequence point where the Y-axis is switched from fast closing speed to pressing speed.

It is programmed here as a Y-axis position value. The programmed value is the Y-axis
point above the sheet.

Force
The programmed force applied during pressing.

X-axis
The programmed value in X- direction for the back gauge position.

Retract

The retract distance of the back gauge during the bending. The "backgauge retract" is
started at the pinching point.
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Auxiliary axis
If you have one or more auxiliary axes (for instance a R-axis, Z-axis or part support) the
parameters of these axes appear here. When you have a R1-axis and a R2 axis the
programmed R1 value is automatically copied to the R2-axis value. The R2-axis value
can, if necessary, be changed afterwards.

Opening
This parameter results in a certain gap opening between the punch and the die after the
bend. A positive value is the gap opening above Mute, a negative value below Mute.
When you want to limit the handling time for the product you can program a small
positive or a negative value.

Speed
Pressing speed, the speed of the Y-axis during bending.

Decompression
Decompression stroke after the bending to release the working pressure from the
system.

Decomp speed
The decompression speed is the programmable speed of the beam during the
decompression stroke.

Hold time
Hold time of punch at the bending point.

Parallelism
Difference of the left- and right hand side cylinder (Y1 and Y2). When positive, the right
hand side is lower. When negative, the right hand side is higher. The programmed value
is active below the clamping point.

Y1 Y2
T -AY
- L ]
I+ AY
UK
G-corr. PS
This is a general correction on the angle position of the part support. It is valid for all
bends.

The correction is programmed here as an angle value, relative to the part support angle of the
current bend. The correction is remembered as a percentage of the current angle. If another
bend is programmed or selected with a different angle, the correction value will be adjusted
accordingly. (Only available if a part support is present).

V0212, 8.5



PS return speed
Return speed of the part support after a bending. The speed value is programmed as a
percentage of the maximum speed.
(Only available if a part support is present.)

The above mentioned parameters can be programmed and modified as required. After
pushing the Start button the programmed parameters are active.

8.2. View

To view specific functions or states View gives access to special screens. The auxiliary axes,
the zoomed values, the axis states and the I/O status can be switched to. By tapping View the
available view modes can be selected. The default view is Axes.

DA-Touch

X1 = v 71730 | -

{ Punch 3 | l X1-axis = 100.00 = _MB“‘I—‘
| Die = B Retract = 000 [gmoreatx

1 Use adapters = | yes [ X2-axis = 100.00 = =
| Material = | STEEL (1.0037) [N Ri-axis = 000 |

|| Thickness = | R2-axis = 0.00 )

Bl Bending length = N Zi-axis = 500.00

= 1500.00

8 Method 0 air bend

0.00 B Opening

Corr.a

Angle f Speed

Y-aus

Decompression

Mute Decomp speed

Force Dwell time

Parallelism

Manual
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8.2.1. Zoom function

With Zoomed Values, the control switches to a new view with only large axes values on the
screen. This view can be used when working a little remote from the control, still able to read

the axes values.

DA-Touch _ w'
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8.2.2. Axis state

When tapping Axis State, the control switches to a new view with axes states. In this window,
the current state of available axes can be observed. This screen can also be active while the
control is started. As such, it can be used to monitor the control behaviour during a bend
cycle.

DA-Touch ol

Nm Actual | State. N Flag |

Y . Alde X1_R_IN false |
C_HOLD_BEND

X1 I, . __._ D No control START

X2 = o 4 Wait for external start START

R1 SR 0 Nocontrol START

R2 S e _._ 0 Nocontrol START

Z] R —— 0 No control START

22 _. 0 Nocontrol START

X3 — — — 0 No control START

X4 — — _._ 0 Nocontrol START

R3 _ . . 0 Nocontrol START

‘R4 — — . 0 Nocontrol START

3 .~ 0 No control START

-
FfNEREIEN " B R

Manual
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8.2.3. 10 status

When tapping 10 Status, the control switches to a new view with the state of inputs and
outputs. In this window, the current state of inputs and outputs can be observed. This screen
can also be active while the control is started. As such, it can be used to monitor the control
behaviour during a bend cycle.

DA-Touch

Pin # Value Description

Pin# Value Description
- [ i o

17 o

18

19

Manual

Zoom
To have an enlarged view of the 10, the zoom button can be used. Selected pins will be shown
in large enabling distant monitoring.
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8.3. Manual movement of the axes

8.3.1. Movement procedure

To move an axis to a specific position manually, the hand wheel on the front panel of the
control can be used. After tapping Manual Pos in the main screen of Manual Mode, the
following screen appears:

DA-Touch .
Actual Programmed
Y-axis = ek Y-axis = A Gk
page
| X1-axis = | X1-axis = 100.00
X2-axis = . X2-axis = 100.00
R1-axis = . R1-axis = 0.00
R2-axis = ; R2-axis = 0.00

end

@&ﬁ'ﬁbl@ﬂilga?

Bend :
S — —— | ——

Within this mode, any of the shown axes can be moved by turning the hand wheel. The
procedure for moving the axis depends on the axis you wish to move.

Auxiliary axes
The control must be stopped (the LED on the Stop button is on).
First select the desired back gauge axis, you will see the cursor at the required axis.
Then you can move the axis by turning the wheel.

Y-axis
The pressbeam can be positioned manually in the same way as the auxiliary axes.
However, for the Y-axis several conditions must be met:
» The control must be started (the LED on the Start button is on).
» The 'adjust’ function must be active, indicated on the screen by "Adjust" in the
lower right-hand corner.
» The Y-axis must be below mute-point.
» A pressing command must be given to the CNC.
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8.3.2. Teach

To teach the control, taking over a position found by manual moving an axis, a simple
procedure can be used.

When you have moved an axis to a certain position with the hand wheel, you may want to
store this position. To do so, tap the axis name in the Programmed column. The actual axis
value (left side) will appear in the programmed axis field (right side).

-»>

When you return to the standard screen of manual mode, the axis parameter will have the
recently taught value.
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9. Settings

9.1. Introduction

By tapping the navigation button Settings the control is switched to
Settings mode.

The Settings mode of the control, which can be found in the navigation panel, gives access to
all kind of settings which influence the programming of new products and programs.

Default values and specific constraints can be set.

The settings are divided across several tabs logically organizing the different subjects. In the
following sections the available tabs and detailed settings are discussed.

DA-Touch

@l| Materials || Backupirestore . Program settings . Computation settings " Production settings " Production time calcufation |

[ Inchimm-select

= mm

| Ton/kh-select

kN

Language

| Help language

English

Key sound

. Command panel side

Navigation through the tabs can be done by just tapping them and selecting the required item
to adjust. Since there can be more tabs than the screen can show in one view, dragging the
tabs in horizontal direction enables to view and select all available tabs.
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9.2. General

Select the required tab and tap the parameter to be changed. When parameters have a
numerical or alphanumerical value, the keyboard will appear to enter the desired value. When
the setting or parameter can be selected from a list, the list will appear and selection can be
done by tapping. Longer lists allow scrolling vertically to check the available items.

Inch/mm-select
Select to use either Millimeters or Inches as the unit to be used.

Ton/kN select
Select to use either Ton or kN as the main unit to be used for all force data.

DA-Touch ol
Matenal [ ickupiresto i Program settings | Computation settings | |
General [ English b
Inchimme-select = mm
Ton/kh-select Finnish = kN
| Language French = Enghsh
Help language Gefman = English
Key sound = on
Command panel side Greek = right
Hungarian
Italian
Japanese
Korean
Lithuanian
Palish
Portugese
Romanian
Russian
= = tog ! Z =] iy = a
= SN \/ = 2
Bend
M . Drawing  ToolSeup Sequence . Frogam . Aute e»\m Mha . Help
R I — . ——
Language

The user interface language can be selected from the list. There are more available
languages than initially shown. Scroll vertically by dragging the list up en down to see all
available languages. Tap to select the desired language for the user interface.

(For languages using special, non standard alphanumerical characters, the control will
reboot.)

Help language
The help language for the on-line Help function is by default set to the same language
as the user interface. If that language is not available as on-line Help, English is chosen.

When Help Language is selected, the additional function Add Help Language appears.
With this function you can install a new help language on the control. Make sure the
required help file is present on the control disk or another accessible location (network,
USB disk). It will automatically be selected and installed.
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DA-Touch o’

ction time calculation

Inchimm-select
Ton/kN-select Czech
Language Danish
Help language Dutch
Key sound
Command panel side

v English
Finnish
French

‘German

Hungaﬁan
Italian
Polish

Romanian
Spanish
Swedish

'

Key sound
Switch the sound function of the input panel on or off. Default sound is on.

Command panel side
Switch the command panel to the left side of the screen. Default is right side.
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9.3. Materials

In this tab, materials with their properties can be programmed. Existing materials can be
edited, new materials can be added or existing materials deleted. A maximum of 99 materials
can be programmed on the control.

DA-Touch ol

ID Material name g E

'_ STEEL (1.0037)
2 ALUMINUM 200 70000
3 zINc 200 94000
4  STAINLESS STEEL (1.4016) 700 210000

B MATERIAL 5 400 210000 delete
material )

6 MATERIAL 6 400 210000

For each material, three properties are present and can be viewed and edited.

Material name
Name of the material, as it will appear in the programming screens. The maximum
allowed length of the material name is 25 characters, the name must begin with a
character (not a numeral).

Tensile strength
Tensile strength of the selected material.

E module
E- module of the selected material.

The materials are initially listed according to their material number, which is shown in the first
column (ID). The list can be sorted according to the different properties by tapping the title of
the column. The materials will be sorted in ascending or descending order of that property.

To change an existing material, select the relevant line and change the values as you see fit.
To delete an existing material, select the relevant line and use Delete Material. This will erase
the values.

To program a new material select an empty line and start programming its values.
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9.4. Backup / restore

This tab offers the possibilities to backup and restore products, tools as well as settings and
tables. When products or tools originate from older control models, both for products and tools
an import function can also be found here.

Tools and products can be backupped and restored according to the following procedures.
The procedures for saving or reading data are similar for all types of backup media: e.g.
network or USB disk.

DA-Touch af’

[ General || Materials |8 chkup/r i Program settings . Computation settings " Production settings " Production time calculation |

The actual backup directory consists of a device (USB disk, network) and a directory. The
choice of devices depends on which devices are connected to the control. If necessary,
directories can be created and selected. The backup locations for storage of products and
tools are set independently.

‘Floppy

— ‘FProducts

— Tools

WIEE Hard Disk

— ‘FProducts

— Tools

W etwrotk

|— Wierverdir

‘Products
WTools
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9.4.1. Product backup

To make a backup of programs to disk, choose Products from the main menu Backup.

Backup

tables +
products tools settings -

When the initial backup directory has been set, the products backup screen appears.

DA-Touch o
Product backup From: \WseriDelem\Products Fres space:
To: \USB Hard Disk 277.827 MB
- 5800
~-EN
J‘ 6000 s
S backup
directory
' BUMPING DEMO-001 filter
1. . demo hems
i—'l PRODUCT-A source
— directory

end

LR L=l L) LU = 2L 27

= oy g b ke . 2 ’
| ———

In the backup screen the products in the selected directory are shown.
Basic functions to change the view can be chosen similarly to the Products mode. This
enables to easily find the required products to be backupped.

At the top of the screen, the current source location is shown as well as the backup location.
To backup a product, select it by tapping, in the list. The backup marker will appear to confirm
the backup action. If a product file with the same name is present on the backup location, a
question is offered whether or not to replace that file.

To backup all products at ones, tap All.

The source where the products are located which have to be backupped can be changed with
Source Directory. The directory browser appears and the desired source directory can be
navigated to.

The directory where the products which need to be backupped need to go can be changed as
well. With Backup Directory the directory browser appears and the desired destination
directory can be navigated to.
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9.4.2. Product restore

To restore programs to the control, choose Products in the main menu Restore.

Restore

tables +
products tools settings -

When the initial restore directory has been set, the products restore screen appears.

DA-Touch - |

Product restore From: \WSEB Hard Disk Fres space:
To: \WseriDalem\Products 693.9683 MB

I

& 5900

' BUMPING DEMO-001 < view

restore
directory

filter

destination
directory

end

R WO = el NEH N BN =" 2

| ——

In the restore screen the products in the selected directory are shown.
Basic functions to change the view can be chosen similarly to the Products mode. This
enables to easily find the required products to be restored.

At the top of the screen, the current restore source location is shown as well as the location on
the control to restore to. To restore a product, select it by tapping, in the list. The restore
marker will appear to confirm the restore action. If a product file with the same name is
present on the control, a question is offered whether or not to replace that file.

The source location where the products to be restored are coming from can be changed with
Restore Directory. The directory browser appears and the desired restore directory can be
navigated to.

The directory where the products which need to be restored need to go can be changed as
well. With Destination Directory the directory browser appears and the desired destination
directory can be navigated to.
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9.4.3. Tool backup

To make a backup of tools to disk, choose Backup in the main menu for Tools.

Backup

tables +
products tools settings all

When the initial backup directory has been set, the tools backup screen appears.

DA-Touch "'

Tool backup From: \Toals Free space:
To: \USB Hard Disk 277.827 MB

DELEM 01-H170-AS6-R DELEM 03-H120-A30-V1 & BendAllowance.tab

DELEM 02-H220-A86-R* DELEM 04-H120-A30-V1 ® BendAllowanceHemming.t:

DELEM 03-H170-A86-R" DELEM 05-H120-A30-V{ userpreferences.dld hd view
DELEM 04-H220-A86-R* demo air + hem U backup

directory
DELEM 05-H170-A28-R* demo hem

filter

demo air + hem demo inside hem

demo standard

Adapter
P all

DELEM 01-H1030

demo big radius

demo hem

demo standard

DELEM 01-H120-A30-V( DELEM 01-H950

DELEM 02-H120-A30-V( & anglecor.cdb

| | — | —| e | ——— ]| ey | S| ey

end

With this menu a back-up of tools on the control can be made: punches, dies or machine
shapes. The procedures for a tool back-up run similar to the procedures for a product back-

up.

9.4.4. Tool restore

The restore procedures for tools run similar to the procedures for product restore.

9.4.5. Backup and restore for Tables and Settings

To backup user specific settings and tables the Backup/restore tab offers specific functionality.
The procedure is again analogue to the backup and restore of products and tools. The special
function All, will automatically execute all steps sequentially for either Backup or Restore
(Products + Tools + Tables + Settings).
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9.4.6. Directory navigation

When Backup Directory is used, a new window appears with a list of available backup

directories.
I DA-Touch o'
Praduct backup From: Wser\Delem\Products Free space:
To: \USB Hard Disk 277.827 MB
<_ ¢ 5800
~EN
, so00 | Backup directory \USB Hard Disk C—
= 7005 | __|Network | | BaseUap | i)
diractory
i USB Hard Disk | depends22_x64 o 1
1" demohd L_liser | | depends22_x86
JJ PRODU( | | Firmware — |
directory
| | MPSUPP —_—
1 all
| Peter —J
| PPSUPP
s':::;‘ r;[";::: cancel select

In this window you can browse through the directory structure of your backup device. Tap the
dot to look inside a subdirectory. To move one level up, tap the (PARENT) map. To select the
directory you are currently in, tap Select.

To change from one device to another, tap the (PARENT) symbol a number of times until the
highest level is reached. From there, select the proper device and choose the correct
subdirectory.

If a network connection is available you must first select Network and subsequently one of the
offered network volumes. After that it works similar to other devices.

You can make new subdirectories or delete existing ones tapping Make Subdir and Remove
Subdir. If there are subdirectories present, just tap it to move to the required directory and tap
Select to select it.
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9.5. Program settings

DA-Touch

General

| Angle correction computation = disabled |
Angle correction database = enabled
Angle correction programming = copy
X correction programming = copy
Auto computations edit = off
X1X2 difference programming = angular format
¥ 1/Y2 independent = off
Default values
Y opening default = 200 mm
Default pressing speed = 8.0 mmi/s
Default wait for retract = no
Default step change code = UDP
Default delay time = 0 sec
| Default dwell time = 0.01 sec |
| Default hem opening = 0.0 mm |
| Default dimensions = outer l

Angle correction computation
Parameter to enable the input of ‘'measured angles' for which corrections will be

calculated.
disabled = no correction computation from measured angles.
enabled => the operator can enter the measured angle of a bend and haveangle

corrections calculated.

With this parameter set, the field 'measured angle' becomes available in the corrections
window. The angle corrections can be programmed on the Angle Corrections page in
the Automatic mode.

Angle correction database
Parameter to enable the database with angle corrections.

Angle corrections are entered in production mode (Auto mode). These corrections are
stored in the product program.

The Angle correction database enables the possibility to store these corrections in a
database. In this way corrections that have once been entered for certain bends remain
available for future use in other products.

With this setting enabled, the control checks during production whether corrections for
similar bends are present in the database. If corrections for certain bends are available,
then they will be offered. On other occasions, corrections can be interpolated and
offered.

The correction database is adjusted by entering new corrections during production.
When the database is enabled with this parameter, all new-entered corrections are
stored in the database.
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When searching for similar bends, the control searches for bends that have the same
properties as the active bend. The following properties of a bend are compared:
Material properties

Thickness

Die opening

Die radius

Punch radius

Angle

The first five properties of a bend must be exactly the same as the active bend to start a
comparison. If the angle is the same as the angle of the active bend, the correction is
offered. If the angle of the active bend has a maximum difference of 10° with two
adjacent bends, a correction is interpolated from these two bends. If the difference of
the corrections of the two adjacent bends is more than 5°, there will be no correction
offered.

Angle correction programming

Parameter to switch between copying or keeping the delta values when changing angle
corrections in production mode.

copy => copy Cal to Cao2 when changing Col (default).

delta => keep delta between Col and Co2 when changing Col.

X-correction programming

Auto

Parameter to switch between copying or keeping the delta values when changing the X-
axis corrections in production mode..

copy => copy CX1 to CX2 when changing CX1 (default).

delta => Kkeep delta between CX1 and CX2 when changing CX1.

computations edit

In the Program mode you can change the value of the programmed parameters. This
can also influence the value of other parameters. With this parameter set on you can
choose to have the other values automatically recomputed.

There are three cases in which automatic computation can be used:

1. In case you change the value of the parameters 'material type' or 'material thickness'
then the following parameters are automatically recomputed and changed by the
control:

* Force
» Decompression distance
» Crowning device setting

2. In case you change the value of the parameter 'length' then the following parameters
are automatically recomputed and changed by the control:

* Force

» Decompression distance
» Crowning device setting
» Z-axis position

3. In case you change the parameter '‘punch’ or 'die' and the height of the new punch or

new die is different AND ONLY in case the 'bend method' is 'bottoming' or 'hemming'

then the following parameter is automatically recomputed and changed by the control:
» Y-axis position ('bend position")

(When the 'bend method' is ‘air bend' (normal situation) the Y-axis position is calculated
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in the automatic mode!)

If the Automatic computations edit is switched off (default situation) then these
parameters stay the same. However, when you enter these parameters by tapping them
the recomputed value is displayed. When you press 'enter' the recomputed value
replaces the old value after all. So, you can choose to change the values.

X1X2 difference programming
Parameter to select in between angle programming or offset programming for the X-
axes backgauge. Only available when this option is installed.
angular format =>X-axes angle can be programmed
projection method=>X-axes offset will result in an calculated angle

When you have two independent X-axes (X1 and X2) and the option OP-W-X@ has
been installed, you can program the values for X1, X2 in an angular relation. This means
that you program X1 and an angle value (angular method) or in a projection measure.
Please ask the option description from your supplier when this option has been installed.

Y1Y2 independent
Parameter to program the two Y-axes independently.
off =>  single Y-axis programming (default)
on => program Y1 and Y2 separately

Y opening default
Default Y-axis opening value.
The value programmed here is used as initial value for the parameter 'Y-axis opening' in
the Program mode.

Default pressing speed
Default pressing speed, used as initial value for the parameter 'pressing speed’ in a new
program.

Default wait for retract
Default value for the parameter 'wait for retract' in a bend program. This parameter
determines the control behaviour in a bend program. Initially the parameter 'wait for
retract’ is set to the value programmed here during postprocessing and during
programming.
The default value of this parameter: yes.

Default step change code
Default value for the parameter 'step change code' in a bend program. This parameter
determines the moment of step change in a bend program. Initially the code parameter
is set to the value programmed here during postprocessing and during programming.
The default value of this parameter is: UDP.
The step change codes have been explained in more detail on the Optional Data page
in the Program mode.

Default delay time
During the postprocessing, the waiting time of the X-axis at step change is set to zero.
With this parameter you can preset a longer waiting time when needed for product
handling.

V0212, 9.12



Default dwell time
Default value for the parameter 'dwell time' in a bend program.

Default hem opening
The hem bend can be made with a certain opening distance between the 2 flanges. The
hem opening value will be used calculating the beam position in the hemming process.
This programmed default value will be used when programming the product with hem
bend graphically in the Drawing mode or by programming a new program in the
Program mode. The starting value is 0.0mm to get the two flanges of a hem bend
completely upon each other without any space between the flanges.
The default value of the parameter = 0.00

Default dimensions
A graphical product drawing can be made in outside or inside dimensions. This
parameter defines the default value of the parameter "dimensions (D1)" when creating a
graphical drawing.
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9.6. Computation settings

DA-Touch N
Computation settings
] Active bend allowance table = corii_pi'l'tat'ion
Data preparation bend allowance = correction off
Bottoming fcr.ce fJC'..OI. = 3.0
Z-distance = 0 mm
= 5 — a8 = ([ o= Y
N W = e W v/ = |l ?
Frodusts. orawing mmm_ —“E;I::l! Fregram . Aute Manual m - Maching Halp
Active bend allowance table
computation => the control will calculate the bend alowance
table => the bend allowance table will be used

Bend-allowance is the correction of the X-axis due to sheet shortening after bending.
With this parameter the method for bend-allowance calculation is chosen. 'Computation'
means the standard formula of the control is used to calculate the bend-allowance.
Table' means a bend-allowance table with correction values can be used. The choice
‘table’ is only available if a bend-allowance table is present on the control.

Data preparation bend allowance
correction off => no bend-allowance added to numerical programming
correction on => bend-allowance correction added to numerical programming
With this parameter you can choose whether or not you wish to have programmed
values corrected for bend-allowance. This setting only refers to corrections during
product programming in the Program mode. If a numeric program has been entered with
Corrections On, the axis corrections are calculated and stored in the program. These
corrections can be viewed and edited in production mode (see 'Auto mode").

This choice has no effect on the post process function in the Drawing mode. When the control
post processes to calculate a CNC program from a drawing with bend sequence, the control
will always take bend-allowance into account.

When a bend-allowance table is present and the cursor is on the parameter Active Bend
Allowance Table then an extra function is available: Edit Table. With Edit Table the table can
be modified to meet user requirements. The table appears in a new window, with its own
controls.
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DA-Touch

e R T T

General  Materials B3

P ——
t |

_— 1

1

| Bend allowance table

m settings

Angle

Die V

Punch radius Die

5 |
: Material 4 Thickness
|

-
t |

1.00

1.00

1.00

1.00

1.00

1.00

8.40

8.60

10.40

10.60

12.40

0.00

0.00

0.00

0.00

0.00

0.00

Each line contains a table entry, with several parameters. In this screen, the following
functions are available:

Tab to select the field you wish to change. Then type the new value and press ENTER.

It is not possible to create a table through this menu. Only when a table has been loaded into
the control is it possible to edit its contents.

For more information about bend-allowance tables, we refer to the Delem manual of the bend-
allowance table.

Bottoming force factor
The force needed for an air bend multiplied by this factor in order to obtain the bottoming
force.

Front gauge hemming offset
The vertical offset of the front gauges for inside hem bends.

Z-distance
The distance from the edge of the finger to the corner of the sheet.
When automatic Z-axes are installed, the position of the fingers is automatically
calculated with respect to the end of the sheet.
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9.7.

Production settings

DA-Touch

(TE— T, TTTTTE—— TTFR—CCE— T ———m— (T ————
| General || Matenals | Backupfrestore = Program settings | Computation settings Production time calculation

General

| Stock count mode = down |

| Auto bend change mode step = disabled ]

| Parallelism offset = 0.00 mm |

| Pressure correction = 120 % |

il Clamping correction = 0.00 mm |
Axis properties.

al Intermediate X for Z. = 0.00 mm |

- Intermediate R for X: = 10.00 mm |

;' * Show notes automatically

Stock count mode

Auto

Setting for the stock counter in production mode, to have the stock counter (product
counter) count up or down.

When down counting is selected, the stock counter in production mode is decremented
after each product cycle. When the counter has reached zero, the control is stopped. On
the next start action, the stock counting value is reset to its original value.

When up counting is selected, the counter is incremented after each product cycle.
Down counting can be useful if a pre-planned quota must be produced. Up counting
could be used to give a report on production progress.

bend change mode step

This parameter can be used to have automatic step change in the bending process with
the Step mode enabled.

disabled => No automatic step change (next bending parameters active) will take
place. To perform the next bending you must select the new bending and press the start
button.

enabled => The next bending parameters are loaded automatically but the axes
will start positioning after the start button has been pressed..
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Parallelism offset
An overall parallelism, valid for the complete Y-axis stroke, can be programmed with this
parameter. The programmed value will be checked against the maximum allowed value
during production. The parallelism which can be programmed for each bending (Y2) is
only active below the clamping point. The parallelism below the clamping point is the
sum of the two parameters (Y2 + Parallelism offset).

Pressure correction
Percentage of calculated force which actually controls the pressure valve.

Clamping correction
The position of the beam at which the sheet is clamped, is calculated. In order to have a
firm clamped sheet it is possible to offset the calculated pinch point with the value here
programmed. A positive value will result in a deeper position, a negative value in a
higher position of the beam.

Default part support return speed
Return speed of the part support after a bending. The speed value is programmed as a
percentage of the maximum speed.
Only available when there is a part support on the system.

Part support extra angle
Extra angle for the part support unit. This angle value is added to the part support angle
position at the end of decompression. So while the pressbeam moves up to its upper
dead point, the part support moves to this angle. When the beam has reached upper
dead point, the part support will move back to zero.
Only available when there is a part support on the system.

Intermediate X for Z-movement
Temporary safe value for the X-axis, to avoid collision as a result of movement along the
Z-axis. With this parameter a standard safety zone for the X-axis is defined, which is
valid for all programs. The value 0 disables this functionality. This parameter should not
be confused with the parameter "X-safety’ of each die.
This parameter is especially useful when several dies of different sizes are placed on
the machine. In that situation, this intermediate X-value should be larger than the safety
zone of the largest die that is installed.

Uiew from above:

Z-movement

Intermediate X new T
for Z-movement position old
—_ I position

die
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When the back gauge has to move to a different Z-position, it is checked whether the current
X-position is safe. We can distinguish the following situations:

. Old X-axis position as well as new position outside the zone: X- and Z-axis movements
happen at the same time, no change.

. Old X-axis position outside, new position inside the zone: back gauge is positioned on
Z-axes first, the X-movement starts when the Z-axes are in position.

. Old X-axis position inside, new position outside the zone: back gauge starts along X-
axis, Z-movement is started when X-axis is outside the zone.

. Old X-axis position as well as new position inside the zone: back gauge moves to the

intermediate X-axis position, then the Z-movement is started. When the Z-axes are in
position the X-movement is started to move the back gauge to its new position.

Intermediate R for X-movement
Temporary position for the R-axis, to avoid collision as a result of movement of the X-
axis. The value 0 disables this functionality. When programmed not equal to zero this
position will be active when the X-axis has to move inside the safety zone of the die.

X-movement

Intermediate R T
for X-movement
new old
position position

The sequence will be as follows:

» The R-axis is moved to the intermediate position;
» then the X-axis is moved to its intended position;
+ finally the R-axis is moved to its intended position.

The safety zone of the die is defined as follows:
SZ = X-safe + SD

Explanation:
SZ = safety zone
X-safe = safety zone of the die
SD = safety distance, defined by machine supplier

Show notes automatically
In some situations it is required to show the bend step notes automatically when
automatic mode is started and when a new bend is selected. When this parameter has
been programmed as "enabled" the notes are shown automatically in automatic mode.
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9.8. Production time calculation
DA-Touch T o :[
L 7
Critical dimension boundaries.
| Boundaryi = 100 mm
Boundary2 = BOD mm

Boundaryd = 1500 mm

Delay times for product turns [sec]

< 100 100 - 800 800 - 1500 > 1500

Top bottom turn 1 3 8 12 J
Frontbackturn 1 3 8 12 ]
Combination turn q 3 8 12

The parameters on this page are used to calculate the production time for a product in the
bend sequence computation process . This production time depends on the positioning speed

of the axes and the product handling times. The positioning speed is depending on machine
settings.

Manual handling, turning of a product takes production time. This time depends upon the
length and width of your product.

For a relative small product (in Z-direction) a top-bottom turn can be done quickly.

But a relative small product which is long (in X-direction) needs some longer time to turn from
front to back or in a combination turn.

The turn time can be set in a table in seconds. For this purpose there are 4 length intervals (3
boundaries) each with a specific turn time depending on the type of turn. Like the turn times
you also can set the length limit boundaries.

Boundary 1/2/3

Threshold values for product size. For values between these boundary values different
product turn times can be programmed.
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10. Machine

10.1. Introduction

By tapping the navigation button Machine the control is switched to
Machine mode.

The Machine mode of the control, which can be found in the navigation panel, gives access to
the configuration items of the machine and specific machine characteristics which influence
generic calculations and machine behaviour.

The settings are divided across several tabs logically organizing the different subjects. In the
following sections the available tabs and detailed settings are discussed.

I DA-Touch o'
|
‘Backgauge | Position corrections | Machine upper side
Tool ID A Shape Angle Height Radius Resistal " view |
! S
r DELEM 02-H220-A86-R10 standard 220.0 filter !
f DELEM 03-H170-A86-R10 standard 86.0 170.0 1.0
[ DELEM 04-H220-A86-R10 standard 86.0 220.0 1.0
'. DELEM 05-H170-A28-R10 standard 28.0 170.0 1.0
‘ demo air + hem air + hem 28.0 170.0 1.0
l demo big radius big radius 170.0 20.0
| I demo hem hem 170.0
|

demo standard standard g 170.0

MEAmARm M A 0

Machine

Navigation through the tabs can be done by just tapping them and selecting the required item
to adjust. Since there can be more tabs than the screen can show in one view, dragging the
tabs in horizontal direction enables to view and select all available tabs.
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10.2. Programming of Punches

In this tab, the punches used in the machine, can be programmed. New punches can be

added, existing punches can be edited and also deleted.

DA-Touch

4 Shape

! DELEM 01-H170-A56-R10 standard

( DELEM 02-H220-A86-R10 standard

Angle

Height

Radius

de a g Frame o

F expanded

gra_phil:al J “ edit }

860 2200 ) Mo J it }

f DELEM 03-H170-A86-R10 standard 86.0 170.0 1.0

[ DELEM 04-H220-A86-R10 standard 86.0 220.0 1.0

J l I DELEM 05-H170-A28-R10 standard 28.0 170.0 1.0 i

-! ‘ demo air + hem air + hem 28.0 170.0 1.0 r_

l demo big radius big radius 170.0 20.0

I demo hem hem 170.0
I demo standard standard 60.0 170.0 1.0
b = —_
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10.2.1. View

In the main page, a list of available punches is shown. By using the View function, similar to
Products mode, different views can be selected. Next to the default view Expanded also
Graphical and Graphical Heel are available.

Graphical directory

I DA-Touch ol

[ Bottom dies | .Adapler” Eacﬁgauge ' Pasition corrections | Machine upper side |/ Machine lower side || Machine Frame | Pratr

DELEM 01-H170-A56-R10 : DELEM 01 DELEM 02-H220-AB8-R10 : DELEM 02

DELEM 04-H220-486-R10 . DELEM 04

DELEM 03-H1T0-A86-R10 : DELEM 03

In Graphical the geometry of the tools is shown as well as the main properties.
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Graphical directory punches with heels

DA-Touch af’

i\ Bottom dies

DELEM 01-H170-A56-R10 : DELEM 01

In Graphical Heel the geometry of the tools is shown as well as the heel properties.
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10.2.2. Create a new punch

To create a new punch, tap Edit in the library and subsequently use New.
The punch profile can be created with help of the programming and drawing facilities of the
control.

Tool ID A Shape  Angle  Height Radius  Resistar Vi

E DELEM 01-H170-A56-R10 standard 56.0 170.0 1.0 edit

I DEL| New punch filter

Shape = standard

Hg =
il

First the basic shape of the punch and its ID must be programmed. After that the shape details
must be programmed following the wizard under Basic Data and Optional Data, the tool
drawing is started.

Shape
A selection must be done from the different available basic punch shapes corresponding
to the required punch action. Options are:

» Standard Punch shape as normally used for air bending and basic bottoming.
» Hem Bend Punch as typical tool with flat bottom for specific hem bends.

» Air + Hem Bend Punch as tool for normal air bends and hem function.

» Big Radius Punch shape especially for big radius bends.

ID
A unique name or number to identify the tool. The maximum length is 25 characters.

The ID parameter may also contain alphanumeric characters. When finished, use Accept to
leave this window and start with the tool data parameters. The control will start by prompting a
pop-up window for the tool properties starting with the initial dimensions of the tool.

Depending on the chosen basic shape, the parameters will differ. In the following paragraphs
the available punch shapes are described in detail.
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10.2.3. Standard punch

DA-Touch o'

w Tool properties

Tool ID i | optional data | Segmentation

E m Dimensions [
I | Height (H) 5 mim |I

DEL Angle (a)
Radius (RA)

DEL Width (W)

DEL

DEL

dem

Standard punch, Basic data

Height
The height the tool. Important: this height value will be used in the bend depth
calculation.

Angle
The angle of the punch tip.

Radius
The radius of the punch tip. This value will be used as inner radius of the bend to make
when this radius value is bigger than the inner radius as will result from the bending
process.

Width
The width of the tool to program.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
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IDA-Touch

|

Tool properties

! General

| Basic data e/l E Y | Segmentation

\lachine Frame | h

= | | Description

DEL| Resistance

030  kN/mm

Support type

shoulder

Heel
Width (W)

0.0

mm

T

Y

Standard punch, Optional data

Description

A name or description of this tool. The maximum length is 25 characters. This
description has already been entered in the beginning defining the tool, but can be
edited in this field. The description is listed in the tool overview of the library.

Resistance

Maximum allowable force on the tool.

Support type

Switch parameter, to account for differently mounted punches. Such punches could
cause inaccuracies in the tool height and the resulting Y-axis position. The control
makes a distinction between two settings, 'head mounted' and 'shoulder mounted'.

0 = shoulder mounted (default setting)

1 = head mounted
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pressheatn ot essheatn

punch putch
shoud der head
tmooatted monnted

If 'shoulder mounted' is chosen, the Y-axis position is calculated from the standard tool height.
This is the default setting.
If ‘head mounted' is chosen, a correction is made for Y-axis computation

S I B v

____I___? correction

Tonol
machine hei ght
opeting

Heel dimensions

Width
Width of the heel.

Height 1
Heightl of the heel.

Height 2
Height2 of the heel.

Radius
The radius in the heel segment.

Height 1 and height 2 do not influence the tool height you have programmed before.
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Drawing

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. Also the Touch
drawing tools are available as with the product drawing method.

IDA-Touch o'
ID:axample
Description:
= - x
| I
P !
] delete
o line
I ! 1 ——E
I
) 1
: ol
b1
: | : change |
i b height
' 1 1 e
] auto |
A finish |
front g 100.0 mm
: ! : Shape standard dreset |
0 E i Height 100.0 mm _crawing. )
i Angle 60.0° - |
L Radius 1.0 mm PLORSIY
]
i
£ gl
* 1
]
I
I
1

A

Machine

Following functions are available while drawing

Delete Line
To delete a line segment.

Change Height
To change the height dimension of the tool.

Auto Finish
Finishing the tool outline to the top of the tool automatically.

Reset Drawing
To reset the programmed drawing of the tool till the basic, initial shape.

Properties
To change the specific properties of the line or angle, add or remove a radius, change the
length, etc. It is e.g. possible to add a radius in the outline of the tool.

Tool Properties
To change the generic tool data and description.
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Edit punch drawing

To edit an existing tool, tap the tool in the library. The tool appears on the screen and can be
edited with the drawing facilities.

Drawing orientation of the punch on the screen

The right hand side of the tool is the back gauge side. The bottom point of the punch will be
placed on the center line of the press brake shape.
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10.2.4. Hem bend punch

IDA-Touch o'

|

w Tool properties

Tool ID Lhll) | Optional data | Segmentation i

Dimensions y edi
E [ Height (H) 5 mm ] =l

DEL. Hemming width (HW)

mm

Hemming load opening mm

DEL

DEL

DEL

| | | | Ay

dem

Height (H) =

Hem bend punch, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

Hemming width
The width of the tool to program.

Hemming load opening
Depending on the construction of your machine you can program here an opening
position for your punch at which position you can put in your product to hem the
particular bend. The opening position will also take twice the sheet thickness into
account.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool.

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.
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10.2.5. Air + hem bend punch

DA-Touch o'

Tool properties

Tool ID i | optional data | Segmentation

E m Dimensions [
I | Height (H) 5 mm |I

DEL. Angle (a)
Radius (RA)

DEL Hemming height (HH)
Hemming width (HW)
DEL|  width (W)

Hemming load opening

mm

mm

mm

mm

mm

DEL

| | P | | Yy

dem

100.

Air + hem bend punch, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

Angle
The angle of the punch tip.

Radius
The radius of the punch tip. This value will be used as inner radius of the bend to make
when this radius value is bigger than the inner radius as will result from the bending
process.

Hemming height
The height of the punch used to move down in case of the hemming function.

Hemming width
The width of the punch part used to lay in the product for the hemming action.

Width
The width of the tool to program.
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Hemming load opening

Depending on the construction of your machine you can program here an opening
position for your punch at which position you can put in your product to hem the
particular bend. The opening position will also take twice the sheet thickness into

account.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool, with an additional

hemming parameter.
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Air + hem bend punch, optional data

Hemming resistance
Maximum allowable force on the tool during hemming.

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.

DA-Touch ol

4100.0 mm

Shape air + hem
Height 100.0 mm
Angle 28.0°
Radius 1.0 mm
Hemming height 35.0 mm

Hemming width 15.0 mm
| Hemming load opening 18 mm

e o e B e o e e T e e e e i)
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10.2.6. Big radius punch

I DA-Touch '
R - .. : &
Tool ID , Optional data | Segmentation i

Dimensions ( : edi
E ] Height (H) s mim | I

mm

DEL. Radius (RA)
Radius height {RH)
DEL Top width (TW)

mm

mm

DEL

DEL

| | | | Yy

dem

Big radius punch, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

Radius
The radius of the punch tip.

Radius height
The height of the big radius part of the special tool as indicated in the drawing on the
screen for the basic data.

Top width
The width of the tool on the top side of the punch.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool.

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.
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DA-Touch ol

1D

100.0 mm
Shape
| Height
' Radius
' Radius height
| Top width

T =T

Machine
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10.3. Programming of bottom dies

In this tab, the bottom dies used in the machine, can be programmed. New dies can be added,
existing dies can be edited and also deleted.

IDA-Touch ol

Position corrections

Punches | rAdaphzr rBackt_:auge‘

Tool ID A Shape V' Angle Height Radius " view :
I " DELEM 01-H120-A30-V062 standard X H 1 s edit
I DELEM 02-H120-A30-V084 standard 8.40 30.0 120.0 1.0 filter
_I 1 DELEM 03-H120-A30-V104 standard 10.40 30.0 120.0 1.0
[ I : DELEM 04-H120-A30-V124 standard 12.40 30.0 120.0 1.0
._I_. DELEM 05-H120-A30-V166 standard 16.60 30.0 120.0 1.6

demo air + hem U air + hem U 10.00

demo hem hem

inside hem 10.00

demo inside hem

demo standard 10.00

standard

10.3.1. View

In the main page, a list of available dies is shown. By using the View function, similar to
Products mode, different views can be selected. Next to the default view Expanded also
Graphical is available.
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Graphical directory

DA-Touch ol

. Punches i

Height
Vangle Vangle

W opening V opening
Radius Radius
Resistance Resistance
Mute Mute

DELEM 01-H120-A30-V082 : DELEM 01 DELEM 02-H120-A30-V084 : DELEM 02

Haight 120.0 mrrLI

V angle 30.0 “| V angle

W opening 10.40 mm W opening
Radius 1.0 mmf' Radius
Reslstance / Reslistance
Mute | Mute

DELEM 04-H120-A30-v124 ; DELEM 04

In Graphical the geometry of the tools is shown as well as the main properties.

To program a new die, tap Edit in the library and subsequently use New.
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IDA-Touch

&

rem— [TV, CTTE— T —CT——, (e T—
Punches Adapter ' Backgauge | Position corrections | Machine upper side

Tool ID A Shape v Angle Height

DELEM 01-H120-A30-V062 standard

demo inside hem inside hem 10.00

standard  10.00

demo standard

10.3.2. Create a new die

[ Machine lower side

DELEM 02-H120-A30-V084 standard 8.40 30.0 120.0

I DELEM 03-H120-A30-V104 standard 10.40 30.0 120.0
I DELEM 04-H120-A30-V124 standard 12.40 30.0 120.0

DELEM 05-H120-A30-V166 standard 16.60 30.0 120.0

Radius

Machine Frame || Protr

view

w ]

demo hem hem 120.0

Maching

—
: ) 2

[
demo air + hem U air + hem U 10.00 120.0 1.0

To create a new tool, tap Edit in the die library and subsequently use Add. The control will start
by asking for the required tool shape and tool identification name (ID).

IDA-Touch

~
L]

| Punches II.hd:lphzr rBackgauge‘ Position corrections | Machine upper side !

A Shape v Angle Height

DELEM 01-H120-A30-V062 standard 6.20

L. = standard
DEL (b = |

| Machine lower side | Machine Frame | Protr

Radius

view

edit

filter

411
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Shape
A selection must be done from the different available basic die shapes corresponding to
the required die action. Options are:

Standard Die shape as normally used for air bending and basic bottoming.

Hem Bend Die as typical tool with flat top for specific hem bends.

Inside Hem Bend Die as tool for air bends and hem function.

Air + Hem Bend U Die shape for air bends and specific hem function.

ID
A unigue name or number to identify the tool. The maximum length is 25 characters.

The ID and description parameters may also contain alphanumeric characters.

When finished, Accept to leave this window and start with the tool data parameters. The
control will start by prompting a pop-up window for the tool properties starting with the initial
dimensions of the tool.
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10.3.3. Standard die

IDA-Touch

m Tool properties

L | Optional data | Segmentation

Machine Frame || Protr

Tool ID

Dimensions b

| Height (H)
DEL. V angle (Va)
\ opening (V)
DEL Radius (RA)
V bottom

DEL|  Width (W)

edit ‘

|
mim ||
Sm——

i | w

filter |
—_—

standard

Height (H) =

Standard die, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

V angle
The angle of the die.

V opening
The V-opening of the die.

V-die opening

The width V is the distance between the touching lines crossing.

Radius
The radius of the edges of the V-opening.
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V bottom
Herewith the different possible bottoms inside the V opening can be defined:

e Standard is a sharp angle in the bottom of the die.

¢ Round is a die bottom with a radius to be programmed with the parameter 'Inside
radius'.

* Flatis a flat die bottom with a certain dimension to be set with the parameter
'‘Bottom width'.

Width
The width of the tool to program.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.

DA-Touch o'
| Basic data e/l E Y | Segmentation +
Tool ID . 3 view
1 I.
E = General £att
B | Description = i T —
ﬂ DEL. Resistance = 0.30  kNimm filter
X-safe = 105 mm i
E DEL X-safe turned (neq.) = 10.5 mm
Mute = 4 mm
! DEL
2nd X-safe = 10.5 mm
DEL 2nd X-safe turned (neg.) = 10.5 mm
H dem

Description =

F i

Standard die, optional data

Description
A name or description of this tool. The maximum length is 25 characters. This
description has already been entered in the beginning defining the tool, but can be
edited in this field. The description is listed in the tool overview of the library.

Resistance
Maximum allowable force on the tool.
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X-safe
Calculated safety zone (minimum X-axis value), which will be used in the case a R-axis
is mounted. This to prevent finger to die collision. The indicated minimum value is
computed automatically from the die dimensions as follows:

X-SAFE = FS + % V in which:

FS = flat section on the back side of the V-grove
V = opening value
In this formula also a small additional safety value (0.5 mm) has been added.

X-safe turned (negative)
This safety value will be active if the die is used in the turned position. In this situation
parameter XT will be used as safety zone for the backgauge.

Mute
Muting distance. Distance above the sheet at which the speed change takes place.

2nd X-safe
Second automatically computed safety zone (minimum X-axis value) to be used in case
a more complex die is used. The value is the distance from the middle of the V-opening
to the most outside point of the drawing of the die (on the back side). Also an extra
safety tolerance of 0.5 mm is added.

2nd X-safe turned (negative)
Second automatically calculated safety zone (minimum X-axis value) if the die is used in
the turned position.

These values are calculated each time the die drawing changes. These 2nd-values cannot be
changed manually. See for explanation on the safety zones the example drawing.
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Drawing

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.

DA-Touch ol

ID:example

delete |
i

change
height
55.0 mm 4‘

ine
3
auto
finish
Shape standard feset
Height 55.0 mm giising J
ool

V angle 86.0 * i
V opening 10.00 mm Rroperiies

Radius 1.0 mm

V bottom standard t -
. properties |

Following functions are available while drawing

Delete Line
To delete a line segment.

Change Height
To change the height dimension of the tool.

Auto Finish
Finishing the tool outline to the top of the tool automatically.
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Reset Drawing
To reset the programmed drawing of the tool till the basic, initial shape.

Properties

To change the specific properties of the line or angle, add or remove a radius, change the
length, etc. It is e.g. possible to add a radius in the outline of the tool.

Tool Properties

To change the generic tool data and description.

Edit die drawing

To edit an existing tool, tap the tool in the library. The tool appears on the screen and can be
edited with the drawing facilities.

Drawing orientation of the die on the screen

The right hand side of the tool is the back gauge side. The mid-position of the V-opening will
be placed on the centre line of the press brake shape.
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10.3.4. Hem bend die

DA-Touch w'
ol | Optional data | Segmentation +
S | ©:sic cata |7 | Seg
Dimensions [ : A it
ﬂ 1 Height () . mm ] i

DEL. Hemming width (HW) mm HW

Height (H) = 5.

Hem bend die, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

Hemming width
The width of the tool to program.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool.

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.
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55.0 mm
| Shape
' Height
- Hemming width
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10.3.5. Inside hem bend die

DA-Touch o'

Tool properties

Tool ID G| optional data | Segmentation

Dimensions
| I
\ angle (Va)

DEL V opening (V)

\/ bottom

DEL|  Radius (RA)

Upper part width (TW)
Upper hemming width (UW)

standard

DEL

Hemming opening (HO)

DEL
Lower hemming width (LW)

Lower part width (BW)
Lower part height (LP)

dem

Height (H) =  100.0 mm

Inside hem bend die, basic data

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

V angle
The angle of the die.

V opening
The V-opening of the die.

V bottom
Herewith the different possible bottoms inside the V opening can be defined:
e 'Standard' is a sharp angle in the bottom of the die.
. 'Rg_und' is a die bottom with a radius to be programmed with the parameter 'Inside
radius'.
» 'Flat'is a flat die bottom with a certain dimension to be set with the parameter
'‘Bottom width'.

Radius
The radius of the edges of the V-opening.

Upper part width
The width of the upper part of the die.
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Upper hemming width
The width of the segment in the upper part of the die used for the hemming action.

Hemming opening
The opening height of the die in the opened status to place the product with the hem
bend.

Lower hemming width
The width of the segment in the lower part of the die used for the hemming action.

Lower part width
The width of the lower part of the die.

Lower part height
The height of the lower part of the die.

Inside hemming die type
For the different types of available inside hemming dies the specific operation mode can
be selected:

- Spring Opened  This die has an internal spring to push the die upwards as start
position.
Pre-Bend: For the pre-bend the sheet will be placed on top of the die
in this opened position and the final bend position is calculated such
that the required pre-bend angle will be reached. The backgauge
height (R-axis) will be calculated on the level of the opened die so
that the product can be placed against the backstop.
Hem-Bend: For the hemming operation the pre-bent product will be
placed in the hem opening of the die and the depth calculation of the
pressing beam will be such that the die is pressed down until the
hem bend is finished. The calculation will take twice the sheet
thickness into account. It is possible to program an additional hem
opening parameter in the specific bend parameters as offset on the
final hem position.

- Open & Locked This die is standard locked in a high position for normal bending and
pre-bend angles. The lock mechanism must be removed to use the
hemming facility.

- Normally Closed This die is in a closed, low position for normal bending and pre-bend
angles, and should be activated to get the hemming action.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool, with an additional
hemming parameter.
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Inside hem bend die, optional data

Hemming resistance
Maximum allowable force on the tool during hemming.

After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values. These values
are prompted in the lower left corner of the screen.

DA-Touch ol
8
oy
delete
line
change
height
auto
finish
100.0 mm

Shape inside hem feiet

Height 100.0 mm L drawiog;

V angle 30.0° I i

V opening 10.0 mm RIopeIiies

V bottom standard

Radius 1.0 mm

Upper hemming width 8.0 mm

Hemming opening 12.0 mm

| Lower hemming width 8.0 mm
Lower part height 63.0 mm

| Inside hemming die type normally closed
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10.3.6. Air + hem bend U die

IDA-Touch o'

m Tool properties

Tool ID Gl | Optional data. | Segmentation

ﬂ - Dimensions |
I | Height (H) 5 mim |

DEL

DEL L} opening (UO) S— mm W
U height (UH) mm rFH-UO~
DEL Radius (RA)

Front hemming width (FH)
DEL|  width (W)

mm

|
:

DEL

dem

|
3

Height
The total height of the tool. Important: this height value will be used in the bend depth
calculation.

U opening
The width of the U-opening of the die.

U height
The height of the U-opening of the die.

Radius
The radius of the edges of the U-opening.

Front hemming width
The front width of the die, meant as support for the hem bend.

Width
The width of the tool to program.

When the basic data of the tool have been set, the control asks for the next optional data to be
set. The control proposes default values but any parameter can be set to the real value.
These parameters are identical to the ones as for the standard tool.
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After entering these typical values you can create the tool drawing with the drawing facilities.
Drawing a tool profile is done by entering angle values and line length values.

DA -Touch @'
|
00 10 | 10 100
T | — E
I
— 1 ' 1
: U 1 delete
| i 1 line
: 1 Sie
| : |
! : 1
I 1
! ; i
I 40.0 | 40.0 : change
: i ) height
i ! hploht. |
front | i ] 55.0 mm ~ aute
: , 1 finish
i | 7
| d !
| ! : Shape air + hem U feset
! 10 ] ' Height 55.0 mm = drawinal
| v ) U opening 10.0 mm I .
! 1 ! U height 40.0 mm gliREsiiss,
1 : i Radius 1.0 mm i
: : ! Front hemming width
I i |
g
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10.4. Adapter

On this page a tool adapter can programmed. The programmed dimensions are used for
collision warnings.

DA-Touch o’
| Enable adapters = enabled |
| Adapter height (AH) = 900 mm
| Adapter width (AW) = 400 mm | !
Clamp height (CH) = 150 mm
Clamp width (CW) = 150 mm cw
Clamp position (CP) = 2300 mm I ]
CH AH
CP|
ol — T

Enable adapters
Enable or disable the possibility to use an adapter.
Disabled: adapter cannot be programmed.
Enabled: in each program can be chosen whether or not to use an adapter.

Adapter height
The adapter height. Important: this height value will be used in bend depth calculation.

Adapter width
The width of the adapter.

Clamp height
The height of the clamp of the adapter.

Clamp width
The width of the clamp.

Clamp position
The position of the clamp, related to the adapter.

V0212, 10.33



10.5. Back gauge dimensions

With these finger dimensions the R-axis movement and related X-axes movement is taken
into account. Also the workpiece / back gauge collision are computed using the dimensions.

DA-Touch ol

['Punches | Bottom dies | Adapler. |

| Default fay on position
1- Gauge R offset

| Gauge positions

Finger width

Finger radius

Default lay on position
This is the default lay-on position in case a lay-on position must be used during
automatic bend sequence computation, e.g. in case the X-axis position is outside its
allowed range or larger than the 'Lay-on backstop limit’; it is not used when selecting a
lay-on level manually.

Meaning of lay-on numbers:

Lay-on=1 !

|}
0
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Gauge R offset
An offset value for the R-axis can be set if the back gauge is positioned against the
sheet edge and the X-axis position is outside the die safety zone.

I |
gauge—R—oFFset_I

A negative value gives a lower back gauge position. This offset is only valid for gauge
position 0.

Gauge positions
The number of possible gauge positions (max. 4). When this parameter is changed, a
new pop-up window with finger geometry appears. There the finger dimensions can be
programmed.

Finger width
The width of the back gauge finger.

Finger radius
The radius of the back gauge finger.

FR

V0212, 10.35



Tap Edit Drawing to make the backgauge drawing appear wherein the dimensions of the back
gauge finger can be programmed.

DA-Touch o'

L, Eait drawing

| Gauge positions
Finger height (FH)
Finger length (FL)
Gauge height (H1)
Gauge height (H2)
Gauge length (L1)

10.0 mm
30.0 mm
18.8 mm

0.0 mm

40.0 mm

The following parameters describe the dimensions of the back gauge and the lay-on positions.
The number of parameters that has to be programmed depends on the number of gauge
positions. If more gauge positions are programmed, more parameters are offered. The
illustration at the bottom of the screen will change according to the number of gauge positions.

Finger height
The height (or thickness) of the first back gauge finger tip.

Gauge height
The height of the different finger levels.

Finger length
The length of the first finger level.

Gauge length (L2/L3)
The length of additional lay-on levels.

Gauge length (L1)
The length of the finger level at the bottom of the gauge.
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10.6. Position corrections

DA-Touch o’

Punches = Bottom dies | Adapter f Backgauge Por ’:‘u I', Machine upper side 1" Machine lower side | Machine Frame

correction

X2 position correction

': X3 position correction

' X4 position correction

L 1" n n i

X position correction
When the actual, mechanical axis position is not corresponding with the displayed value
than is it possible to correct the position with this parameter. Program the calculated
difference.
Example:
- When the programmed and displayed value = 250 and the actual, mechanical position
value = 252 the CX parameter = -2.
- When the programmed and displayed value = 250 and the actual, mechanical position
value = 248 the CX parameter = +2.

In case there are several X-axes installed, a separate parameter is available for each X-
axis.
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10.7. Machine upper side

In this tab the machine geometry for the upper beam, as a profile, can be programmed. This
information is used in the collision detection of collisions with product and machine.

When e.qg. utilities are added to the machine in special cases, these can be programmed as a
special machine shape to enable the collision calculations to take this into account.

In most instances there is only one shape programmed.

DA-Touch I o
Punches | Bottom dies  Adapler | Backgauge — Position correclions |
b TR |
A Height  Description view. |
+
I DELEM 01-H1030 1030.0 DELEM 01 edit |
—_—

alalalalelalolalle

The shapes of your machine are drawn in the same way as for the punches and dies. Like
with the tools the right hand side of the drawing is the back gauge position of the machine.
To have a more detailed view in the library tab, tap View and use Graphical.

DA-Touch I

Il
-
Machine lower side | Machine Frame | Protr

graphical edit

—.J

Height 1030.0 mm| P

Punches | Bottom dies | Adapler | Backgauge = Position correclions |

DELEM 01-H1030 : DELEM 01

alalalele o=l
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To create a new machine part, tap Edit in the library and subsequently use Add.
The control will start by asking for an ID, a description and a height.

IDA-Touch o’

Punches | Bottom dies | Adapter ' Backgauge "Posttion corrections

A Height Description view

+
l DELEM 01-H1030 1030.0 DELEM 01 edit

J
New machine pressbeam filter |

—

[ 1B = |

Description =

Height = . mm

Unigue name or number to identify the machine part. The maximum length is 25
characters.

Description
A name or description of this machine part. The maximum length is 25 characters.

Height
The total height of the machine part.
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For the upper side of the machine the height is defined as the height of the part when the
moving part of the upper side is in its mechanical top dead centre.

DA-Touch '
ID:DELEM 01-H1030
Description:DELEM 01
1
| % i |
= g delete |
e Bl T lne
- i
i
:
! change
i height
i
i
I
front | 1030.0 mm
i Height 1030.0 reload
i drawing
i P
i properties
: |
¢ beam
E properties
20[ | lsm
i

—
lalalalal e

After giving in the base parameters for the specific machine part, the drawing editor appears.
Similar to drawing of tools, also the details of the machine parts can be drawn. Either by
tapping and sketching or by giving in the length of sides and pointing the direction of the next
side.
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10.8. Machine lower side

In this tab the machine geometry for the lower side (table), as a profile, can be programmed.
This information is used in the collision detection of collisions with product and machine.
When e.qg. utilities are added to the machine in special cases, these can be programmed as a
special machine shape to enable the collision calculations to take this into account.

In most instances there is only one shape programmed.

IDA-Touch o'

1D A Height Description view

I DELEM 01-H950 950.0 DELEM 01 edit

To create a new machine part, tap Edit in the library and subsequently use Add.
The control will start by asking for an ID, a description and a height.

ID

Unigue name or number to identify the machine part. The maximum length is 25
characters.

Description
A name or description of this machine part. The maximum length is 25 characters.

Height
The total height of the machine part.
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For the lower side of the machine the height is defined from the table surface to the floor level.

DA-Touch ol

ID:DELEM 01-H360

delete |

chgnge

height

.
AMEAR AN

After giving in the base parameters for the specific machine part, the drawing editor appears.
Similar to drawing of tools, also the details of the machine parts can be drawn. Either by
tapping and sketching or by giving in the length of sides and pointing the direction of the next
side.

Machine
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10.9. Machine frame

On this tab the active machine geometries from upper and lower beam and the side frames,
can be selected and set. Also the machine identification can be programmed here.

Next to the Machine Upper Side and Machine Lower Side which are chosen from those
available, the Side frame dimensions can be programmed in this page.

The machine shape is shown in the simulation screen during graphical programming and
used for the collision detection for work piece against machine.

I DA-Touch &

Machine parts

[ Machine upper side DELEM 01-H1030 |

Machine lower side = DELEM 01-H950

General

Machine 1D 1

Machine frame enabled

Frame dimensions
Frame height (FH)

Frame width (FW)
Frame thickness
Throat height (TH)
Throat width (TW)
Throat position (TP)
Threat radius (TR)

2000.0 mm —
15000 mm \
50.0 mm TW_
500.0 mm |

3000 '
mm | TR H
800.0  mm FH

75.0 mm

TP

| Machine |

Watch the on-screen picture for the parameter meaning.
At the top of the screen the possible machine parts can be selected. The selected machine
parts are used when a new tool configuration is programmed.

Machine upper side
Select the relevant machine upper side.
To search for the correct machine parts, press the function Filter View in the keyboard.

Machine lower side
Select the relevant machine table.
To search for the correct machine parts, press the function Filter View in the keyboard.

Machine ID
When there are several bending machines in a factory, it can be useful to give the
control on each machine a unique machine ID.
This ID will be checked when a program is read from a back-up medium. When the
machine ID does not match you must confirm to read it anyway or not. If you do not
confirm the question the action will be aborted.
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Machine frame
The side frames of the machine are part of the total machine design and important for
the bendsequence of a product in relation to possible width. Some machines have side
frames outside the bending zone and are not of influence for the collision detection. In
that case the frames do not need to be shown in the bend simulation process. With this
kind of machines the frame design can be disabled. By default this parameter is set to
Enabled.

Frame height
Total height of machine frame.

Frame width
The width (or depth) of the machine frame.

Frame thickness
The thickness of the side frame.

Throat height
The height of the workspace (the 'throat’) in the machine.

Throat width
The width (or depth) of the workspace.

Throat position
The position of the workspace in the machine.

Throat radius
The radius of the workspace corner.
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10.10. Protractor

DA-Touch N
Protractor
Angle Measurement Device = not used
sarl ME — . = iy =
LU= e bS] D = ?
Bend
Proguzts . Drawing  ToolSetup Sequence . Fregam . Aute - Manual - Swmings m Help

With this parameter you can select a digital angle measuring device when the option OP-W-
PROTRACTOR has been installed.

Angle Measurement Device

Auto

* Not Used

* Mitutoyo 187-50x

* Mit.187-50x U-WAVE (this option will only be displayed if the wireless receiver has
been detected during start-up)

This device can be used in the production modes. Place the cursor on either the alpha
correction field or in the pop-up window aplha corrections on the measured angle field
and press the transmit button on the angle measuring device. The controller will display
the received angle on the screen. By selecting the enter key this value is accepted and
the controller will calculate the required correction based on this received angle value.

enter corr.o.

off => After a measurement, the angle correction will be calculated and
displayed on the screen. The machine operator has to select the angle correction field
and press the enter button to copy the correction.

on => The angle correction field will be selected automatically. From the
measured angle, the correction is calculated and copied into the correction parameter
automatically without selecting any button on the DA-controller.
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Angle tolerance

Maximum allowed deviation between the programmed angle and the measured angle.
When the measured angle differs too much from the programmed angle an error
message will appear on the screen.

In case the ‘Auto enter corr.o’ parameter is switched on, the correction will not be copied
automatically when the deviation is too large
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10.11. Eventlogging

10.11.1.Parameters

With this feature it is possible to register certain events on the control. These events are
stored in text files that can be examined afterwards. The log files that are created with this
feature can be used for production management.

This page contains all parameters for the event logging function. The events that are logged
can be assigned with the parameters on this page.

I DA-Touch ol

General
| Event Log_glng = off

| Filename
Path =

L
'l Maximum file size = 10 Kb

L&A &

Events —
8 Controller start = disabled

Controller stop = disabled |
[ — o
| "i Step ¢
W Product complete = disabled

disabled !

nge = disabled

Ml Mode change

Error message disabled

Event logging
To switch the event logging function on or off.

Filename
The name for the log file. Enter the required name, the extension ".txt' will be added to
the filename automatically.

Path
The folder (directory) where the log file will be stored. This path can be on the internal
memory of the DA-control (\Hard disk), a USB memory stick or even a network drive, if
connected. When the cursor is on this parameter, use the function Select Path to select
the desired location for the log file.
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Maximum file size
The maximum size of the log file in KiloBytes. If the current log file reaches this size it
will be closed and renamed automatically. Immediately a new file with the programmed
name is created and opened to continue logging.

The following parameters show the events that can be logged. With each parameter it is
possible to program if the event should be logged or not. At least one of these parameters
should be switched on for logging.

Controller Start
Log event: the control has been started.

Controller Stop
Log event: the control has been stopped.

Step Change
Log event: the control has switched to the next bend step.

Product Complete
Log event: the last step of a bend program has been finished.

Mode Change
Log event: a different mode has been selected.

Error Message
Log event: an error message has occurred.
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10.11.2.Explanation

(fe £t B | QS H o~ & BB

0ooo1
0000z
00003
00004
00005
0o0o0e
0ooo7
00008
oooog
oooio
oooi1
0001z
00013
00014
00015

klog
<log
<log
<log
<log
<log
<log
<log
<log
<log
<log
<log
<log
<log

time="20100129T122021.
time="20100129T122023
time="20100139T122031
time="20100129T122034
time="20100125T122042.
time="20100125T122050
time="20100125T122050.
time="20100125T122058
time="20100129T122105
time="20100129T122109
time="20100139T122110
time="20100129T122112
time="20100125T122132.
time="20100125T122135.

43

L2211
.069"
L4647

600"

L436"

439"

Muirchs
.go4"
L3497
.344"
L5571

175"
218"

event="mode" mode="1"/>

event="mode" mode="2"/>

event="mode" mode="3"/>

event="start" prod="EVENTLOG" step="1" stock="32767"/>
event="step" prod="EVENTLOG" step="2"/>
event="prod_rdy" prod="EVENTLOG" step="1"/>
event="step" prod="EVENTLOG" step="1"/>
event="step” prod="EVENILOG" step="2"/>
event="stop" prod="EVENTLOG" stock="3Z767"/>
event="mode" mode="4"/>

event="mode" mode="2"/>

event="mode" mode="1"/>

event="error" error="D0B04"/>

event="mode"” mode="2"/>

|\Hard Disk testlog. txt

One line in the log file can look as follows:

<log time="20100129T122021.477" event="mode" mode="1"/>

or:

<log time="20100129T122034.464" event="start" prod="EVENTLOG" step="1"
stock="32767"/>

Each line is one event, with a few possible attributes. The time is always listed, followed by the

nature of the event.

The time is listed as follows:
log time=<date>T<time>

The date is shown in the order year-month-date, the time is shown in the order hours-minutes-
seconds-milliseconds. These two fields are separated by the T character.
The nature of the event is indicated by a keyword. Depending on its nature, one or more
attributes are listed.
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Event type Keyword Possible attributes

Mode change mode mode number:
1 = manual
2 = programming
3 = automatic
4 = step by step

Step change step product ID, step number

Control start start product ID, step humber and
stock counter

Control stop stop product ID, step number and
stock counter

Product complete prod_rdy product ID, stock counter

Error message error error number

Each attribute is indicated by a keyword. The following keywords are possible:

Attribute Keyword
Mode number mode
Bend step number step
Product ID prod
Stock count number  stock
Error number error

One line in the log file takes approximately 50 Bytes, so with a file size of 10 KiloBytes it is
possible to log about 200 events. This can vary, since the description length of one event can
vary.

If a large file is necessary to record a lot of events, it could be wise to use an external USB key
or a network location to store the file. The maximum file size supported by the control is 1
Megabyte (1000 Kilobytes).
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10.12. Maintenance

On this tab maintenance related functions are located. Next to the machine hour counter and
the machine stoke counter also functions to help replace modules and to store diagnostic data
can be found here.

DA-Touch ab’'

ickgauge "I Position corrections | Machine upper side " 'Machine lower side | Machine Frame | Protractor | Event Logging | (I

Calibrate touchscreen
Calibration function to adjust the screen calibration to the users preference.

Hours
The number of hours the machine is running.

Strokes
The number of strokes the pressbeam has executed.

Diagnostic mode
Activate or de-activate a diagnostic mode for service purposes. The diagnostic mode is
activated by programming a special code here. The diagnostic mode is de-activated by
programming O.
To activate the diagnostic mode, contact the machine manufacturer for more information
about this mode and an access code.

Lock screen
To lock the screen, and eg. clean the screen without changing anything, the lock screen
function can be used. To unlock the screen, press the STOP button.
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Create .dat-file

When the cursor is placed on Diagnostic mode an additional function will appear. Tapping
Create .dat-file will store the most important product and control data on the connected USB
key. This information can be helpful for the maintenance support.

Replace module

An axis module can easily be exchanged without special access following the exchange
procedure. Only when applicable, this function will be available.

The module exchange procedure is as follows:

1

OO, WN

Switch off the DA-controller and disconnect the DM-module that needs to be
replaced.

Connect the new DM-module of the same type and switch on the machine.

An error message with the ID of the original module will appear on the screen.
Select the Machine mode and go to the Maintenance tab.

Tap Install Module.

A Window appears asking to replace the module with the new one. Tap Yes to
accept.

The controller will reboot to initialize the new module. If necessary the software of
the new module will be updated automatically.
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Delem

10.13. System information

On this tab system information can be found. Next to version information on the software also
ID’s of the installed modules and version of OEM-specific files can be read.

Next to information also software update functionality is available here.

| DA-Touch -
|
update
General software
Application V15-074 —  —
" backup
Option 1D DEVELOPMENT system
Machine name DELEM —
restore
Sequencer _’?’ﬂ
sequencer 6120
Delem.def 15-074
KO-table
KC-7001 51
Modules
Type 1D Flash version
DM103 6000001 V0.74
DMm102 6000002 -
DM102 6000004
DMm102 6000003
DMm102 6000006
DM101 6000007

N Machine  §

This screen shows detailed information about the control system. This information is useful for
service purposes.

Application

The version of the current application
Option ID

The unique option ID of the control
Sequencer

The version number of the running sequencer
Delem.def

The version number of the running delem.def file
Modules

The programmed modules with ID and flash version. This list of modules might contain
more than 4 items; in that case the list can be scrolled.

Update software

With Update Software the control can install a software update set from a USB-memory
device. The directory browser will help to select the desired update and initiate the installation
process.
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A. Parameter index

This appendix contains a list of all parame-
ters described in this manual, in alphabetic

order.

2nd X-safe ........... ... ... ... 10.23
2nd X-safe turned (negative) ........ 10.23
90 Degree tolerance . .............. 5.15
Active bend allowance table ......... 9.14
Adapterheight ................... 10.33
Adapterwidth . ................ ... 10.33
Angle .. ... ... 10.12
Angle ... ... 10.6
Angle ... ... 3.10
Angle . ... .. 6.8
Angle . ... .. 8.4
Angle correction computation ........ 9.10
Angle correction database ........... 9.10
Angle correction programming . ... .... 9.11
Angle Measurement Device ......... 10.45
Angleselection..................... 6.3
Angle tolerance .................. 10.46
Application . ........... .. ... 10.53
Auto bend change mode step . ....... 9.16
Auto computations edit . ............ 9.11
Auto enter corr.ol . .............. 10.45
Auxiliary axis . ......... . oL 6.8
Auxiliary axis . ......... . i 8.5
AXisspeeds . ........ i 6.8
Backstop against sharp angle allowed . .5.14
Backstop-die, intermediate bend . .. ... 5.15
Bendno. ........... ... .. .. ... 7.2
Bend position . ........... . ... 6.8
Bendtype . ......... ... .. . ... 3.10
Bendinglength ..................... 3.2
Bendinglength ..................... 6.8
Bendinglength ..................... 8.3
Blanklength . ....... ... ... ...... ... 6.4
Bottoming force factor .............. 9.15
Boundary 1/2/3 . ....... .. ... ... 9.19
Calibrate touchscreen ............. 10.51
Centralangle ..................... 3.13
Clamp height .................... 10.33
Clamp position . .................. 10.33
Clampwidth . .................... 10.33
Clamping correction . . .............. 9.17
Command panelside . ............... 9.3
Computedradius . ................. 3.11
Connect .............. i, 6.4
Controller Start . . ................. 10.48
Controller Stop . .. ................ 10.48
COMOl v v et ettt e e een 8.3
Corr.al/Corr.02 ...........coo.... 7.2
Corr.DF ... .. . 7.3
Corr. X 7.3
CorrY 7.3

CorrY .. 8.4
Data preparation bend allowance . . ... 9.14
Decompspeed .................... 8.5
Decompression ................... 6.12
Decompression . ................... 8.5
Decompressionspeed ............. 6.12
Defaultdelay time ................. 9.12
Default dimensions . ............... 9.13
Default dwell time ................. 9.13
Default hemopening ............... 9.13
Default lay on position .. ........... 10.34
Default part support return speed . . . .. 9.17
Default pressingspeed ............. 9.12
Default step changecode ........... 9.12
Default wait for retract . . ............ 9.12
Delaytime ....................... 6.12
Delemdef ...... ... .. ... .. ..., 10.53
Description . .................... 10.22
Description . .................... 10.39
Description . .......... ... ... .... 10.41
Description . ..................... 10.7
Diagnosticmode . ................ 10.51
Die ... 6.6
Die ... 8.2
Dimensions ............... .. ...... 3.2
Dwelltime ....................... 6.12
Emodule ............. ... .. ..., 9.4
Edgetolerance ................... 5.15
Enable adapters ................. 10.33
Equal bumping-segments ........... 3.13
ErrorMessage .................. 10.48
Eventlogging ................... 10.47
Filename ............. ... ... .... 10.47
Fingerheight .. .................. 10.36
Fingerlength . ................... 10.36
Fingerradius .................... 10.35
Fingerwidth .................... 10.35
Force . ... ... 6.12
Force .. ... ... . . . . 8.4
Frame height . . .................. 10.44
Frame thickness ................. 10.44
Framewidth .................... 10.44
Frontextendratio ................. 5.12
Front extend ratio accept ........... 5.12
Front gauge hemming offset . .. ...... 9.15
Front hemming width . ............ 10.31
Gauge height ................ ... 10.36
Gaugelength (L1) ................ 10.36
Gauge length (L2/L3) ............. 10.36
Gauge positions .. ... ... 10.35
Gauge Rooffset ............... ... 10.35
G-COIT. .o 7.3
LC o] { PO 0 A0 7.3
G-corr.DF . ... ... 7.3
G-corr.PS .. ... 7.3
G-corr.PS . ... 8.5
G-corr. X .. 7.3
Height ......... . ... ... ... ..., 10.11
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Height......................... 10.15
Height......................... 10.21
Height......................... 10.26
Height......................... 10.28
Height......................... 10.31
Height......................... 10.39
Height......................... 10.41
Height.......................... 10.6
Height1l ........................ 10.8
Height2 ........................ 10.8
Helplanguage .................... 9.2
Hemopening .................... 3.14
Hemopening ..................... 6.8
Hemopening ..................... 8.4
Hemming height . ................ 10.12
Hemming load opening . .......... 10.11
Hemming load opening . .......... 10.13
Hemming opening ............... 10.29
Hemming resistance ............. 10.14
Hemming resistance ............. 10.30
Hemming width . ................ 10.11
Hemming width . ................ 10.12
Hemming width . ................ 10.26
Holdtime ........................ 8.5
Horizontal projection ............... 3.7
Hours ......... ... ... ... .. .... 10.51
ID 10.20
ID 10.39
ID 10.41
ID 10.5
Inch/mm-select . . .................. 9.2
Inside hemming die type .......... 10.29
Intermediate R for X-movement . . . ... 9.18
Intermediate X for Z-movement . .. ... 9.17
Keysound ....................... 9.3
Language .......... .. ... ... 9.2
Lay-on ......... ... . . ... 6.10
Lay-on backstop limit .............. 5.16
Lockscreen .................... 10.51
Lower hemming width .. .......... 10.29
Lower part height ................ 10.29
Lower partwidth . ................ 10.29
Machine frame .................. 10.44
MachineID ..................... 10.43
Machine lower side .............. 10.43
Machine upperside .............. 10.43
Material . ......... ... ... ... ... .. 3.2
Material . ........ ... .. ... ... . ... 6.4
Material . ......... ... ... ... .. ... 8.3
Materialname .................... 9.4
Max inter segment distance .......... 4.8
Maximum filesize . ... ............ 10.48
Method ........ ... ... . ... .. .... 6.7
Method ......... ... ... ... .. ..., 8.3
Minimum Y opening . .............. 5.13
ModeChange . .................. 10.48
Modules .......... . ... ...... 10.53

Mute ....... . . ... 10.23
Mute ... . . 6.11
Mute ... . . 8.4
Number of segments . .............. 3.13
Opening . ..........ciiiinn. 6.8
Opening . ...........iiiinnn. 8.5
Optimisation degree ............... 5.12
OptionID ....................... 10.53
Parallelism . ...................... 6.11
Parallelism . ........... ... .. ... ... 8.5
Parallelismoffset . ................. 9.17
Part supportextraangle ............ 9.17
Part supportreturnspeed ........... 6.12
Path ........ .. ... . ... ... ... 10.47
Prebendangle .................... 3.14
Precision ............. ... .. .. ..... 3.8
Preferred Radius . ................. 3.10
Pressingspeed ................... 6.12
Pressure correction . ............... 9.17
Product Complete ................ 10.48
Product description .. ............... 3.2
Product description .. ............... 6.3
ProductID .......... ... ... . ...... 3.2
ProductID .......... ... ... . ...... 6.3
PSreturnspeed ................... 8.6
Punch ....... . ... ... ... ... ... 6.6
Punch ....... . ... ... .. ... ... 8.2
R o 6.10
Radius . ............. ... ... .... 10.12
Radius . ............... ... .. .... 10.15
Radius . ............... ... .. .... 10.21
Radius . ............... ... .. .... 10.28
Radius . ............... ... .. .... 10.31
Radius ......... ... ... . . ... 10.6
Radius . ........ ... ... .. .. ... 10.8
Radius ........ ... ... .. . ... 3.13
Radius factor . .................... 5.12
Radius height ................... 10.15
Repetition ............ ... ... ..., 6.11
Repetition ........... ... ... .. ..... 7.2
Resistance ..................... 10.22
Resistance ............... ... .... 10.7
Retract . . ........... .. ... ... ... ... 6.8
Retract . . ........... ... .. ... ... ... 8.4
Sequencer . ........... ... 10.53
Shape ....... ... ... ... L. 10.20
Shape ....... ... .. ... ..o 10.5
Show notes automatically ........... 9.18
Sidelength ................ ... ... 3.15
Speed ... 8.5
StepChange .................... 10.48
Stepchangecode ................. 6.12
Stepmode . ... 7.2
StocK ... 7.3
Stock countmode ................. 9.16
Strokes . ... 10.51
Supporttype ......... ... ... 10.7
Tensilestrength . . .................. 9.4

V0212, A.2



Thickness . ........ ... ... . ... 3.2

Thickness . ............ ... .. ... ... 6.4
Thickness .. ........... ... .. ... ... 8.3
Throatheight .................... 10.44
Throat position ................... 10.44
Throatradius .................... 10.44
Throatwidth . .................... 10.44
Ton/kNselect ...................... 9.2
Tool length tolerance ............... 5.13
Topwidth ....................... 10.15
Uheight ........................ 10.31
uopening ..............ouvii.. 10.31
Update software . ................. 10.53
Upper hemming width . ............ 10.29
Upper partwidth . ................. 10.28
Useadapters ...................... 6.4
Useadapters ...................... 8.2
Use tool length tolerance . ............ 4.8
Vangle . ... i 10.21
Vangle . ... i 10.28
Vbottom ........ ... ... L 10.22
Vbottom ........ ... ... L 10.28
Vopening . .......oooiiiiiiii.. 10.21
Vopening . ... 10.28
Vertical projection .................. 3.7
Wait forretract . ................... 6.12
Width . ... . 10.12
Width .. ... . 10.22
Width .. ... 10.31
Width . ... 10.6
Width .. ... 10.8
X 6.10
X position correction .............. 10.37
X1X2 difference programming ........ 9.12
X-aXiS oo 8.4
X-correction programming . .......... 9.11
X-safe ....... ... . . ... 10.23
X-safe turned (negative) ........... 10.23
Y openingdefault . ................. 9.12
Y1Y2 independent ................. 9.12
Y-aXiS o oo 8.4
Zdistance ......... ... 9.15
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