STAND-ALONE SOFT TOUCH INITIAL STARTUP FLOW CHART
HEAVY WEIGHT WELDING MACHINES WITH MFDC CONTROLS
MODELS 9181-34WPM/24DC AND 9181-34WPM/115

Increase the OPENING
PRESSURE regulator
until electrodes open at
acceptable speed

NO

Turn power
and air on.

Turn TIP DRESS
switch off

Electrodes
are open

Go to the TROUBLE
SHOOTING flow chart
on the next page

Close RETRACT
switch

Electrodes
move down
to a small
space

Increase the RETRACT
BUCKING PRESSURE
regulator until elec-

trodes move down to a
small opening

Increase BALANCE
PRESSURE until force
between electrodes is

under 50 pounds.

SYSTEM
READY light
is on solid

System has
a9181-34JA
or 9181-
34JB option

NO

Turn on TIP DRESS
SWITCH

Electrodes
close

YES

y 3

Decrease BALANCE PRESSURE regulator until the upper elec-
trode Closes.

If BALANCE PRESSURE is 00psi and the upper electrode does
not close, turn off the TIP DRESS switch and rapidly remove
the hose going to the lowest port on the air cylinder.

The upper electrode should now drop quickly by gravity. If it
does not, check:

1. Alignment of ram guides or ram rollers. Adjust and lubri-
cate until the ram drops quickly when air is removed
from the lower port.

2. Check to see if the airline lubrication system is working.
One drop of oil should be fall every 8—10 weld cycles.
Adjust, fill, or replace the airline oiler as needed.

3. For very old welding cylinders, the shaft seals and piston
cup seals might be very hard, or the inside of the cylin-
der is badly scored. Replace as needed.

The SOFT TOUCH system can not be used until the upper
electrode closes quickly by gravity when the lower cylinder
port hose is removed. Contact Unitrol for support.

Force
between
electrodes is
under 50 lbs*

For systems with 9280-TS7D, 9280-
TS7E, and 9280-TS7F boards, Increase
PRE-PULSE time by turning SW6 clock- /
wise a small amount at a time as you
use the TIP DRESS switch to test

speed. SW6

Electrode
closes with
reasonable
speed
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For systems with 9280-TS7A, TS7B,

and TS7C boards, increase the tadjust s g
dial a small amount at a time as you G, i
close the foot pedal to initiate the 'lﬁf « RANGE
welding control and check the speed.

Be sure the welding control is in

NO-WELD.

q ‘tADJUS1
tadjust knob — Y

System is
ready for use

* If you don’t have a tip force measuring instrument, place a wooden office
pencil between the electrodes and turn on the TIP DRESS switch. Set the
force so that the electrode indents 1/16” or less.




STAND-ALONE SOFT TOUCH TROUBLE SHOOTING FLOW CHART
HEAVY WEIGHT WELDING MACHINES WITH MFDC CONTROLS

MODELS 9181-34WPM/24DC and 9181-34WPM/115

Turn power and
airon. Turn TIP
DRESS switch off

Increase the OPENING
PRESSURE regulator
until electrodes open

Electrodes
are open

at acceptable speed

Follow black and
white wires to weld-
ing control. Connect

to 115VAC source.

NO

AC voltage
between

terminals 1-2

= nominal 115

Repair or replace TS7
sensor board.

SYSTEM
READY light
comes on

Be sure slide switches
are set as shown
below

SYSTEM

NO SYSTEM
. NO
READY light READY light —
is on solid is on solid

YES |e

Close RETRACT switch

Electrodes
move down
to a small
space

—

System has
a2 9181-34JA
or 9181- Unol - .
34JB option nplug SOC2 The TS7 sensor board is operating correctly.
(Terminal block
4,5.6,7) This problem is usually caused by a conduc-
NO tive path between the moving electrode hold-

\ 4

er and the fixed holder. Check all insulation
typically between the upper electrode holder
and the moving upper ram. Repair any loca-
tion where the insulation is not present.

v I
Turn on TIP DRESS
SWITCH

AC voltage
between
TP2—TP3

is 6BVAC—7VAC

Plug SOC2 back.

Increase the RETRACT
BUCKING PRESSURE
regulator until
electrodes move down
to a small opening

Electrodes
close

YES SYSTEM
READY light

Replace or repair TS7 is on solid

sensor board.

v

YES

Disconnect shunts or cables that connect the

*

Decrease BALANCE
PRESSURE regulator
until electrodes close.

upper welding transformer pad to the moving
ram that includes the upper electrode holder.

Measure resistance (Q) between the upper
electrode and the lower electrode. If re-
sistance lower than 5,000Q is measured,

Increase BALANCE
PRESSURE until force
Jbetween electrodes is
under 50 pounds.

there is still a conductive path between the
frame of the welder and the upper electrode
holder.

Force
between
electrodes is
under 50 lbs*

NO

Locate insulation problem and repair it.

For systems with 9280-TS7D,

9280-TSE, and 9280-TS7F boards,
Increase PRE-PULSE time by turning
SW6 clockwise a small amount at a

time as you use the TIP DRESS
switch to test speed.

SW6

Reconnect the laminated shunts or cables.

Electrode
closes with
reasonable
speed.

SYSTEM
READY light
is on solid

YES

For systems with 9280-TS7A, TS7B,
and TS7C, increase the tadjust dial 8

a small amount at a time as you

close the foot pedal to initiate the

welding control and check the

speed. Be sure the welding control

is in NO-WELD.

tadjust knob
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System is

Contact Unitrol with
AC voltage read at
TP2—TP3, and DC
voltages read at TP4
(+) and TP1.

ready for use.

* If you don’t have a tip force measuring instrument, place a
wooden office pencil between the electrodes and turn on the TIP
DRESS switch. Set the force so that the electrode indents 1/16” or
less.

Call from the welding
machine with a
voltmeter available

UNITROL ELECTRONICS, INC.
techsupport@unitrol-electronics.com
847-480-0115



