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Thank you for purchasing the CX1011/CX1012.
CX1011/CX1012 is the software for soldering program compatible to
the table-top type robot (IAl-made TTA-A4 series).

The contents of CX1011 and CX1012 are the same except for
the language on the package.

This manual includes instruction of the software and for the
table-top type robot (IAl-made TTA-A4 series).

Please read the manual carefully before operating the CX1011/CX1012.
Please keep this manual readily accessible for reference.
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Please check to make sure that all items
1 . PAC KI NG LIST listed below are included in the package.

1-1 Parts composition

Easy programming software (CX1011/CX1012) is soldering program software compatible
with table-top type robot (IAl-made TTA-A4 series).
Easy programming software (CX1011/CX1012) is included with the HAKKO HU-100 set.

1-1-1 Packing list

Part name Part No. HAKKO HU-100 Content
Set QTY | information

Easy programming CX1011/
1 .2
Y| software CX1012 © P
@ | Cleaner CX1003 O 1 p. 2

Table-top type robot
(IAl-made TTA-A4 series)

@ | HAKKO FU-500 > O 1 D. 4
® | HAKKO FU-601 > O 1 p. 4
® | Soldering unit mount CX1008 O 1 p.5
@ | Iron fixing base CX1005 O 1 p.5
Solder reel base CX1006 O 1 p.5
@ | Cleaner base CX1007 O 1 p.5
Jig table CX1009 O 1 p.5

* Part No. for HAKKO FU-500 and FU-601 changes at destination.

Part No.
Specifications
@ ® P

FUS500-12X FU601-32X | 220V 3 wired cord & American plug for Thailand
FUS500-13X FUB01-33X | 220V 3 wired cord & American plug

FUS500-14X FU601-34X | 220V 3 wired cord & Chinese plug

FU500-15X FU601-35X 220V 3 wired cord & European plug
FUS00-16X FU601-36X | 220V 3 wired cord but no plug

FUS500-17X FU601-37X | 230V 3 wired cord but no plug

FU500-18X FU601-38X | 230V 3 wired cord & BS plug

FUS500-19X FU601-39X | 240V 3 wired cord but no plug




1-1-2 @) Easy programming software (CX1011/CX1012)

Easy Programming Software (CD-ROM) .................. 1 Quick user guide (PC software)
License dongle ... 1 Japanese / English / Chinese .......ccccccevvnnnee.. 1 each
USB cable ..o 1 Quick user guide (Installation and Connection)
Cable tie ..o 1 Japanese / English / Chinese ........cccccccovvuineen. 1 each
Easy programming software License dongle USB cable Cable tie
(CD-ROM)
— CD-ROM contents N

+ Easy programming software (Japanese)

* Easy programming software (English)

» Easy programming software (Chinese)

» USB driver for table-top type robot (TTA-A4 series)
+ Setting file for USB connector

* Setting file for RS-232C connector (9 pin)

* Instruction manual (this booklet)

* Instruction manual for the language of Japanese, English, Chinese, Korean and Thai can be downloaded
from the following URL, HAKKO Document Portal.

https:/doc.hakko.com

1-1-3 @ Cleaner (CX1003)

CX1003 ClEANET ...ttt 1 Power cord (for cleaner) .........cccoccvvveeeeeeeeee e 1
AC adapter ....ooooiiiiieie i 1 Instruction manual (for cleaner) ..........cccoocveiiiiinnenn. 1

Cleaner AC adapter Power cord
(CX1003) (for cleaner)



1-1-4 3 Table-top type robot (IAl-made TTA-A4 series)

Table-top type robot (IAl-made TTA-A4 series) ........ 1 Power cord (for table-top type robot) .........cccccccnee. 1
Instruction manual CD-ROM USB conversion adapter .........cccccceeeviiiieeienniieeeennns 1
(for table-top type robot (IAl-made TTA-A4 series) ....1 Emergency stop bOX ......ccoooeeiiiiiiiiiiiiiiiiiiiceeeeecees 1
I/O cable (for HAKKO FU-500) .....ccccvveiiiviiieiiiiieenn. 1 Terminal bIOCK ....c.oeevviiiiiiie e 1
I/O cable (for expansion I/O terminal block) ............. 1 System I/O connector .........cccoviiiiiiiiiiiieiiee e 1
RS-232C cable ......oooeeviiiiiiiiiiii 1 Motor power connector .........cccccveeeeveieeeeiiiiicieee, 1

Ve

Instruction manual /0 cable /0 cable
(CD-ROM) (for HAKKO FU-500) (for expansion
I/O terminal block)

/

2

&
RS-232C cable Power cord

(for table-top
type robot)

= &

USB conversion Emergency stop box
adapter

S =)

Terminal block System I/O Motor power

connector connector
Table-top type robot

(IAl-made TTA-A4 series)

/

[ @ Iron fixing base
@ Iron fixing base (CX1005) (CX1005)
Solder reel base (CX1006) © Cleaner base _ _
® Cleaner base (CX1007) (CX1007) S
Jig table (CX1009) <

These four parts are attached to the
(3 Table-top type robot (IAl-made

TTA-A4 series) at the time of shipment. Jig table

(CX1009)




1-1-5 @ HAKKO FU-500"

HAKKO FU-500 .....ooiiiiiiiiiieeeiee e 1 Solder reel stand™ ........ccccooeiieiieee e 1
Feeder UNnit ........ccooveee e 1 Feedercable (5Bm)3 .. 1
Tube unit (for 0.3 t0 1.0 mMmM) ..o, 1 Power cord (for HAKKO FU-500) ......ccccoovvviiiiinnnen. 1
Tube unit (for 1.2t0 1.6 mMm) ..o, 1 Instruction manual (for HAKKO FU-500) .................. 1

Feeder unit Tube unit Tube unit
(for 0.3 to 1.0 mm) (for 1.2 to 1.6 mm)

Solder reel stand Feeder cable Power cord
(for HAKKO FU-500)

1-1-6 ® HAKKO FU-601"2

HAKKO FU-B01 ..o 1 Ironcable (5M)™3 e 1
HAKKO FU-6002 .....cooiiiieeieee e 1 Connecting cable ... 1
Flux protector ......coooiiiiiii e 1 Power cord (for HAKKO FU-601) .....cccceeviiiiiiienee, 1
Iron unit fixing assembly ........cccccvveveeiiiiiiie, 1 Heat-resistantpad .......cccooviiiiiiii e, 1
Tip adjustment jig unit ......cccccooeeeiiiiii e, 1 Instruction manual (for HAKKO FU-601) .................. 1
Feeder unit attachment screw ...........cccccccciiiinnne 2

Hexagon .
Flux protector cocket scrow @ Hexagon socket . .Iron unit
M3X15 ;(.4\), head cap screw fIXIng assembly
< M3 X6 (2)
7 Hexagon
E/IZV; r1 gog \N socket screw
Hexagon socket @ M3X30 (2)
HAKKO FU-601 ead oap serew HAKKO FU-6002
3x10(2) Feeder unit
Tip adjustment jig unit attachment screw

3@

&

>

Power cord
Soldering iron cable Connecting cable (for HAKKO FU-601) Heat-resistant pad

*1 The solder feed pulley unit, solder feed guide set, and fluoroplastic tube are sold separately.
See “11. Parts list” of the HAKKO FU-500 instruction manual.
*2 The tip is sold separately. See “Tip styles” of the HAKKO FU-601 instruction manual.
*3 In HAKKO HU-100, this part is shipped already mounted on the table-top type robot (IAl-made TTA-A4 series)



1-1-7 ® Soldering unit mount (CX1008)
CX1008 Soldering unit mount ...........cccccvvveeeeeeeeeeennn.

M4 X6 (2)

Soldering unit mount (CX1008)

1-1-8 @ Iron fixing base (CX1005)*“
CX1005 Iron fixing base ..........cccccoeeveiviviiiiiiieeeeeeen

Knock pin
24X8

Hexagon socket screw
M4 X 10 (6)

Hexagon socket head cap screw
M4 X 16 (3)

Iron fixing base (CX1005)

1-1-10 (@ Cleaner base (CX1007)*
CX1007 Cleanerbase..........ccccooeueviiiiiiiiiieiiiiiee e

Hexagon socket
head cap screw
M3X6 (2)

@

\ o
®
Hexagon socket head cap screw

M6X 10 (2)

Cleaner base (CX1007)

Hexagon socket screw §\
M3X6 (2) N

Hexagon socket screw

& )
©
&

Hexagon socket screw
M3X10 (4)

Hexagon
socket screw
M6X 15

o
//&

“
&

Spring washer
nominal dia. 6mm

Plain washer
nominal dia.6mm

Xv”/

Position adjuster
for spring post (2)

Hexagon socket screw
M3 X6 (4)

1-1-9 (8 Solder reel base (CX1006)™

CX1006 Solderreel base...........ccoceveiiiiiiiiiiiiieees 1
® Hexagon socket
e @ head cap screw
| M3 X6 (4)

&~ Hexagon socket screw
M3 X6 (2)

Solder reel base (CX1006)

1-1-11 @ Jig table (CX1009)*
CX1009 Jigtable ......ccccvvvviiiiiiiieee e 1

= Hexagon socket screw
® M5X10 (6)

0 Knock pin
25X10 (2)

Jig table (CX1009)

*4 In HAKKO HU-100, these parts are shipped already mounted on the table-top type robot (IAl-made TTA-A4 series).



2. SPECIFICATIONS

2-1 Specification of each devices
@Lead and payload capacity of table-top type robot (IAl-made TTA-A4 series)

Axis Lead Stroke Speed Repeatable | Payload
position accuracy | capacity

X axis | 24mm or equivalent | 400 mm |1~800 mm/sec| £0.02 mm | 20 kg

Y axis | 24mm or equivalent | 400 mm |1~800 mm/sec| £0.02 mm —

Z axis 12mm 150 mm |1~400 mm/sec| £0.02 mm —

0 axis — 1200 degree] 600 degree/s [£0.01degreg  —

NOTE :

For repeated positioning accuracy and
transportable mass, refer to “1.2
Mechanical Specifications” in “Chapter 1
Specifications Check” of the instruction
manual for table-top type robot (IAl-made
TTA-A4 series).

@Table-top type robot (IAl-made TTA-A4 series)

@HAKKO FU-601

*1 With the solder feed pulley unit, the solder feed guide set and

the fluoroplastic tube

*2 Up to 1kg bobbin of solder can be used.

HAKKO FU-500 and FU-601 are protected against electrostatic discharge.

Power supply AC 100~240V 50/60Hz Station

Power consumption | 290W Power consumption | 300W

Dimensions 601(W) X747(D) X934 (H) mm Temperature range™ | 50~500°C

Weight 50 kg Temperature stability | £ 5°C at idle temperature

Output Voltage | AC 29V

@HAKKO FU-500 Dimensions 145 (W) X211 (D) X 107 (H) mm
Station Weight 4 kg

Power consumption | 35W HAKKO FU-6002

Dimensions 145(W) X 230(D) X 100(H) mm Power consumption | 260W (29V)

Weight 2.3 kg Tip to ground resistance | < 2 Q

Feeder unit Tip to ground potential | < 2 mV

Weight' 800 g Cord length 3m

Solder diameter | 0.3 0.5 0.6(0.65) 0.8 Total length?3 | 168 mm

(mm)™ 1.0 1.2 1.6 Weight™2 1349

(173 g <with iron unit fixing assembly>)

*1 The temperature was measured using the FG-101.

*2 With 4XD tip

*3 The dimension can be adjusted in range of £5mm.

2-2 Dimensions of table-top type robot (IAl-made TTA-A4 series)

Jig table
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NOTE:

For specifications other than the stroke and dimensions, read “Chapter 1 Specifications
Check” of the instruction manual for table-top type robot (IAl-made TTA-A4 series). For the
specifications for HAKKO FU-500, HAKKO FU-601 and CX1003, read “2. Specifications”

of each instruction manual.

Note that specifications and appearance are subject to change without notice.




2-3 Operating environment for easy programming software

The following system is required to run this software.

Compatible OS Windows 7, Windows 8, 8.1, Windows 10
Computer and Personal computer which runs on Windows OS and
compatible keyboard its compatible keyboard

Media reading drive CD-ROM drive

Supported robot Exclusive for TTA-A4 series robot made by IAI"1
USB port Necessary to run Easy programming software

*1 The specification of the robot is HAKKO original. Please contact HAKKO when necessary.

3. WARNINGS, CAUTIONS AND NOTES

Warnings, cautions and notes are placed at critical points in this manual to direct the
operator’s attention to significant items.

A WARNING : Failure to comply with a WARNING may result in serious injury
or death.

A CAUTION : Failure to comply with a CAUTION may result in injury to the
operator, or damage to the items involved.

/\WARNING

@ Carrying the table-top type robot (IAl-made TTA-A4 series) should be done by at least
2 people, or a hand cart or a hand lift should be used.
@ When working by 2 or more persons during transferring or installing, clarify
the superior-subordinate relationship and call out to each other checking the
safety to prevent contact and falling accidents.
@ Contact with the table-top robot (IAl-made TTA-A4 series) during
operation may cause accidents resulting in death or serious injury.
While the robot is operating or is in stand-by, take safety measures (providing
a safety protective fence, etc.) to prevent people from entering the operating
range of the table-top type robot (IAl-made TTA-A4 series)

% Safety protective fence ... If a safety protective fence is not provided,
be sure to indicate the operating range.
@ Do not use this robot near explosive, flammable gas or materials.
@ Do not touch the metallic part near the iron tip.
@ Call surrounding people's attention to the “danger of a high temperature object”




@ If an accident occurs, or if there is imminent danger of an accident occurring,
immediately push the emergency stop button (button of the emergency stop box).
@ In order to stop the unit emergently if a danger condition occurs, perform
work within the range where you can reach the emergency stop button or place
the emergency stop box near you.
@ Never let persons other than repairing engineers disassemble, repair, or modify this unit.
@ Place the table-top type robot (IAl-made TTA-A4 series) on a flat surface.
In order to avoid turning-over and falling accidents, hold and secure this unit firmly.
@ Before replacing parts or repairing, disconnect the power plug, and wait until
the iron tip is sufficiently cooled down.
@ Do not use the unit near children or infants.

To prevent accidents or damage, be sure to observe the following:

/\ CAUTION

@ Since holding the plastic part may cause the unit to be broken, be careful not to
hold the plastic part.

@ Do not apply strong shock to this product.

@ For safety, wear personal protective equipment, such as safety gloves and goggles,
earplugs, and a hard hat, as needed.

@ When installing this unit, make sure to keep a work space wide enough to perform
maintenance and inspection work safely.

@ Be sure to connect to ground. For the grounding method for the table-top type robot
(IAl-made TTA-A4 series), refer to “3.4.5 Ground wiring” of “Chapter 3 Wiring” of the
instruction manual for the table-top type robot (IAl-made TTA-A4 series).

@ Maintain enough lighting to perform work safely (JIS Z9110 : 300-750 lux).

@ Be aware that the unit may fail to perform adequately in hot, humid climates, or in
highland or cold regions. As for range of specifications, refer to “1.3 Product check” in
“Chapter 1 specifications check” of instruction manual for table-top type robot (IAl-made
TTA-A4 series).

@ Do not allow the unit to become wet, or use it with wet hands.

@ If abnormal heating, smoking, odor, or sound are detected from this product,
immediately stop the operation and turn off the power switch.

@ Always turn off the power switch when suspending or finished using the unit.

@ Be sure to hold the plug when inserting or removing the iron cord.

@ Do not place the power cord near heated place, oil, or sharp objects.

@ Do not forcibly bend, pull, or twist the power cord.

@ Do not use the unit if the power cord or plug is damaged, or if the plug fits loosely into the
power outlet.

@ When the electromagnetic brake is switched off, the Z axis will fall down and may be
dangerous. When switching off the electromagnetic brake, be sure to support the Z axis.

@ While using the unit, do not do anything which may cause bodily harm or physical damage.

NOTE:

Please read and understand ”Safety Precautions for Our Products” of Instruction Manual of
table-top type robot (IAl-made TTA-A4 series) and “3. Warnings, cautions and notes” of
Instruction Manual of HAKKO FU-500, FU-601 or CX1003 before operating the product.




4. PART NAMES

4-1 Table-top type robot (IAl-made TTA-A4 series)

(Front view)

<
Iron fixing base / '

(CX1005)

Cleaner base
(CX1007) L™K

Jig table
(CX1009)

Front panel

(Rear view)

Rear panel
Fig. 4-2



4-1-1 Front panel

3 Brake release switch

@ Panel window

2 STOP button
(® Operation mode selector switch

(@ PAUSE button
(® Emergency stop

button

PAUS,
MANU

9 ] Ce e

RDY ALM EMG HPS CKE
START PROG. No.

OO0 —=E LI

USB connector

@ Program selector switch

(@ ORIGIN button

(® RS-232C connector (25 pin) \ @ START button

Fig. 4-3

CLEANING button

(O PAUSE button
Button to temporarily pause the program currently running. Pressing this button again will cause the

program to continue.
In the paused condition, pressing other buttons will have no effect.

2 STOP button
Button to stop the program currently running. When STOP button is pressed, the program will be stopped

and reset after 1 sequence has been completed.

() Brake release switch
In the BKNOM position (down), the electromagnetic brake is on. Normally, the switch would be set to

BKNOM (down). Moving the switch to the BKRLS position (up) switches off the electromagnetic brake.

/A CAUTION
When the electromagnetic brake is switched off, the Z axis will fall down and may be dangerous.

When switching off the electromagnetic brake, be sure to support the Z axis.

@ Panel window
This shows the status of the table-top type robot (IAl-made TTA-A4 series). When the display is as shown

in Fig. 4-4, program operation is possible.

_l Program operation is possible.

o
o

(|

0
"
A

N N
A ° -

AN N °
RDY ALM EMG HPS CKE

Fig. 4-4
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The meaning of the LEDs under the panel window is shown in Table 4-1.

Table 4-1
Name Color Description
RDY Green Program operation is possible.
ALM Orange | Error greater than the operation release level, such as a software limit error, etc. has occurred.
EMG Red Emergency stop box (button) has been pressed.
HPS Green Return to origin completed.
CKE Orange | -

For detailed information about each LED, see “Names and functions of each part” in the instruction manual
for the table-top type robot (IAl-made TTA-A4 series).

(5 Operation mode selector switch

When using Easy Programming Software, the mode should always be set to AUTO.
The software cannot be used in MANU mode.

(6 Emergency stop button

Sets emergency stop condition. To release, turn clockwise or pull.
When the emergency stop button is pressed, the panel window will be as shown in Fig. 4-5.

= _r
D X | Emergency stop condition
o o S o o
I\
RDY ALM EMG HPS CKE

Fig. 4-5

(@ ORIGIN button

Button to return robot to origin. The axes will move in the order of Z axis = 0 axis = X + Y axes.
Always return robot to origin after switching power on. For origin position, see p.6 of “2-2 Dimensions of
table-top type robot (IAl-made TTA-A4 series)” in “2. Specifications”.
While robot is returning to origin, the panel window will be as in Fig. 4-7.

0 axis origin (0°)

Cable :
NN o o DN
) [N | During return @
to origin SN
N I
70: o o o o El:
RbY ALM EMG HPS CKE
Iron fixing base
Fig. 4-7 Fig. 4-8

/\ CAUTION

When the 0 axis is turning while returning to origin, there is a danger that the cable may become
wrapped in while it is turned.

If there is a risk of the cable becoming wrapped in, immediately press the emergency stop button and
turn the Iron fixing base counterclockwise so that it is a little past the origin (0°) of the 0 axis

when viewed from above, and then press the ORIGIN button again (See Fig. 4-8).




CLEANING button

Clean the soldering iron tip using the CX1003 (cleaner).

The cleaner position and cleaning method can be set using the Easy Programming Software.
See p. 69-73 of “7-3 Setting the cleaner” in “7. How to use”.

During cleaning, the panel window will be as shown in Fig. 4-9.

[ I |

(A | M During cleaning

)

\‘/ \\/
—e— o o —e— o

RDY ALM EMG HPS CKE
Fig. 4-9

(® RS-232C connector (25 pin)

D-sub 25 pin connector. Used for connecting the table-top type robot (IAl-made TTA-A4 series), PC,
and the emergency stop box via RS-232C cable, conversion adapter, and USB cable.

For the connection method, see p.51 of “Connection Example 1” in “5-3 Connecting with PC” of
“5. Installation and Connection”.

USB connector

Connector for using a USB cable to connect the table-top type robot (IAl-made TTA-A4 series) and PC.
For the connection method, see p.51 of “Connection Example” 2 in “5-3 Connecting with PC” in
“5. Installation and Connection”.

@ START button

When the START button is ON, the soldering program selected using 5 Program selector switch will be
started. While the program is running, the panel window will be as shown in Fig. 4-6.

D W
] ( LI ( | Whileprogramis
running
N o
RDY ALM EMG HPS CKE
Fig. 4-6
NOTE: (N |
When soldering program is controlled from the Easy ) [ |
Programming Software, the panel window will show “P103”. » »

RfljJ\Y ALM EMG ?IFS CKE

@ Program selector switch

A switch to select the program number to operate from the program stored in the table-top type robot
(IAl-made TTA-A4 series). Selectable program number is from 01 to 10.
When “START button” is pressed ON, the selected soldering program number will start.

NOTE :
Program No. can be controlled also from external devices.
See p.106 of “Control from external devices” in “7-5 Detailed setting” in “7. How to Use”.

13



14

4-1-2 Rear panel

@ Power switch @ 1/0 connector for HAKKO FU-500
3 1/0 connector for external
@ Inlet input/output (® System 1/0O connector
® Q ®

ﬂﬂ' ,[ go — IZII:{}

|
. B .

. L L/ S

® Ground terminal @ RS-232C connector (9 pin) Motor power connector

Fig. 4-10

(1 Power switch

Switch for switching main power ON/OFF.

@ Inlet

Connector for connecting power cord.

(3 1/0 connector for external input/output

I/O connector for external input/output. Used to associate input signals and output signals when running
the program. The output signal time can be set in “Options” in the settings of the Easy Programming

Software.
For the pin layout for wiring, see p.54 of “5-4-2 Connection of 1/O connector for external input/output” in

“5-4 Connection with HAKKO FU-500 or external device” in “5. Installation/Connection”.

See p.105 of “Setting output time” in “7-5 Detailed setting” in “7. How to use”.
Used when an external program device is connected to the terminal block included with the table-top

type robot (IAl-made TTA-A4 series).

@ 1/0 connector for HAKKO FU-500

Connector for connecting HAKKO FU-500 and CX1003.
For the pin layout for wiring, see p.53 of “5-4-1 Connection of 1/O connector for HAKKO FU-500” in

“5-4 Connection with HAKKO FU-500 and external device” in “5. Installation and Connection”.



(® System 1/0 connector

Connector for plugging in the system 1/O connector (12 pin) included in the table-top type robot
(IAlI-made TTA-A4 series) set. The system will not operate if the connector is not connected.

System I/O connector wiring layout
Signal name Pin number

N.C. ENBS2- 1 Enable contact output 2
N.C. ENBS2+ 2 Enable contact output 2
ENBS1- 3 Enable contact output 1
I: ENBS1+ 4 Enable contact output 1
ENBOUT 5 Enable 24V output
ENBIN 6 Enable input
N.C. EMGS2- 7 Emergency stop contact output 2
N.C. EMGS2+ 8 Emergency stop contact output 2
EMGS1- 9 Emergency stop contact output 1
I: EMGS1+ 10 Emergency stop contact output 1
EMGOUT 11 Emergency stop 24V output
— EMGIN 12 Emergency stop input
Fig. 4-12

NOTE:

By changing the wiring layout of the emergency stop contact output, an external emergency stop device
can be installed. (For wiring layout examples, see p.52 “>How to set up an external stop device” in “5-3
Connecting with PC” in “5. Installation and Connection”.)

® Ground terminal

Terminal for grounding the table-top type robot (IAl-made TTA-A4 series) main body.

/A CAUTION

For details about items for the table-top type robot (IAl-made TTA-A4 series) not described in this
manual, see “Names and functions of Each part”, “Chapter 2: Installation”, and “Chapter 3: Wiring” in
the instruction manual for the table-top type robot (IAl-made TTA-A4 series).

@ RS-232C connector (9 pin)

D-sub 9 pin connector for connecting table-top type robot (IAl-made TTA-A4 series) and PC using an
RS-232C cable. For the connection method, see p.51 of “Connection Example 3” in “5-3 Connection with
PC” in “5. Installation and Connection”. To use this connection method, a new setting file must be
installed.

Motor power connector
Inlet for the motor power connector (2 pin) included in the table-top type robot (IAl-made TTA-A4 series)
set. If the connector is not connected, the motor will not operate.

Motor power connector wiring layout

Signal name Pin number

I:— MPO 1 Motor drive power supply output
MPI 2 Motor drive power supply input

Fig. 4-13
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4-2 Easy Programming Software screens

‘ HAKKO SOLDERING SYSTEM Ver. * ** - Device communication mode - x

§  Date  [2020/12/14 102842 [~ | Memo |

¥l 1 71 w3 Y3 73 a1 632 Moving  Soldering  Moving speed Fmﬁuram PS/DS fiarkc Clean™

HAKKO SOLDERING SYSTEM speed speed  after end point origin

START STOP Ll dy

Work origin

H-coord ‘-coord ~

Current pos 17
18

mm

o

mm

Moving speed 1000 23
Soldering speed 300 24

Movine speed after end paint [T

Z a 75.000 [l
Perfo

o . -
- o B W | Copy || Paste || isert || Delete | Jumpto [ || G0 |

Fig. 4-14

(@ Mode selection
| Device communication mode Mode | Setting

Mode which the soldering program can be written to the device.

. . . Device communication mode
The number of program which can be written is from 1 to 10.

Soldering settings of maximum 240 points can be set in a single PC communication mode
soldering program. HAKKO SOLDERING SYSTEM
Fig. 4-15

| PC communication mode|

Mode for running a soldering program from PC when the robot is connected to PC.

Use this mode when running soldering programs with more than 240 points.

It is not possible to write soldering programs to the table-top type robot (IAl-made TTA-A4 series)
in PC communication mode. Save the soldering program on the PC as a CSV file.

2 Settings
Mode | Setting
When Option is clicked in Fig. 4-16, the Option screen shown b
in Fig. 4-18 will be shown.
Language
HAKK Information
Fig. 4-16




HAKKO SOLDERING SYSTEM Ver. *.** - Device communication mode - x
Dat 2020/12/14 10:28:42 M M
HAKG@ [ Lo F— —
Movire  Soldering  Movine speed  Program itk ~
HAKKO SOLDERING SYSTEM ® i 1 #2 2 72 gl 82 speed peed aterendpont Mo, 05 g Ol

START STOP L]

Work origin

H-coord ‘f-coord fal

Current pos 17
8

mm

mm

| X |
o |

Movine speed 1000 8 23
Solderine speed 300 il 2

Moving speed after end point m 5

P Iy

<
Adjust tip pos

I ol o ([ e | b | o | wmete || & |

Fig. 4-17
(1) C|eaning by air HAKKO SOLDERING SVSTEM-OztlIori

(2) Cleaning by brush J e s e s T

Cleaning by air

Other setting

End point Sienal output time

nm Z axis lift value.
TR in case of FU-500 error

52000 B 7 axis Titt coord.

after cl
LRI mm P T}

1.000 Bk

° Operate : Start point
(ON/OFF) E X 259 470 I 259471 [ X
«This is the setting |; 0 Y
for coordinates of | : :
start point/end E Gleaning time Gleaning time
point (X/Y axis: - Moving sneed |__1001] /e s cp)
0 to 400 mm/

Z axis: 0 to 150

mm/0 axis: -200
to 200 degrees),
cleaner time (cleaning time: 0 to 99.9 sec),

Fig. 4-18

and movement speed (moving speed: 1 to 800 mm/sec) when cleaning. (See Fig. 4-18.)
See p.69-73 of “7-3 Setting the cleaner” in “7. How to use” for the setting method.

(3) Other setting
» Signal output time (0.1 to 9.9 sec)

This is the setting for signal output time from table-top type robot (IAl-made TTA-A4 series) to

external device.
 Z axis lift value in case of FU-500 error (0 to 150 mm)

This is the setting of Z axis lift coordinate in case an error occurs to HAKKO FU-500.

 Z axis lift coord. after cleaning (Z axis: 0 to 150 mm)
This is the setting for the tip coordinate after cleaning.

See p.105 of “>*kControl from external devices” in “7-5 Detailed setting
method.

” in “7. How to use” for the setting

(4) Clicking Write to device writes the settings to the robot. Since these settings are written to the memory
of the table-top type robot (IAl-made TTA-A4 series), it is necessary to perform the settings for each

Clicking Language will enable the language to be set to Japanese, English,

or Chinese (Traditional) as shown in Fig. 4-19.
The contents of the screens will change to be shown in the selected
language.

HAKKO SOLDERING SYSTEM - Language

Enelizh

Japanese
Enelizh
Chinesze {Traditional

OK Cancel

Fig. 4-19



Model setting

From the main screen, go to [Settings], then open HAKKO SOLDERING SYSTEM Ver. *.* - Device commun
[Model Settings].

COmME < W Discor

iModel setting

Information

Fead file aave file Wikite to dev Fead fram

Fig. 4-20

Under Model Settings, set the stroke and the number  |HAKKO SOLDERING SYSTEM - Model setting
of programs that can be registered.

Mumber of programs: 10, Number of soldering pointz:240 <

Fig. 4-21
Select the stroke according to your robot's HAKKO SOLDERING SYSTEM - Model setting
specifications.

Example: For HU100-81Z, choose a stroke of | Axis  [tAxis(X.Y.Z.8) |
400X 400.

B of soldering point=240

Fig. 4-22

Select the number of programs that can be registered. |HAKK SOLDERING SYSTEM - Model setting
(A large number of soldering points can be registered

if the number of registered programs is reduced.  Axis [aAxis(X.Y.Z.0) |

A large number of registered programs can be
registered if the number of soldering points is reduced.) W Swoke  |xs00mm, v40omm v

Program Mumber of programs: 10, Number of soldering point=:240

Mumber of programs: 5, Mumber of soldering pointz:d80
f 'irl II. a -|

E
. Mumber of soldering points:150
, Mumber of soldering pointz:110
Mumber of program=:25 , Number of soldering points90
Mumber of programsz30 , Number of soldering points: 70

Information

18 Shows version information.



HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode - X

Mode Setting @ @
------------ " -
HAK(D e V:Dlswmwﬂ Name §  Date  [Jro20/12/14 002882 B[ Memo |

Moving Soldering  Moving speed Program fork ~
HAKKO SOLDERING SYSTEM # ! zl x 2|z | el | el t PS/DS g Clea

speed speed | after end paint No.
START STOP W Ienaore controller ready

Work origin

H-coord “V-coord ~

-

:
18
v

Moving speed 100.0 {4 23

Solderine speed 30.0 80 24

| Oopy || Faste || hsert || Delete | dumpto [ | 6o

Fig. 4-24
3 COM** ﬂ HAKKO SOLDERING SYSTEM Ver. *.** - Device communi
Port number when the table-top type robot Mode Setfing

(IAl-made TTA-A4 series) and PC is connected
by USB cable. When connecting, select the

COM port assigned by PC. HAK(D

HAKKO SOLDERING SYSTEM

Fig. 4-25

@ Connect/Disconnect STEM Ver. *** - Device communication
When the power is switched on, and the table-top type robot
(IAl-made TTA-A4 series) and PC is connected. See p.51 of “5-3
Connection with PC” and p.52-54 of “5-4 Connection with
HAKKO FU-500 or external device” in “5. Installation and Connection”
for setting examples), clicking Connect will cause Connected to
be shown (see Fig. 4-27).

NOTE: Fig. 4-26
When connected, “M” is blinking (see Fig. 4-27).

Clicking Disconnect while Connected will cause the program to the
disconnected (not connected) condition.

Fig. 4-27



HAKKO SOLDERING SYSTEM Ver. ** - Device communication mode — X
Mode  Setting
N Dat 2020,/12/14 10:28:42 M My
HAK<O T oo iaiinoe L -
L} Mo ing Solderirg  Moving speed Program Wiork. g
HAKKO SOLDERING SYSTEM ' Wl Vi 21 e ¥2 2 el o2 speed speed  afterend point o PS/DS | grigin | Cleay!
:; 1 145002 70002 125000 148000 70002 131000 40.000 .
............................. :
; .
o 2 145002 65000 125000 125000  65.000 131000 90000 90,000 1] PS 1 ]
@ + Read file Save file l: Wiite to dev | Read from dev 14 N
____________ sy rr ey 146002 60000 126000 125000 60.000) 131000 90000  90.000 50 0 PS 1 '
(RS 145002 55000 125.000| 125000 55000 131000 90000 800000 ] PS 1 :
START SToF : 5 145002 50000 125.000| 125000 50000 131000 90000  90.000 1] PS 1 BC* :
Work origin : [ 1R5.000 0000 130000 166000 75.000| 130000 a0.000 90000 10 i} D3 1 *¥BC 1
.
pr— ra— ~1 7 170000 80000 130.000| 185000  B0.000 130000 0.000 anon 10 ] DS 1 [
oo "o 2000000 75000 1300000 200000 50.000| 130.000 -90.000 -90.000 50 10 1] s 1 :
: a 195 000 45000 130000 170000 45.000| 130,000 -180000 ) -180.000 10 i} Ds 1 BG* :
: 10 145002 70002 125000| 148000 70002 131000 90000 800000 ] PS 2 *BC :
: n 145002 65000 125000 125000  65.000 131000 90000 90,000 1] PS 2 ]
. 12 145002 f0000 125000 126000 G0.000| 131000 a0.000 90000 il i} Fs 2 :
.
v13 145002 55000 125.000| 125000 55000 131000 90000 800000 ] PS 2 :
: 14 145002 50000 125.000| 125000 50000 131000 90000  90.000 1] PS 2 BC* :
: 15 165000 0000 130000 166000 75.000| 1300000 a0.000 90000 10 i} D3 2 *BC 1
:
N : 16 170000 80000 130.000| 185000  B0.000 130000 0.000 anon 10 ] DS 2 '
B s FET 200000 75000 130.000 200000 §0.000| 130.000) -90000  -90.000 50 10 0 DS 2 H
.
m ST 195000 45000 130000 170000 45000 130.000 -180.000 -180.000 10 0 DS 2 BO* |
.
o : 19 0.000 anon 0.000 0.000 ] 1 :
e e e e e e e g e A ——— e s P
2 Soldering program
Moving speed 1000 il 2
Soldering speed 50.0 L 24
Moyine speed after end point [ 50 [ =
27
Perform Z axis lift whe y "o v
< >
P | coy || Peste | e ek | dumpto [ |

Fig. 4-28

® Read file
When Read file is clicked, soldering programs stored in

a CSYV file can be read. The program will appear on the HAK(D

screen as shown in Fig. 4-28.
One line shows the soldering program setting for 1 point.

When Save file is clicked, the created soldering program Read file _ e 10 eV

will be saved as a CSV file.

HAKKO SOLDERIMG SYSTEM

® Write to device
When Write to dev is clicked, the created soldering
program will be written to the table-top type robot
(IAl-made TTA-A4 series).

AKCO

The program being written can be set from number 01 to LI

10 and a single program can contain soldering settings Tl
up to 240 points. Write to dev | Read from dev

Read from device
When Read from dev is clicked, the created program stored Fig. 4-30
in the table-top type robot (IAl-made TTA-A4 series) will be read.

The program will appear on the screen as shown in Fig. 4-28.

NOTE:
Write to device and Read from device is shown when in Device communication mode.




HAKKO SOLDERING SYSTEM Ver.* ™ - Device communication mode - X
Mede  Setting
| pae  [onsizis ez G| Memo |
COME
HAKE!&!M(NSSYDHEM . 1 1 71 ¥ 2 72 1 82 ";‘g;';j S“;‘D‘j:;j"g gf;;"jnj'ﬁ:t Frogram  ps /s ;",’f'g':; Glean ™
| 125000 148000 70002 131000 90.008| 90000 %
! 145,002 125.000] 125,000 131000 90000 80.000 i 1
3 195002 60.000] 125000) 126000) 60.000| 131000 90000 w000 50 I Ps 1
] ¢ 146002 BEO00 126000 125000 Ea00n| 121000 0000 0000 L} Ps 1
®f --------- 5 145002 50000 125000) 125000) 50000| 131000 90000 0.000 i PS 1 BOn
""" SEATEn i 165,000 50.000] 1a0000| 186000) 75000| 130000 90000 w000 0] I DS 1 B0
prav— Ea— o 7 170000 BO000 130000 195000 80000| 120000 onon o.ono m L} oS 1
' 200000] 75000 130000| 200000 50.000| 130000 -90.000| -90000 50 10 i oS 1
i 195000 #5.000] 130000] 170000]  45.000| 130.000]-180.000 |- 180.000 0] I DS 1 BO*
10 146002 70002 125000 149000 Fon02| 121000 0000 0000 L} Ps 2 *BG
i 146002 65.000] 125000) 125000) 65000| 131000 0.000| 0.000 i PS )
12 195002 60.000] 125000] 126000) 60.000| 131000 90000 w000 50 I Ps 1
19 146002 BEO00 126000 125000 Ea00n| 121000 0000 0000 L} Ps 2
I 146002 50000 125000) 125000) 50000| 131000 0.000| 0.000 i PS ) BO*
15 165000 50.000] 130000 185000) 75000| 130000 90.000| w000 0] I DS 1 B0
16 170000 BO000 130000 195000 80000| 120000 onon o.ono m L} oS 2
@l oo 5 200000] 75000 130000| 200000 50.000| 130000 -90.000| -90000 50 10 i oS )
m 18 195,000 #5.000] 130000] 170000] 45.000| 130.000]-180.000 |~ 180.000 0] I DS 1 BO*
i 19 ooon o.ono anon onon L} 1
mm 2
2
Movine speed .
.
s
.
n
o s lif o . v
>
| Copy || Paste | st || Delete | wmpto [ | Go |

Fig

@ START
When START is clicked, the soldering program
created using Easy Programming Software will
start from the commands sent by PC.

STOP

When STORP is clicked, the soldering program
currently running is stopped. Program operation
will be stopped after 1 sequence has been
completed and the program is reset .

Ignore controller ready
When the checkbox is checked, it will
enter mode that will not communicate with
HAKKO FU-500.

NOTE:
Used for checking the position information
of the device alone etc. for operation test.

.4-31

Work origin

¥-coord Y-coord

Fig. 4-32

Work origin

¥-coord

Fig. 4-33
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HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode X
Mode  Setting
§  pate  [o020/1210 02842 G [ Memo |
GOME - IDi t
HAKWO | oo e e
HAKKO SOLDERING SYSTEM speed speed  after end point Ho origin =4
1 I 70002 125000 148000 70002 131000 40000 80000 0 PS 1 *B(]
9 145002 65000 125000| 125000 65000 1310000 90000 90.000 0 PS 1
3 146.002 60000 126.000| 126000 G0.000 131000 90.000 90000 50 0 Ps 1
n 4 145002 55000 125000| 126000 55000 131000 90000  90.000 0 P3 1
5 1450020 50000 125000| 125000 50000 1310000 Q0000  90.000 0 Ps 1 BC*
P -Wn:rk ey HES 166000 60000 120000| 166000, 75000 130.000 90000, 90000 10 0 DS 1 *BC
.
@. Yecoord r— =i 7 170000 80000 130000| 185000 80000 130000 0.000 0.000 10 0 DS 1
: b : 3 200000| 75000 130000 200000 50000 130000 -90.000) -90.000 50 10 0 bs 1
: 2 0.000 0.000 ' 9 195.000 46000 130.000| 170,000 45.000 130000 -180.000 -180.000 10 0 D3 1 BC*
: 3 000 000 : 10 145002 70002 125000| 149.000 70002 131000 90000 90000 0 P3 2 *BC
1 i 0,000 0000 : 1" 1450020 65000 125000| 125000 65000 1310000 Q0000  90.000 0 Ps 2
: 5 0,000 0.000 : 12 146.002 60000 126.000| 126000 G0.000 131000 90.000 90000 50 0 Ps 2
: 5 w000 0000 ] 13 145002 55000 125000| 126000 55000 131000 90000  90.000 0 P3 2
: 2 0,000 0000 : 14 1450020 50000 125000| 125000 50000 1310000 Q0000  90.000 0 Ps 2 BC*
] I3 0,000 0.000 : 15 165.000 50000 130.000| 166000 75.000 130000 90.000 90000 10 0 D3 2 *BC
: N N 16 170000 80000 130000| 185000 80000 130000 0.000 0.000 10 0 DS 2
' = 17 200000| 75000 130000 200000 50000 130000 -90.000) -90.000 50 10 0 bs 2
18 195.000 46000 130.000| 170,000 45.000 130000 -180.000 -180.000 10 0 D3 2 BC*
19 0.000 0.000 0.000 0.000 0 1
20
:
o | 22
Moving speed 00,4 23
.
rm ift Iy e v
< >
P | Gor [ Peste | e (el | dumpte [ ][ & |
Fig. 4-34
(® Work origin X/Y axis (20 points) et R :
. ) B Work origin B
: .
The soldering program can be run offsetting : " . o : .
: P H —Coor —Coar AL
the input values from the origin of the : .
0 . H
table-top type robot (IAl-made TTA-A4 series). |} 1 :
: .
' 2 n.ooo nooo '
: .
.
: 3 0.000 nooo|
For the origin point of the X/Y axis, . ' 0000 aoonl
“ . .
see p.6 of “2-2 Dimensions of table-top type robot ; : o T :
. o« e : » E
(IAl-made TTA-A4 series)” in “2. Specifications”. : :
:
For detailed information on use, see p.81 of : B 0.000 0.000 :
« . FPE T 5
*Work origin point” in “7-4-1 How to set PS : 7 o000 nnoo|
. . ” « . . 9
(point soldering)” in “7-4 Creating soldering . a 0.000 ponn|
9 s ) 5 B
rogram” in “7. How to use”. :
prog | 0.000 0000 ¥
- e

/\ CAUTION

Operation at coordinates exceeding the range
of the origin point or stroke cannot be performed.




HAKKO SOLDERING SYSTEM Ver. *.** - Device communication mode - X
Mode  Setting
Dats 2020/12/14 10:28:42 > | M
HAKCGD | Lo s T
Movineg  Soldering  Mowving speed  Program ihiork. ~
HAKKO SOLDERING SYSTEM 1 vl 1 *2 2 22 gl 82 speed speed  afterend point Mo PEDS e Gl
1 0 149000 7 90.000 0 5
Read fils Read from dew 2 146002 65000 126000| 125000 65000| 131000 90000 1] PS 1
7 145002| B0000| 125000| 125000 G0.000| 131000 40000 80000 50 1] P3 1
W Er 3 145.002| 55000 125000| 125000 &5000| 131000 90000  90.000 [ Pg 1
START STOP -
5 146002 60000 125000| 125000 50000 1831000 90000 90000 1] Fs 1 BC*
[3 165000| 50000 130000| (65000 75000| 130000 490000 80000 1 1] D3 1 *BG
Wecoord “—coord P 7 170.000| 80000 130.000| 195000 80000 130000 0.000 noon 10 [ DS 1
] 8 200000 75000 130000 200000  60.000| 180000 -80000 -90000 50 10 1] Ds 1
2 0000 0000 q 195000| 45000 130000| 170000 45000 130000 -180.000 -180.000 1 1] D3 1 B
3 0000 0000 10 145.002| 70002 125000| 149000 F0.002| 131000 90000  90.000 [ Pg 2 *BC
s 0.000 0.000 1 146002 65000 125000| 125000 66000 131000 90000 90000 1] Fs 2
5 0000 0000 12 145002| 60000 125000| 125000 G0.000| 131000 40000 80000 50 1] P3 2
6 0000 0000 13 145.002| 55000 125000| 125000 &5000| 131000 90000  90.000 [ Pg 2
2 0.000 0.000 14 146002 60000 125000| 125000  &0.000 131000 90000 90000 1] Fs 2 BG¥
8 0000 0000 15 165000| 50000 130000| (65000 75000( 130000 490000 80000 1 1] D3 2 *BG
N 16 170.000| 80000 130.000| 195000 80000 130000 0.000 noon 10 [ DS 2
Current pos 17 200000 75000 10000 200000 60000, 180000 -80.000 -90.000 50 10 1] DS 2
18 195000| 45000 130000| 170000 45000 130000 -180.000 -180.000 ] 1] D3 2 BC*
19 0000 0000 0000 0.000 [ 1
an
]
22
Moving speed a3
Soldering speed X 24
Moving speed after end point 2
Z axis lift coord x
27
0 A\
>

Gopy || Foste || wwert |[ Dekte | dumpta [ || Go |

Fig. 4-36

JOG operation

When JOG op is clicked, the operation screen
for JOG operation will open (See Fig. 4-38).

For detailed information on use, see p.62-68 of mim
“7-2 JOG operation” in “7. How to use”.

A CAUTION
In order to open the JOG operation screen,

return to origin must be performed first after i3
the power is switched on.

Im

Mm

Fig. 4-37

JOG op

DRG ret

Cleaning

HAKEO SOLDERING SYSTEM - JOG op 2) 3)

Current position
mm
mm

Speed I Ex¢— o

Fig. 4-38
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(1) The current coordinates are displayed.
(2) When values are input for the coordinates and Move is clicked, the axis will move to the input

coordinates.

/A\ CAUTION

When Move is clicked, movement will be performed automatically until the axis
reaches the input coordinates. If there is a risk of contact, etc., press the
emergency stop button immediately.

(3) When + or — is pressed using the mouse, the axis will move while the button is held pressed.

(4) When A, ¥, 4, or P> is pressed, the axis which is checked will move while the key is held pressed.
(See Fig. 4-39 to 4-41 for movement directions when using the mouse or key operation.)

(5) Ex-low: 5 mm/sec; Low: 30 mm/sec; Mid: 100 mm/sec; High: 200 mm/sec; Input: 1 to 800 mm/sec

(6) Input: 1 to 800mm/sec.

Movement direction X/Y axis Movement direction Z/0 axis

Keys in ( ) shows movement direction Keys in (') shows movement direction

when performing key operation. when performing key operation.
—(d) Y axis + (») — (A)

)
T |

11EFY [l
o A2 ) ] °
Z axis

e o o : j + (v)
O )
+ (A)
| a
X axis
|
— (V)
“ — (€
.
NOTE:

When “Perform Z axis lift when moving horizontally ” is checked ON, judgment to lift the

Z axis to the lift coordinate before moving the X, Y, and 0 axis will be performed.

See p.62 and p.63 of “7-2-1 Basic JOG operation” in “7-2 JOG operation” in “7. How to use”
for details on Z axis lift.




HAKKO SOLDERING SYSTEM Ver. " - Device communication mode - X
Mode  Setting
HAK(D § pate  [o020/12/18 in2ma2 5-_| Memo |
HAKKO SOLDERING SYSTEM 2 n 2 o1 #2 !;;Z-f Suslud:;gg gfzvmegnﬁpsueﬂt Pmﬁgmmm Fe/Ds ;A:wugr:;n Clea ™
1 145,002 149000 70002| 151000 80000 90000 [} PS 1 #B(]
2 145002 125000 126000 GE000| 131000 40.000) 90000 ] PS 1
3 145002 60000 126000| 125000 Go0ooo| 131o00| moooo| sooon 50 0 FS 1
B o controler 1 4 145002| 55000 125000| 125000 55000| 131000 90000 80.000 0 PS 1
5 145002| 50000 125000| 125000 50000) 131000 90000 90.000 [ P 1 BC*
o p—— & 165000 50000 120000| 165000 7s000| 1znooo| soooo| sooon 1 [ s 1 *BC
pr— pram— - 7 170000| 30.000 130000| 135000 %0000| 130000 0000  0.000 1 0 DS 1
S 8 200000 75000 120000 200000 50.000| 130000 -30000| -90000 1 10 ] DS 1
] 195000| 45000 120000| 170000] ¢5.000] 130.000(-180.000 (- 180.000 1 0 s 1 BO*
10 145002| 70002 125000| 148000 70002| 131000 90000 80.000 0 PS H =
1 145002| 65000 125000| 125000 E5000) 131000 90000 90.000 ] PS 2
19 145002 60000 126000| 126000 Go0oo0| 131o0o| soooo| sooon 50 0 FS 2
13 145002| 55000 125000| 125000 55000| 131000 90000 80.000 ] PS H
in 145002| 50000 125000| 125000) 50000) 131000 90000 90.000 ] P 2 ECH
15 165000 50000 120000| 165000 7s000| 1znooo| soooo| sooon 1 [ s 2 *BC
16 170000| 30.000) 130000| 135000 80000| 130000 0000  0.000 0 ] DS H
Current pos 17 200000 75000 120000 200000 50.000) 130000 -30000| -90.000 50 10 ] DS 2
mm 18 195000| 45000 120000| 170000] ¢5.000] 130.000)-180.000 |- 180.000 10 0 DS 2 BO*
o 19 0000 0000, 0000 0.000 ] 1
mm o
n
Moving speed 1000 23
Solderine speed m )
o0 [ ®
Ferform Z axis [if moving h fz v
< ;
- . Wl | Cory || Paste || bsert | Delete | dumpto [ || 6o |

Fig. 4-42

@) Return to origin
G
When ORG ret is clicked, the soldering iron of
the table-top type robot (IAl-made TTA-A4 series) il

will move to origin. The axes will move in the mm B ORGret
order of Z axis — 0 axis = X+Y axis. .

mm

Fig. 4-43

/A CAUTION

When the 0 axis is turning while returning to origin, there is a danger that the cable may become
wrapped in while it is turned.

If there is a risk of the cable becoming wrapped in, immediately press the emergency stop button
and turn the Iron fixing base counterclockwise so that it is a little past the origin (0°) of the

0 axis when viewed from above, and then click ORG ret again (See Fig. 4-44).

0 axis origin (0°)

——

[

Iron fixing base

Fig. 4-44
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HAKKO SOLDERING SYSTEM Ver. * ** - Device communication mode

Mode  Setting

§  pate 2041274102882 G [ Memo |
HAKa [
Moving  Soldering  Moving speed  Frogram Wark ~
HAKKO SOLDERING SYSTEM ®1 1 K 2 vz 72 8l g2 e ol et Moo PS/DS SR Cleal
1 20002 125000 143000 2 0 80000 0 0 B 1 +BQ)
Read file 2 145002 5000 125000 125000) 85000 131000 90.000 80000 0 PS 1
3 145002 60.000] 125000] 125000) 60000 131000) 90g00| 80000 50 0 FS 1
u o 1 145002 55000 125000 125000 55000 131000| 90000 80000 0 PS 1
5 145002 50000 125000) 125000) 50000 131000 90000 80000 0 PS 1 BC*
Work or 6 165000 50000 120.000] 165.000) 75000 130000 90000| 80000 10 0 DS 1 +EC
pram— pra— — 7 170000 80.000) 130000 135000 80000 130000 0000 0000 10 0 DS 1
bl 8 200000 75000| 130000| 200000 50000 130000 -80.000) -90.000 50 10 0 DS 1
9 195000 45000 130.000] 170000) 45000 130000 -180.000]-180.000 10 [ DS 1 BCH
10 145002 70002 125000 143000 70002 131000| 90000 80000 0 PS H +BG
It 145002 65000 125000 125000) 65000 131000) 90000 80000 0 PS5 H
12 145002 60.000] 125000] 125000) 60000 131000) 90g00| 80000 50 0 FS 2
13 145002 55000 125000 125000 55000 131000| 90000 80000 0 PS H
1 145002 50000 125000 125000) 50000 131000| 90000 80000 0 PS5 H BC*
15 165000 50000 120.000] 165.000) 75000 130000 90000| 80000 10 0 DS 2 +EC
16 170000 30000 130000 135000 80000 130000 0000 0000 10 0 DS 2
Current pos 17 200000 75000| 130000) 200000 50.000 130000 -80.000) -90.000 50 10 0 s H
L
i 18 195000 45000| 130000 170000 45000 130000 |- 180000 -150000 10 0 D3 H BCH
- 19 0000 0000 0000 1.000 0 1
mm 2@
0 | dee 2
22
Moving speed 23
Soldering speed ] %
Movine speed after end point %
Z axis lift coord %
27
lift when n e v
>
it - Gopy || Paste || Iwent || Deletz | dumpto [ |

Fig. 4-45

@ Cleaning
When Cleaning is clicked, the soldering iron of
the robot will move to the set cleaning position
and cleaning will be performed.
See p.69-73 of “7-3 Setting the cleaner” in
“7. How to use” for the setting method,.

There are two cleaning methods: Air and Brush

Mim

Mm

Mim

Cleaning



HAKKO SOLDERING SYSTEM Ver. *.™ - Device communication mods
Mode Setting

HAKCO

HAKKO SOLDERING SYSTEM

START STOP L

Work origin

Fecoord “r-coord ~

Current pos

75000 Gyl

- x
| pate  on2ns13/1¢ 102842 [ | Memo |
1 ¥1 71 x2 % z2 81 a2 ";'g;ie”j Si‘gjgij”g fff;ri":n?;ji:t Frostom  pgyps WOk ggea
| 0 0 149000 50,000 i 3 1
2 145002 65000 125000| 125000 66000 131000 90.00| 90000 i Ps 1
4 146002 GO.000 | 126000 125000 6o00n| 121000 50000 a0.000 il L} Ps 1
s 15002 SE000 125000 125000 55.000) 131000 90400 80.000 [ £ 1
5 195002 60000 125000] 125000 0000 191000 90.00| 90000 i ] 1 BC*
[ 166000 GO.000 | 130000 165000 Fa000| 120000 50000 a0.000 m L} Ds 1 *BG
7 170000 GO0 130000) 185000 90n%d| 1a0n0|  08on| @000 n [ 05 1
8 200000] 75000 130000| 200000 50.000| 130.000] ~80.000| ~90.000 ) w i 05 1
195000 45000 1300007 170000 46000 120000 -180.000)-180000 m L} Ds 1 BC*
G002 70002 125000 148000 70A02) 131000 90800 80000 [ B 3 B
145002) 85000 125000 125000 65000 131000 90400 80000 i ] :
146002 GO.000 | 126000 125000 6o00n| 121000 50000 a0.000 il L} Ps 2
1E002| S5O0 125000 125000 55000 131000 90000 80000 [ B 2
145002 50000 125000 125000 50000 131000 90400) 80000 i S 2 BC*
166000 GO.000 | 130000 165000 Fa000| 120000 50000 a0.000 m L} Ds 2 *BG
170000 GO0 130000) 185000 90n%d| 1a0n0|  08on| @000 n [ 05 2
200000 75000 120000| 200000 EONOM| 130000 -50.08| 90000 ) W i 05 2
195000 45000 1300007 170000 46000 120000 -180.000)-180000 m L} Ds 2 BC*
noon| o) naon ni0n [ 1
v
>
| Copy || Paste | Insert || Delete | Jumpto [ |

@3 The Moving speed, Soldering speed,
Z axis lift coordinate, and Perform Z axis
lift when moving horizontally checks are
setting values for the entire program.
See p.61 of “7-1 Basic operation” in
“7. HOW TO USE” for the setting method.

| Moving speed |
(Settable range: 1 to 800 mm/sec)
Sets the movement speed of the each axis.

| Soldering speed |

(Settable range: 1 to 800 mm/sec)

Sets the soldering movement speed during
primary solder and secondary solder.

Fig. 4-47

mm

Hith ORG ret

Mm

Soldering speed iy
Moving speed after end point ]

ITIm

27



| Z axis lift coordinate| (Settable range: 0.000 to 150.000mm)
Perfrom Z axis lift when moving horizontally

The Z axis lift coordinate is the coordinate set to avoid contact with projecting parts on the work during
horizontal movement.

For axis movement, moving of the X, Y, and 8 axes is performed before moving the Z axis.
When Perform Z axis lift when moving horizontally is checked, judgement to lift the Z axis to
the lift coordinates before moving the X, Y, and 0 axis will be performed.
 Current Z axis coordinate is higher than the Z axis lift coordinate

Z axis movement is performed after X, Y, and 6 axis movement.

, ) (1) X, Y, and 0 axis movement
Current Z axis coordinate ----------

Z axis lift coordinate -----------------oomo (2) Z axis movement

« Current Z axis coordinate is lower than the Z axis lift coordinate

After movement to the Z axis lift coordinate, X, Y, or 8 axis movement is performed, followed by Z
axis movement.

o ) (2) X, Y, and 0 axis movement
Z axis lift coordinate --------

(1) Movement to Z axis

lift coordinate (3) Z axis movement

Z axis lift coordinate --------

Fig. 4-50

/\CAUTION

When checkboxes are unchecked for fine positioning, be very careful not to
come in contact with surrounding parts. Also, when operation is finished,
be sure to check the checkboxes again.

NOTE:

For detail operation of Z axis lift, see p.62 and p.63 of “7-2-1 Basic JOG operation” in
“7-2 JOG operation” in “7. How to use”.

[ Moving speed after end point |

Moving speed after end point can set the speed of the soldering iron tip movement from the end point location.
It is recommended to set this to a speed slower than the speed of movement, as solder splashes can occur
if the soldering iron tip is moved away at a high speed.

28



HAKKO SOLDERING SYSTEM Ver. * ** - Device communication mode - X
Mode  Setting
Date  [2020/12/14 102942 (= | M
HAKG@ |- Lo S =
Movine  Solderne  Moving speed  Proeram iarks ~
HAKKO SOLDERING SYSTEM i 1 z! Rovr I 1 82 gony “gpeed afterendpont Moo T/%%  orign O3
1 125000 149000 70002 131000 80000 90000 0 PS 1 *BG
——y— 2 145002 195000 125000 65000 131000 Sno0n| 40000 0 Ps i
3 145002 60.000| 125000] 126000) 60000] 131000 90A00] 90000 El 0 Fs 1
W E 4 1465002 55000) 126000 125000 55000 181000 90000 90000 0 Fs 1
STRRT =10 5 145002 50000| 195000 125000| 50000 131000 Snoon|  a0000 0 Fs i Eo
o 5 165000 50.000| 130000 165000 75000 130000 90400 90000 0 0 i3 1 *BG
Work origin
coord [a— o 7 170000 80000 130000 195000| 80000 130000 0000 0000 0 0 DS 1
S 3 200000 7TE000) 150000 200000 50000 130000 -80.000 -90000 i [ 0 3 i
9 196000 45.000| 130000 170.000| 48000] 130.000 -180000 ) -180.000 0 0 i3 1 e
10 1465002 70002 126000 149000 70002 181000 90000 90000 0 Fs 2 *BG
11| 5002 GSNOD) 125000 125000 65000 131000 80000 90000 0 Fs f
12| 5002 GOJOO| 126000 125000 0000 131000 90000 90000 El 0 Fs 2
13 1465002 55000) 126000 125000 55000 131000 90000 90000 0 Fs 2
14| 5002 5ONOD| 125000 125000 50000 131000 80000 90000 0 Fs f Eo
15 | 85000 50000 130000 15000 75000 130000 80000 90100 0 0 3 IS
16 170000 80000 130000 195000| 80000 130000 0000 0000 10 0 oS 2
Gurrent pos 17| 200000 7ENOD| 150000 200800 50000 130000 -80.000 -90800 i [ 0 3 f
19 | 135000 45000 130000 170000) 45000 13000 -180.000 - 180000 0 0 3 2 e
ORG ret 19 0000 0.000 o000 0000 0 1
21
:
22
Movine speed 1000 il 23
Soldering speed 500 24
Movine speed after end point 500 L) 25
2%
7
a0 v
>
Copy || Paste || Iwert || Delte | Jumpto [ || Go |

Fig. 4-51

Adjust tip position boldering speed

When the soldering iron tip is worn and the Moving speed after end point mm

dimensions have changed, tip position —
adjustment can be applied to adjust the i
soldering iron tip position without changing z lift when m haorizontall

the coordinates. ;
See p.108-114 of “> Adjust tip position” in
“7-5 Detailed setting” in “7. How to use” i e
for the setting method.

Since the setting is written to the memory of the table-top type robot (IAl-made TTA-A4 series),
it is necessary to perform the setting for each table-top type robot (IAl-made TTA-A4 series) unit.



HAKKO SOLDERING SYSTEM Ver. *™ - Device communication mode
Mode  Setting
HAK(D -------------------- ::' Date  [2020/12/14 102842 g~:_| :rEeEnE 1 : -------------------
KO SOLDERING SYETEN e ea  Merme Some” Momesed TRern Cpops R Gea®
1 70002, 125000 148000 90000 80.000 0 FS 1 *BC
2 145002 65.000| 125000 125000 §5.000) 131000 90.000| 90.000 0 PS 1
3 146002 60000| 126000 125000 60.000| 181000, 90.000| 90.000 50 0 PS5 1
= 4 145002 55000| 125.000) 125000 55.000) 121000 80.000| 00000 0 FS 1
5 145002 50.000| 125000 125000 50.000) 131000 90.000| 90.000 0 PS5 1 Bo*
Work origin 5 165000 G0.000| 130000 165000 75.000| 180.000, 90.000| 90.000 1 0 03 1 +BG
pram— pr— ~ El 170000 G0.000| 130.000) 195000 80.000| 120000  0.000|  0.000 10 0 s 1
b 3 200000 75.000| 130000| 200000 50.000| 130.000| -80.000| -90.000 50 10 0 Us 1
9 195000 46000| 130000 170000 45.000| 180.000 -180.000| -180.000 1 0 03 1 BC*
10 145002 70002| 125000 143000 70.002| 181000 80.000| 90000 0 FS 2 *BC
It 145002 65.000| 125.000) 125000 §5.000) 131000 90.000| 90.000 0 PS5 H
12 146002 60000| 125000 125000 60.000| 131000, 90.000| 90.000 50 0 PS5 H
1 145002 55000| 125000 125000 55000 181000 80.000| 90000 0 FS 2
1 145002 50.000| 125000 125000 50.000) 131000 90.000| 90.000 0 PS5 H Bo*
15 165000 50000| 130000 165000 75.000| 130.000 90.000| 90.000 1 0 05 H +BG
15 170000 80.000| 130000 195000 80.000| 180000  0.000| 0000 n 0 s 2
Current pos 1 200000 75.000| 130000 200000 50.000| 130.000| -80.000| -90.000 50 10 0 s H
i 18 195000 46000| 130000 170000 45.000| 130.000 -190.000| -180.000 1 0 05 H BC*
o 18 uoon| 0000|0000 0000 0 1
mm 2@
e e -
2
Moving speed 2
:
[Fovin spee after oyt o
Z axis lift coord b
Perform t when Iy fz v
At to oos | - -
x| - - | Copy || Paste | Iswt || Dekte | dumpto [ | Go |

Fig. 4-53

@ Name
Space for inputting the (soldering) work name. The input information is stored in a CSV file.
The information can also be written to the table-top type robot (IAl-made TTA-A4 series).

0002

125.000( 149000 131.00

145.002 125.000( 125000 131.00
a [ 1arnnal monanl 19annl 1omann ] ennnnl 12100

Fig. 4-54

10002

Wirite to dew Read from dew

Memo
Space for inputting information such as the type of tip or solder to use, etc. The input information is stored
ina CSV file.
The information cannot be written to the table-top type robot (IAl-made TTA-A4 series).

Date |2I]2IJ;"12;’141[I:28:42 IJTE’ Memo

Moving  Soldering  Moving speed Frogram Wik, ”
¢ 1 o2 speed zpeed after end point Mo. PS/DS arigin Uleal

qunon qioon

w| sopoo| 80000 0 PS 1
0| oop00, 90000 | |0 oPs |

Fig. 4-55



HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode - X
Mode  Setting
Dat 2020,/12/14 10:28:42 M My
HAK(O = =l
Moving  Soldering  Moving speed Program Wik -~
HAKKO SOLDERING SYSTEM a1 82 e e aftor o it in PS/Ds o Cleal
1 0
Read file Read from dev K] lp " ooulu] TZo0uu)1Zabun | BR.ULY| 131U u |
3 1460020 60000 125000| 125000 60000 131000 il i} Fs 1
W ko 4 145002| 55000 125000| 125000 55000 131000 1] P3 1
G
5 145.002| 50000 125000| 125000 50000 131.000 [ Pg 1 BC*
P [ 1650000 50000 120000| 165000 765000 130000 10 i} D3 1 *BC
Work origin
pr— ra— = 7 170000| B0DO0| 130000| 195000 &0.000 130000 10 1] D3 1
o g 200000 75000 1200000 200000| 50.000| 130000 -90000  -90.000 50 10 [ DS 1
g 195000 46000 120000| 170000 465000 130000 -180.000 -180.000 10 1] D3 1 BC*
10 145002| 70002 125000( 149000 70002| 131000 40000 80000 1] P3 2 *BG
n 145.002| 65000 125000| 125000 65000( 131000 90000  90.000 [ Ps 2
12 1460020 60000 125000| 126000  G0000 131000 90000 90000 il i} Fs 2
12 145002| 55000 125000| 125000 55000| 131000 40000 80000 1] P3 2
14 145.002| 50000 125000| 125000 50.000( 131000 90000  90.000 [ Ps 2 BC*
15 1660000 50000 120000| 165000 765000 130000 90000 90000 10 i} D3 2 *BC
16 170000| B0DO0| 130000| 195000 &0.000 130000 0.000 aoon 10 1] D3 2
e 17 200000 75000) 130000) 200000 50000 130.000] 80000 -90.000 50 10 ] DS 2
18 195000 46000 120000| 170000 465000 130000 -180.000 -180.000 10 1] D3 2 BC*
19 oo LTI oo 0.000 1] 1
8
- g
2
Movine speed 100.0 e 23
Solderine speed 40.0 [l ]
Moving speed after end point [ 500 (L0208 =
26
[ Fomimend | 75000l 8
Ferform Z axis | o o v
5 < >
| Gopy || Paste || Insert || Delete | dumpto [ |

Fig. 4-56

@ Edit Point
For performing settings for soldering points.
When the line to be edited is double-clicked, the Edit Point screen (Fig. 4-58) opens.
Line No. is displayed at the upper left of the Edit Point screen.

. .
(GO | Discomct ammtane

146002

144000

126.000

125.000

4 .
fono

131.000

131.000

145.002

125.000

125.000

131.000

145002

125.000

125.000

131.000

1ARE N1

Fig. 4-57

19E nnn

19F nnn

121 nnn
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HAKKO SOLDERING SYSTEM - Edit point

i1 End point [l 0 dering mode [RORE R A
148000 Y | 0 B

70,002 [

131.000 M Cleaning by air ¥4 Cleaning by brush
a0.000 SEEE: O Before soldering @ After soldering

: : Move back to NeREEERa Raarre=alii:
:I lze current pos I
. . If0 =zetting Display BRI

St e _ mm.zec Z axis lift coord _ mim
Soldering spocd | [

ttor ead oot 1|

after end point mi

e

Fig. 4-58

(1) Point name
Space for inputting a name such as the part to be soldered, etc. for the soldering work. The input
information is stored in a CSV file.
The information cannot be written to the table-top type robot (IAl-made TTA-A4 series).

(2) Start point (X/Y: 0 to 400mm, Z: 0 to 150mm, 8: -200 to 200 degrees)
Start point in PS mode: This is the coordinates for performing presoldering. (primary feed of
HAKKO FU-500)
Start point in DS mode: This is the coordinates for start position of drag soldering. (secondary
and tertiary feed of HAKKO FU-500)

(3) End point (X/Y: 0 to 400mm, Z: 0 to 150mm, 8: -200 to 200 degrees)
End point in PS mode: This is the coordinates of the soldering point. (secondary and tertiary feed of
HAKKO FU-500)
End point in DS mode: This is the coordinates for end position of drag soldering.

For how to set each mode, see p.76 “7-4-1 How to set PS (point soldering)”, p.89
“7-4-2 How to set DS (drag soldering)”, and p.98 “7-4-4 How to set None (P.W.B. ejecting position)” in
“7-4 Creating soldering program” in “7. How to use”.

(4) Use current pos
Applies the coordinates after adjusting position using JOG operation.
When the characters of Start point or End point are clicked, the clicked characters will turn red.
Use current position applies the coordinates to the red character setting. (In Fig. 4-58, the coordinates
would be applied to the end point.)



HAKKO SOLDERING SYSTEM - Edit point

T P bointname|

| Switch | m m Soldering mode Pe RGN Wal=a ARG
1 b : 145.002 BT 149.000 Mm 1} 1 |
7000200 70.002 T

an2 |
126000 B 131.000 by ol B s
B B - a0 000 [ O Befor s i

Move back to NeRSERRGIAN B

/0 setting [LIE ] BV Wiithout zetting
Moving speed . 3 £ axig lift coord _ mm

Holdering speed

Moving speed
after end point

Fig. 4-59

(5) Switch
When Switch is clicked, the screen will switch between start point coordinate input screen and offset
input screen.
Offset amount (1 to 100 mm) is a function to set start point by inputing distance from the end point.
See p.79 of “Alternative way to set start point (Offset input)” in “7-4-1 How to set PS (point soldering)”
in “7-4 Creating soldering program” in “7. How to use” for the setting method.

o | I Pt nane o BT PO ot name

End point ‘Sitch [S5tart pont [ End point

lze current poz

“ deg dee

=& current poz

Fig. 4-60
A\CAUTION
The offset amounts that can be input is limited depending on
the position of each axis. N
It is not possible to move beyond the stroke of each axis. *

Offset amount
(5mm)
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HAKKO SOLDERING SYSTEM - Edit point

o I Brontname

m m m ‘|Soldering mode r
Y i mim

£ i mim

deg deg

|ze current pog

ey = ses _ il 3 £ axis lift coord _ it
Soldering speed || )

for e ot | KLY

after end point T

e

Fig. 4-62

(6) Soldering mode

PS: Point soldering will be performed.
DS: Drag soldering will be performed.

When DS is selected, solder will be fed continuously from the start point to the end point.
None: Movement-only process.
For how to set each mode, see p.76 “7-4-1 How to set PS (point soldering)”, p.89
“7-4-2 How to set DS (drag soldering)”, and p.98 “7-4-4 How to set None (P.W.B. ejecting position)”
in “7-4 Creating soldering program” in “7. How to use”.

(7) Program number (0 to 99)

Select the HAKKO FU-500 solder feed program number.

For the program setting method, see “@ Selecting Program Set” of “6. Operation” of the instruction manual

for HAKKO FU-500.

A\ CAUTION

In the parameter set of HAKKO FU-500, the “S-U mode (selecting slide unit
connecting mode)” needs to be set to Ext mode. See

“@ Selecting Parameter Set” of “6. Operation” of the instruction manual for

HAKKO FU-500.

(8) Work origin (1 to 20)

Select the work origin point in the top screen. Soldering work will be performed at the offset position
of the selected work origin.

For details on the work origin, see p.81 of “> Work origin” in “7-4-1 How to set PS (point soldering)” in

“7-4-1 How to set PS (point soldering)” in “7. How to use” on .



HAKKO SOLDERING SYSTEM - Edit point

o |1 Beointreme|

m OFs @D5 @ More
mm mm 1
mm :
B de= IEXID

|lze current poz

Moving speed ) 3 £ axiz lift coord _ o

Soldering speed

o ot L KT
after end point s
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Fig. 4-63
(9) Cleaning
Select the cleaning type and timing.
Cleaning by air: Cleaning is performed using an air compressor.
Cleaning by brush: Cleaning is performed using the brush of cleaner (CX1003).

Before soldering/After soldering: Selects whether to perform cleaning work before soldering or
after soldering.
For setting, see p.69-73 of “7-3 Setting the cleaner” in “7. How to use”.

(10) Move back to
Select the destination to move the tip after completing soldering.
Start point: The soldering iron tip will move to the start point coordinates.
Z axis lift:  The soldering iron tip will move to the Z axis lift coordinates.
When Soldering mode is set to DS (drag soldering), only Z axis lift can be selected.
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HAKKO SOLDERING SYSTEM - Edit point

o I PPomtreme|

m m m Soldering mode PeRNZZ W= AT
70.002 [ 70.002 [
125.000 i 131.000 S B Cleanine by air Cleaning by brush

“ 90000 BEEE 90,000 B O Before zoldering @ After soldering
Move back to NeRSEENGAN |
=

Moving speed

Soldering speed

Moving speed
after end point

e

Fig. 4-64

(11) I/O setting
When display is clicked, the screen of Fig. 4-65 will open.
Setting screen for performing signal control using an external device. INPUT is for signals input from
external devices, and OUTPUT is for signals output from the table-top type robot (IAl-made TTA-A4 series).

For setting how to set output signal, See p.105 of “> Control from external devices” in “7-5 Detailed setting”
in “7. How to use”.

INPUT ON: The soldering is performed when signal becomes ON.

INPUT OFF: The soldering is performed when signal becomes OFF.

OUTPUT ON: The signal will become ON when soldering has been completed.
OUTPUT OFF: The signal will become OFF when soldering has been completed.

HAKKO SOLDERING SYSTEM - Point I/0 setting

(v | Weemtnene

ouT1 ouT2 ouT3 ouT4 ouTs ouTs ouT? ouTa ouTs ouT10
ouT11

Fig. 4-65



HAKKO SOLDERING SYSTEM - Edit point
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Fig. 4-66

(12) The input values for moving speed, soldering speed, and Z axis lift coordinate in Fig. 4-62
are setting values for each individual point.
These value are not necessary, and could be left blank in the point edit screen.
If values are input for in the point edit screen, priority will be given to the input value for that point.
See p.86 of “7-4-1 How to set PS (point soldering)” in “7-4 Creating soldering program” in
“7. How to use” for the setting method.

Moving speed | (1 to 800 mm/sec)

Sets the movement speed for the each axis.

ACAUTION
If the moving speed is set to a high value, there is a risk of contact with parts
causing the part to break. Be careful not to drastically increase the speed.

| Soldering speed | (1 to 800 mm/sec)
Sets the soldering movement speed between primary soldering and secondary soldering.

| Z axis lift coordinate | (Settable range: 0.000 to 150.000 mm)
The coordinate set to avoid contact with projecting parts on the work during horizontal movement
after soldering work has been completed.

NOTE:
For detail operation of Z axis lift, see p.62 and p.63 “7-2 JOG operation”
of “7. How to use”.

| Moving speed after end point |

Moving speed after end point can set the speed of the soldering iron tip movement from the end point location.
It is recommended to set this to a speed slower than the speed of movement, as solder splashes can occur
if the soldering iron tip is moved away at a high speed.
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Select

HAKKO SOLDERING SYSTEM - Edit poist

: End point | Soldering mode el Wizt NS
125000 Eg 131.000 MM g . | :Ir”r":_r by ai i

4| Move back to O Start point @ fii

90.000 i 90.000 B

LIfO =zetting [LTET ROl ifithout zetting
Moving speed i eeE £ axis lift coord _ i

Soldering speed

Moving speed
after end point

Fig. 4-67

(13) Move
When Move is clicked, the axes will move to the start point or end point. The axes will move to the
active point shown in red characters.
As in Fig. 4-67, when end point is red, the axes will move to the end point.
When the characters of start point or end point are clicked, the clicked characters will turn red.

/\ CAUTION

When Move is clicked, movement will be performed automatically until the
axis reaches the input coordinates. If there is a risk of contact, etc., press
the emergency stop button immediately.

(14) OK/Cancel
When OK is clicked, the edited information will be applied and the screen will return to the top screen.
If necessary item has not been input, a warning message will appear and the screen will not return to
the top screen.
When Cancel is clicked, the edited information will not be applied and the screen will
return to the top screen. The edited information will be lost.



HAKKO SOLDERING SYSTEM Ver. *** - Device communication mede

Mode

Setting

Date

[2020/12/14 102842 @~ | Memo |

COMS5

HAKCO

HAKKO SOLDERING SYSTEM

e e Rt v o
START STOP L]

‘Work origin

H-coord -coord ~

-

Gurrent pos

JOG op

Movine speed 1000

Soldering speed 30.0 [l

Movine speed after end point 50004

Z axis lift coord 75.000 Gyl
al

Pertarm lift

Adjust tip pos

zZ1

125000

2

149.000

2

131.000

a1

ao.on0

Soldering
speed

Movine speed

Wowing
&2 affer end point

speed

90.000

Program hirk.
Mo, PS/D3

origin

~
Gleal

145002 65000 125000 1250000 65000 1310000 40000 80000 il 1

145002 60000 125000 1250000 GO.000 1310000 90000 90000 50 0 P5 1

146002 GGO00 1265000 126000 65000 131000f 90000 90000 0 Ps 1

145002 50000 125000 1250000 S0000 1310000 40000 80000 il PS5 1 BC#

165000 50000 120000 1650000 75000 1300000 90000 90000 10 0 DS 1 *#BC

170000 80000 120000 1950000 80000 130000 o.ono onon 10 0 Ds 1

200000 75000 130000 200000| 50000 130000| -80000) -80.000 50 10 il D3 1

195000 45000 120000 1700000 45000 130000180000 -180.000 10 0 DS 1 BG*

146002 70002 125000 1490000 70002 131000f 90000 90000 0 P3 2 *BC

145002 65000 125000 1250000 65000 1310000 40000 80000 il PS5 2

145002 60000 125000 1250000 GO.000 1310000 90000 90000 50 0 PS5 2

146002 GGO00 1265000 1260000 65000 131000f 90000 90000 0 P3 2

145002 50000 125000 1250000 S0000 1310000 40000 80000 il PS5 2 BC#

165000 50000 120000 1650000 75000 1300000 90000 90000 10 0 D3 2 *BC

170000 80000 120000 195000 80000 130000 o.ono onon 10 0 DS 2

200000 75000 130000 200000| 50000 130000| -80000) -80.000 50 10 il D3 2

195000 45000 130000 1700000 45000 130000180000 -180.000 10 0 D3 2 BG*
0.000 ooon o.ono o.ono 0 1

-

Fig. 4-68 is shown when software is in Device communication mode.

Copy

Copies the information of the soldering point of the selected row.

Paste

Pastes the soldering point information copied using (8 to the selected row.

Insert
Inserts a row.

@) Delete
Deletes the selected row.

@ Jump to
Input the row number to jump.
Go
Jumps to the input row.
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HAKKO SOLDERING SYSTEM Ver. * ** - Device communication mode X
Mode  Setting
Dats 2020/12/14 10:28:42 I~ s
HAKG |- a—— o
Moving  Soldering  Moving speed  Program Wiork ~
HAKKO SOLDERING SYSTEM # v 21 *2 v 2 1 82 speed speed  after end point Mo PS/DS  gyigyy,  Clea
1 149.000 0 90000 90.000 o PS 1 *B3
- Fead from dev a 145002 65000| 126000 125000 65000) 131000| Q0000 90000 n 1
3 146002 60000 125000 1250000 60000 131000 Q0000 90000 0 ] F3 1
¢ 145002 55000 125000 125000 550000 131000 Q0000 80000 ] PS5 1
START STOP L]
13 145.002)  50.000) 125000 125000 50.000) 131.000| Q0000 90000 o P3 1 BO*
[ 165.000)  50.000) 130000 165000 75.000) 130.000| Q0000 90000 10 o DS 1 *BC
7 170000 80000 130000 195000 80000 130000 o000 o000 10 ] DS 1
“¥-coord ~
1 ] 200000 750000 130000 200000 50000 130000| -30000 -90000 0 10 ] DS 1
] 195000 45000 130000 170000 45000 130000 -180000 -180.000 10 ] D5 1 BC*
10 145.002) 70002 125000 149000 70002 131.000| 0000 90000 o P3 2 *BC
i 145002 65000 126000 125000 650000 131000 Q0000 90000 ] PS 2
12 146002 60000 126000 1265000 60000 131000 Q0000 90000 a0 ] F3 2
13 146002 65000 125000 125000 650000 131000 Q0000 90000 ] FS 2
i 145002 50000 125000 1250000 500000 131000 Q0000 80000 ] PS5 2 BC*
15 165.000)  50.000) 130000 165000 75.000) 130.000| Q0000 90000 10 o DS 2 *BC
16 170000 80.000| 130000 195000 80000 130000 000 0.000 10 ] 23] 2
Current pos 17 200000 75000 130000 200000 50.000| 130000 -90000| -90.000 50 m n DS 2
mm 18 195000 45000 130000 170000 45000 130000 -180000 -180.000 10 ] DS 2 BCx
oy 19 0.000 0.000 0000 nnoo ] 1
gl
22
Moving speed 100.0 a3
Soldering speed 2000y 24
Moving speed after end paint 5000 25
Z axis lift coord 76000 L 20
27
lif g y as 23 v
&) s

o . Gopy || Paste || ewt || Delte | dumpto [ | G0 | E-R:u-s-m-a-dui L

Fig. 4-69

Fig. 4-69 is shown in PC communication mode.

@ Rows to add
Input the number of rows to be added.
Add:
Adds the input number of rows to add.

In PC communication mode, rows can be added up to a maximum of 99999 rows.




5. INSTALLATION AND CONNECTION

5-1 Installation

Place the table-top type robot (IAl-made TTA-A4 series) on a level surface.

/\ WARNING

* Carrying the table-top type robot (IAl-made TTA-A4 series) should be done by at least 2 people,
or a hand cart or a hand lift should be used.

* When working by 2 or more persons during transferring or installing, clarify the superior-subordinate
relationship and call out to each other checking the safety to prevent contact and falling accidents.

* In order to avoid turning-over and falling accidents, hold and secure the unit firmly.

/A CAUTION
Since holding the plastic part may cause the unit to be broken, be careful not to hold the plastic part.

!

[ Rz Y
—=@gm OO

° ° °
A A VT VT

_

. —

/

Fig. 5-1

/\ CAUTION

Be sure to connect to ground. For the grounding method of the table-top type robot

(IAl-made TTA-A4 series), refer to “3.4.5 Ground wiring” of “Chapter 3 Wiring” of the instruction manual
for the table-top type robot (IAl-made TTA-A4 series).
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5-2 Mounting on table-top type robot (IAl-made TTA-A4 series)

NOTE:

The parts shown below are already attached to the table-top type robot (IAl-made TTA-A4 series)

at the time of shipment.

Iron fixing base
(CX1005)

Cleaner base

Iron cable /f;/ ‘
D A Y Feeder cable
///'S“

Jig table
(CX1009)

~




5-2-1 Attachment of system 1/0 connector and motor power supply connector

(D Attach the system 1/O connector and the motor power supply connector.

System 1/0
connector

Motor power supply
connector

Fig. 5-3

/\CAUTION

Unless two connectors are plugged in, the unit will not operate.
Be sure to plug in these connectors before use.

5-2-2 Attachment of the soldering unit mount and feeder unit

(D Attach the soldering unit mount (CX1008) to the iron fixing base (CX1005).

Iron fixing base
(CX1005)

. Xp Hexagon socket screw

Soldering unit mount S M3X 10 (4)

(CX1008)

%%

Fig. 5-4

(2 Remove the iron unit fixing assembly attached to the HAKKO FU-6002 (HAKKO FU-601 set).

Cover bolt ©
M4X12 (2) \

Fig. 5-5
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~— *Soldering Unit Mount (CX1008)

Feeder unit
o (CX1010)

HAKKO FU-6002 and feeder unit
(CX1010) may be mounted on the
soldering unit mount (CX1008) angled
adjusting by 5 degrees each.

HAKKO
FU-6002

Ex) Mount in 30° angle

Spring washer
3 nominal dia.
Knock pin S Bmm
24X8 (2) @@

Plain washer
nominal dia.
6mm

Hexagon socket
screw
M6 X 15

A\ CAUTION
When changing the angle, be sure that two knock pins is inserted into the mounting hole.

Setting position of the tension spring

Tension spring is attached on both sides of the soldering unit mount (CX1008).
When changing the mounting angle of HAKKO FU-6002 and feeder unit (CX1010), change the
setting position of the tension spring to adjust the pressure when the tip contacts the work.

Spring post (2)\ (i ol Spring post (2)

©coo o]

Tension
spring

Position adjuster
When seen from front, the tension spring on the left side is for spring post

the tension spring to support soldering unit mount (CX1008), Holes for
feeder unit (CX1010), HAKKO FU-6002, and the tension spring  position adjuswé

v

ﬁ |
Holes for
c >‘spring post

on the right side is to support feeder unit (CX1010), for spring post
HAKKO FU-6002.

Attach the spring post to the holes for spring post, and
the tension spring to the spring post.

/
I
ooo o

NOTE:

By attaching the position adjuster for spring post, fine adjustment of
the pressure when the tip contacts the work can be performed.




(3 Attach the iron fixing assembly to the soldering unit mount (CX1008).

Iron unit fixing €

assembly )
Pt
s
P
P
P

Hexagon socket g™

screw

M4 X6 (2)

&

Fig. 5-10

@ Assembling the feeder unit (CX1010) in HAKKO FU-500.
Install the tube unit, the solder feed pulley unit, the solder feed guide set and the fluoroplastic tube.
Tighten the screws shown in the figure below.
Feed solder through the tube unit and supply to the feeder unit (CX1010).

To prevent solder feed problems,

Tube unitﬁ keep bending radius of the tube

Hexagon unit more than 10 cm.

socket screw
M3 X6

Tighten
e
|

Solder feeder
pulley unit
(Sold separately)

Hexagon socket A

screw M3 X6

Solder feeder
guide set
(Sold separately)

Fluoroplastic tube Tighten Hexagon socket screw
(sold separately) Hexagon M3 X6 (2)

socket screw

M3 X8

Fig. 5-11

/\ CAUTION

* Do not touch any screws other than the hexagon socket screws indicated in this manual.
Be careful not to overtighten the screws.

 Attachment of the fluoroplastic tube and positioning of the solder feeder guide set needs
adjustment.
See “Adjusting the solder feed position” of the HAKKO FU-500 instruction manual.

* The attachment of the solder feed pulley unit for 0.3 mm solder (BX1000) is different.
See “How to set solder” instructions included in the BX1000.
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When all parts are assembled, the position of the parts will be as shown below.

Hexagon
socket screw
M3 X6

Solder feeder guide set
(Sold separately)

Hexagon
socket screw
M3 X8

Solder feeder pulley unit
(sold separately)

Hexagon Hexagon
socket screw socket screw
M3%g M3X6 Hexagon
= A :Ao?(’:l;(eet; screw
Tube unit

Fluoroplastic tube
(Sold separately)

Tighten when assembling

Fig. 5-12

(® Attach the soldering iron tip (sold separately) to the HAKKO FU-6002 included with the HAKKO FU-601.

/\ CAUTION

Let the soldering iron cool before replacing the tip.
When replacing while the tip is still hot, always use the heat-resistant pad.

(1) Slide off the flux protector.

Do not touch this screw during tip replacement.

(2) Loosen the tip lock screw. (1) Slide ‘ ro H O 4@ : ©
- [ele)
«| HADr o
G € o
(2) Loosen the tip lock screw M3X10

(3) Inserting the tip. (3) Insert the tip (5) Reinstall
(4) Tighten the tip lock screw. (Sold separately) =)
(5) Cover it with the flux protector. =) (© H ° 1@ o

ST I S w— -

Status when tip is attached

-
i HO)

(4) Tighten the tip lock screw.

[OHO ® ®

Q) [*C o

Fig. 5-13

/\ CAUTION

*Make sure that there is no clearance between the tip and the hole of the flux protector.
*When new tip is attached, adjustment of the tip position is necessary (See following page).




*How to position the tip

(1) To axially turn the shaft of the tip, loosen the positioning screw (a).
To move the soldering iron in the longitudinal direction, loosen the positioning screw (b).
Tighten the screws after determining the tip position balancing with your work object.

(a) for shaft turning
Hexagon socket screw
M3X 15

@ i ———

Q)

@
U
) (b) for longitudinal adjustment
Hexagon socket head cap screw
Fig. 5-14 M3 X6 (2)

(2) Loosen the following screws (c) and (d) and place the HAKKO FU-6002 on the tip adjustment jig with
the positioning pins aligned.

<] 11

Screw (d) loosen | a
Screw (c) loosen

é‘ Hexagon socket head

é cap screw M3X10(2) &—Cover bolt
: < I M4X12 (2
70:@/@9‘ WP — c
— |
S = e | =
L] b ©
Tip adjustment jig Jig base - )
Positioning pin (2)
Fig. 5-15

(3) Align the D-cut face of the tip with the pocket in the fixed side.
Move the tip adjustment jig until the tip is fully inserted as shown in the following figure.
This position will be the reference point. Re-tighten the two screws (c)
To prevent the upward movement and misalignment of the tip, tighten the screw (d) while pressing
the tip from the top
Unless when the type of workpiece is changed, do not move the jig except for the movable side.
After the reference point has been set, remove the HAKKO FU-6002 from the tip adjustment jig.

B

Screw (d) it
-cut face
F: Movable side
-(@)» -(@®)»

Screw (c)
BI:III_
©

[
©
U
[
©
N

o E:l 'é I
=>

Fixed side
Fig. 5-16 47



48

NOTE:
There are marking on the side of the tip adjustment jig unit.
The tip ends are classified into 12 mm, 13 mm and 17 mm. While referring to this marking,

adjust the position of the jig fixture.

13 17

12mm: —

13mm: TX2-XD4, TX2-XD6, TX2-XBCR4, TX2-XBCRG6,
TX2-XDR4, TX2-XDR6, TX2-XRK

17mm: TX2-XD3, TX2-XBCR3, TX2-XDR3

- —- = =] a

Fig. 5-17

(® Attach the feeder unit (CX1010) and HAKKO FU-6002 to the iron unit fixing assembly.

Tube unit

Feeder unit
(CX1010)

HAKKO FU-6002 \

Hexagon socket screw
M3X30 (2)

Fig. 5-18



5-2-3 Connection of cable and cord

(D Use the feeder cable to connect the HAKKO FU-500 to the feeder unit (CX1010) and the
connecting cable (HAKKO FU-601 set) to connect the HAKKO FU-601 to the HAKKO FU-500.

Feeder unit
(CX1010) | ™

220

HAKKO FU-500

\ Connecting cable

\ to HAKKO FU-601
\\ (HAKKO FU-601 Set%
N
.
. -

tY— —"

Fig. 5-19

@ Connect the HAKKO FU-601 and HAKKO FU-6002 using the iron cable.

Feeder unit
(CX1010)

HAKKO FU-601

49



5-2-4 Attaching the cleaner (CX1003)

Attach the cleaner (CX1003) to the cleaner base (CX1007).

o®

Hexagon socket screw
& ® M3 6 (4)

Fig. 5-21

NOTE:

When the cleaner is connected to the table top type robot (IAl-made TTA-A4 series),
set the selector switch to side "1" . See the following for connection in Fig. 5-22.
(For details, refer to the CX1003 instruction manual.)

Table top type robot

(IAl-made TTA-A4 series) __Vs
24V OUT
Table top type robot %;i%eors
(IAl-made TTA-A4 series) ( ) Selector switch
I/0 OUT DCIN

Plug

AC adapter
Fig. 5-22
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5-3 Connecting with PC

Connection example 1)
Connecting using a USB cable, USB conversion adapter, RS-232C cable, and emergency stop box.

Table-top type robot
(IAl-made TTA-A4 series) PC
== =" =
/ A\ License dongle
Front panel . .
USB cable
(=] = Quupg &
\ |II:II:I a nmd| ] cL:JoSn?/ersion O Emergency stop box
D . s ] adapter
T |V B w

RS-232C connector (25 pin)

RS-232C cable
Fig. 5-24

/A CAUTION
When operating from PC away from the table-top type robot (IAl-made TTA-A4 series), always be sure

to place the emergency stop box close to the operator where it can be pressed immediately if

a problem occurs.

Connection example 2)
Connecting using a USB cable

PC

o\ - =
License dongle

Front
panel E i
[n | = g
00 om
Lo ° _: °
 J | Y A v
USB connector USB cable )

Fig. 5-25

Connection example 3)
Connecting using a USB cable, USB conversion adapter, and RS-232C cable.

PC

USB cable

— =
License dongle

Rear panelﬁ
(¢}

- pm— usB
]||||| I::I conversion /\ CAUTION

. ; . adapter . ,
S A v — | S S v A setting file needs to be installed
in order to use with connection
RS-232C connector RS-232C cable ) example 3)
(9 pin)
Fig. 5-26
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— >How to set external emergency stop device

System 1/O connector

In Connection examples 2 and 3, emergency stop box is not ==
connected.

If operating away from the emergency stop button of the

robot main unit, wire the system 1/O connector as shown in the

lower right figure and install a emergency stop device externally. |V ———
Fig. 5-27
Factory setting Emergency stop device installed
Signal name Pin No. Signal name Pin No.
N.C.| ENBS2- 1 Enable contact output 2 N.C.| ENBS2- 1 Enable contact output 2
N.C.| ENBS2+ 2 Enable contact output 2 N.C.| ENBS2+ 2 Enable contact output 2
ENBS1- 3 Enable contact output 1 ENBS1- 3 Enable contact output 1
: ENBS1+ 4 Enable contact output 1 : ENBS1+ 4 Enable contact output 1
ENBOUT 5 24V output for enable ENBOUT 5 24V output for enable
ENBIN 6 Enable input ENBIN 6 Enable input
N.C.| EMGS2- 7 Emergency stop contact output 2 N.C.| EMGS2- 7 Emergency stop contact output 2
N.C.| EMGS2+| 8 |Emergency stop contact output 2 Emergency N.C.| EMGS2+| 8 Emergency stop contact output 2
EMGS1- 9 |Emergency stop contact output 1 stop switch EMGS1- 9 Emergency stop contact output 1
: EMGS1+ 10 Emergency stop contact output 1 I—m EMGS1+ 10 Emergency stop contact output 1
EMGOUT| 11 24V output for emergency stop EMGOUT| 11 24V output for emergency stop
EMGIN 12 Emergency stop input EMGIN 12 Emergency stop input
Fig. 5-28
. J

5-4 Connection with HAKKO FU-500 and external device

I/O cable (for expansion
| || || | I/0 terminal block)

Terminal block

Rear panel NOTE:

== By I/O communication with external
External I/O connector 1/O connector device the control of soldering program

]
\I____I—/
for FU-500 can be performed.
\ . T l|||||[.| lz.lu@.;ﬁn or ’ p
L—’ - Feeder unit (CX1010)

Feeder cable

Power cord

1/O cable
T (for HAKKO
FU-500)
D Solder feed unit
(HAKKO FU-500)
Cleaner
(CX1003)
Connecting
cable
Soldering iron unit
(HAKKO FU-601)

_J Soldering iron unit
1 (HAKKO FU-6002)

—

Iron cable

Fig. 5-29

NOTE:
See p.53 of “5-4-1 Connection of 1/0O connector for HAKKO FU-500” and p.54 of
“5-4-2 Connection of I/O connector for external input/output” for the wiring digram of the 1/O cable.




5-4-1 Connection of I1/0 connector for HAKKO FU-500
The pin layout for connecting HAKKO FU-500 and cleaner (CX1003) are shown below.

Cleaner

(CX1003) HAKKO FU-500
Fig. 5-30
NOTE:
For input/output circuitry, see instruction manual of table top type robot (IAl-made TTA-A4 series)
“1.3.1 Standard 1/O Input and Output Interface” (NPN) of “Chapter 1 Specifications Check”.
NOTE:
"24\/" and "0V" indicate 24V power supply input when the service power supply output is set to OFF,
and 24V power supply output when the service power supply output is set to ON.
Also, when the service power supply is set to ON, do not supply power from an external power source.
___TTA __ HAKKO FU-500
1/01 I/F pin layout
Class Pin No. Pin No.  Function
24V* 1A 23 Power input for I/O
INO 5A 14 Controller ready
IN1 6A 15 Lower unit command
IN2 7A 16 Start continuous feed movement command
IN3 8A 17 Feeder controller error output
IN4 9A 18 FU-601 status output (error / ready)
IN5S 10A 19 Status signal
ouTo 1B 1 Program number LSB
OouT1 2B 2 Program number
ouT2 3B 3 Program number
OuUT3 4B 4 Program number
ouT4 5B 5 Program number
OuT5 6B 6 Program number
OouT6 7B 7 Program number
ouT7 8B 8 Program number MSB
OouT8 9B 9 Start solder feed
ouT9 10B 10 Detect lower limit position
ouT10 11B 11 Detect upper limit position
OouT11 12B 12 Stop continuous feed movement.
OouT12 13B 13 Emergency stop
OouT13 14B 25 GND for 1/0
OouT14 15B —F——
24V* 2A +
ov* 20B |
AR
r———il——-:————l
LOANT Vs Vs BIN
I ' ! * The START/STOP/PAUSE operations can
: air : Cleaner be controlled from the external devices and
| cleaner I (CX1003) external switches. (See p.106 and p.107).
o ____1

Fig. 5-31



5-4-2 Connection of I/0 connector for external input/output

This is an 1/O connector for external input/output. When correlating with input/output signals to run the
program, connect the connector using the terminal block included in the robot (IAl-made TTA-A4 series) set.

Connect the terminal block
2 to external devices.

The terminal block and 1/O cable (for expansion
Terminal I/0O terminal block) are packed together with the

/0 cable (for expansion I/O terminal block) block table-top type robot (IAl-made TTA-A4 series).
Fig. 5-32

NOTE:
For input/output circuitry, see instruction manual of table-top type robot (IAl-made TTA-A4 series)
“1.3.3 Extension I/O Input and Output Interface” of “Chapter 1 Specifications Check”

- TTAI/Q2 ————— - Terminal block
Class Pin No. Pin No. Function
24V 1A A1 24V
24V 2A A2 24V
- 3A A3 -
- 4A A4 -
INO 5A A5 IN1
IN1 6A A6 IN2
IN2 7A A7 IN3
IN3 8A A8 IN4
IN4 9A A9 INS
IN5 10A A10 IN6
IN6 1A A11 IN7
IN7 12A A12 IN8
IN8 13A A13 IN9
IN9 14A A14 IN10
IN10 15A A15 Stop
IN11 16A A16 Pno_bit0
IN12 17A A17 Pno_bit1
IN13 18A A18 Pno_bit2
IN14 19A A19 Pno_bit3
(IN15) 20A A20 :
OouTo 1B B1 OuT1
OUT1 2B B2 ouT2
ouT2 3B B3 OuUT3
OuT3 4B B4 ouT4
ouT4 5B BS OuUT5
OouT5 6B B6 OouT6
ouT6 7B B7 ouT7
ouT7 8B B8 ouT8
ouT8 9B B9 ouT9
ouT9 10B B10 OouT10
ouT10 11B B11 OUT11 o
OuUT11 12B B12 OUT12 ——}— Running signal
OouT12 13B B13 OUT13 ——— Yellow light signal
OuUT13 14B B14 OUT14 ——— Green light signal
OouT14 15B B15 -
OouT15 16B B16 -
- 17B B17 -
- 18B B18 -
Y% 19B B19 oV
ov 20B B20 ov
Fig. 5-33
~— > Signal light lightning patterns N
Connecting the signal light to the robot allows for the light to be used to visually determine the status of the robot.
Status number 1 2 3 4 5
When program is not| When program is Temporary stop | Temporary stop due | When program is
: N running (includes : to FU-601 error not running (during
Status details running (includes | ppy RN, return to | UriNG Program T READY) during ~ FU-500 error -
JOG and movement) origin, and cleaning)| operation (PAUSE) | program operation | feeder/illegal input)
OUT12 | Running X O O O X
OUT13| Yellow light O X O O ©
OUT14 | Green light X © © © X

O:Lit O:Blink X :Off




6. INSTALLATION

6-1 Installation of Easy Programming Software

When installing this software, be sure to log in by the user having the
Administrator right.

@ Insert the CD-ROM containing the Easy Programming Software into the CD-ROM drive of PC.

(@ The data contents in the CD-ROM are displayed.
The Easy Programming Software for each language (Japanese, English, Chinese (Traditional)) is
included separately in 3 folders of DISK 1. Select the language to be installed and open the folder.

\ DISK1-chines
I DISK1-english
j DISK1-japanese
T UsBDrver T
|| V1.00_RS2332C.t2bk

[ ] v1.00_usB.t2bk
Fig. 6-1

NOTE:

If the data contents are not displayed even after inserting the CD-ROM, select the CD-ROM from the
Explorer to start up the program.

3 Double-click “setup.exe”.

Welcome to the InstallShield Wizard for
HAKKO SOLDERING SYSTEM

The InstallShield(R) Wizard will install HAKKO SOLDERING
SYSTEM on your computer. To continue, dick Mext.

WARNING: This program is protected by copyright law and
international treaties.
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® The “Software License Agreement” screen
is displayed.
Check the details of the “Software License
Agreement”. After reading thoroughly, put
a checkmark on the “I accept the terms in
the license agreement”, and click “Next”.

/A CAUTION

When this software is installed or used,

it is recognized that you agree with the
“Software License Agreement”. If you do
not agree with the “Software License

Agreement”, you cannot use this software.

® Input the user information.

After inputting the information, click “Next”.

@ Click “Install”.

License Agreement

Flease read the following license agreement carefully,

Software License Agreement
Please read this Software License Agreement before using Software.

By installing or using Software. you are deemed to have accepted this
Software License Agreement. If you do not agree with the terms and
condition of this Software License Agreement, you will not be licensed to use
Software.

HAKKO Corporation (hereinafter referred to as “Licensor™) grants to a

InstallShield

Customer Information

Please enter your information.

User Name:
I

Qrganization:

InstallShield

Ready to Install the Program
The wizard is ready to begin installation.

If you want to review or change any of your installation settings, dick Back. Click Cancel to
exit the wizard.

Current Settings:

Setup Type:
Typical
Destination Folder:

C:'Program Files (x86) \HAKKO\HAKKO SOLDERING SYSTEMY,

User Information:
MName;
Company:

InstallShield




When the installation completion
screen is displayed, click “Finish”.

InstallShield Wizard Completed

The InstallShield Wizard has successfully installed HAKKO
SOLDERIMG SYSTEM. Click Finish to exit the wizard.

Cancel

6-2 Installation of USB driver

(D Connect the PC to the table-top type robot (IAl-made TTA-A4 series).

Table-top type robot
(IAl-made TTA-A4 series)

. % Emergency stop button

RS-232C cable
Fig. 6-8

Compatible OS
Windows 7, Windows 8, 8.1, Windows 10

USB cable /
B Conversion box IW
PC
29
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@ Run the IAI_Install.exe file.

(3 Click the USB driver for the 1Al controller.

If the driver is pre-installed, skip @ and ®.

@ Click [Next].

® Click [Finish].

| DATA
| AUTORUN

(@) A7Ab=0I-0 Ver X
TAMIE BT -0EBRL T2 E .

HEELRN 3 Pt B ARER AR

TATDsb-5-FUSEE 5407 - ERiREHEAE

USBZEARPSR D" 800 b 5407 - T

Fig. 6-10

FIAR ESADAVR Il I 1 j T

FIRAR ESAR@AAR =)L D05 - Obils
SO = KT, LT =3 T3 ARPEE B

BEEUIFILIP FSANE LA RILET.

FHTIBIL DR 2OV pDLTE

Fig. 6-11-1

F/AZ BSAIDAVA =L 91 H— I y T

. THRAR EFAROA AR =)L D —FO5 T

FZ3A 1 ELACOTIE 1 -8 WA b= LEnE L.
S COTE -SRI T ) ARBETER T T AT RO R ENES15
Sl BEHERE R EB IS

E511i8 HEE
w181 Gorporation (usbser., (ERATESZT

Fig. 6-11-2



® Installation Location
Set where to install, and click “Install”.

:_hg |Al Corporation USB to UART Bridge Controller Driver Installer

e

Installation Location:

IAI Corporation
Al Corporation USE to UART Bridge Controller

Driver ¥

ersion 6.5

|C:¥Progran1 Files (x86)¥IAI¥IAI USBy 3¥

Change Install Location...

@ Start Installing
PC is installing while “Scanning” is displayed.

Installation Completed
Click “OK”.

* Deletion of application

1. Select the “Uninstall program” by selecting “START” — “Control panel” = “Program” from the task bar.

Scanning

@,

Please wait while system is scanned ...

Fig. 6-13

Success

o Installation completed successfully

Fig. 6-14

If the “All control panel items” is displayed, select the “Program and function”.

2. Select an application to be deleted from the list for “Currently installed programs” and click the

“Uninstall and delete”.

3. After completion of deletion, close the window and restart the PC.

Before updating the application to the latest version, delete the old version in advance.
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7. HOW TO USE

7-1 Basic operation

At first, check that all devices are correctly connected and powered ON. See p.50 of “5-3 Connection with PC”
and p.51 of “5-4 Connection with HAKKO FU-500 and external devices” in “5. Installation and connection”)
Boot up the PC and insert the license dongle into the USB connector.

Start up the Easy Programming Software.

HAKKO SOLDERING SYSTEM Ver. *** - Device communicaticn mode - x
Mede  Setting @
"""" Dats 2020/12/16 15:11:26 v | MK
HAKGD [ T —
------- L}

i i 21 ¥ va 23 o1 gg  Movine  Solderine | Moving speed | Frosram | g g ;l\r/‘ugr:; Clea ™

HAKKO SOLDERING SYSTEM speed speed after end point Mo

START STOP LI

Work origin

H-coord f-coord ~
(3

v Z axis lif v o :
>
- | Gopy || Paste || Wsert || Delete | dumpto [ || Go |

Fig. 7-1

@ Click “Connect” and connect to the table-top type robot (IAl-made TTA-A4 series).

@ Click “ORG ret”. After completion of origin return, the panel window display of the table-top type robot
(IAl-made TTA-A4 series) is changed as shown in Fig. 7-2.

D o JT o Aearon
) ,- -| _l ) ,_ -| _l If the HPS is not lit (origin return is not
' made), other programs do not operate.
e o o o N
RDY ALM EMG HPS CKE RDY ALM EMG HPS CKE
Before origin return After origin return
Fig. 7-2
0 axis origin (0°)
/A\ CAUTION o
— _

When the 0 axis is turning while returning to the origin, ‘

there is a danger that the cable may become wrapped in L

while it is turned. If there is a risk of the cable becoming @
wrapped in, press the emergency stop button and )
turn the soldering iron mounting base counterclockwise !
so that it is a little past the origin (0°) of the 0 axis when
viewed from above, and then click the “ORG ret” again. Iron fixing base

60 Fig. 7-3



.-HLMS;(D SOLDERING SYSTEM Ver. *** - Device communication mode - X
@ } Mode ! Sstiing

HAKKO SOLDERING SYSTEM

START STOP W [enore contraller ready

Work origin

| pate  [m20/12/18 102840 - | Memo |

COMG

Moving  Soldering  Moving speed  Program ork ~
x v zl * " o el BL peed  speed  afterendport Mo FDE o Cle

0000 0000 9
0000 0000 10
0000 0000 n
0000 0000 "2
0000 0000 "
0000 0000 "
0000 0000 15
L0 00

1| Moving speed after end point

Z axis lift coord

Paste Tnsert Delete Jumpto [ || &
Fig. 7-4

3 Pull down Mode menu and select either of “Device communication mode” and “PC communication mode”.
| Device communication mode
The “Device communication mode” is a mode to allow you to write created soldering programs in devices.
Number of writable programs is 1 to 10.
One soldering program allows you to set up to 240 soldering points.

PC communication mode
The “PC communication mode” is a mode to run soldering programs from the PC.
It may be selected when running program for more than 240 soldering points.
In the “PC communication mode”, soldering programs cannot be written to the table-top type robot
(IAl-made TTA-A4 series). Save the created soldering programs by CSV file in the PC.

@) Set the “Moving speed”, “Soldering speed” and “Z axis lift cord”.
The values set for “Moving speed”, “Soldering speed”, “Z axis lift cord”
and “Perform Z axis lift when moving horizontally” on the top screen are effective throughout the program.

Moving speed | (Settable range: 1 to 800 mm/sec)

Setting for moving speed of each axis between soldering points.

|So|dering speed | (Settable range: 1 to 800 mm/sec)
Setting for soldering movement speed between primary soldering and secondary soldering

|Z axis lift coord |(Settable range: 0.000 to 150.000 mm)

The Z axis lift coordinate is the coordinate set to avoid contact with projecting parts on the work during
horizontal movement.

For axis movement, movement of the X, Y, and 0 axes is performed before moving the Z axis.

When “Perform Z axis lift when moving horizontally ” is checked ON, judgment to lift the

Z axis to the lift coordinate before moving the X, Y, and 0 axis will be performed.

See p.62 and p.63 of “7-2-1 Basic JOG operation” in “7-2 JOG operation” in “7. How to use”

for details on Z axis lift.

® Click the “JOG op” to open the JOG operation screen.
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7-2 JOG operation
7-2-1 Basic JOG operation

When the “Perform Z axis lift when moving horizontally” is checked, judgment of whether to lift the Z axis
to the lift coordinates before moving each axis will be performed.

When the Z axis before movement is lower than the Z axis lift coordinate, movement to the Z axis lift
coordinate is always performed before movement of axis.

NOTE:

When the Z axis before movement is already same or higher than the Z axis lift coordinate,
it will slide horizontally.

Ex) When moving rightward by JOG operation:

—_—
When the check box Zaxislift J ________
is checked ON coordinate 1
A
C T
t\\*/J
\ \l
v

nnnnn

Z axis lift
When the check box is coordinate

checked OFF T

nnnnn

Fig. 7-6

/\ CAUTION

When the check box was checked OFF to perform fine adjustments, make sure to check the box ON
after finishing adjustment. There is danger of contact if operated without checking the check box.




The Z axis lift coordinate allows to set the lift operation when there is a danger of contact to
projecting objects. When “Perform Z axis lift when moving horizontally” is checked ON,

the Z axis lift is performed every time.

Projecting
part
| | I A 1

| 1pt 2pt 3pt 4pt

Fig. 7-7

If the check is OFF, it will move without performing Z axis lift.
Performing different value of Z axis lift on certain point is also possible when editing single point.

In Fig. 7-8, the axis moves to 3rd point in that state.
When there is projection as in Fig. 7-8, editing the Z axis lift coordinate of the 4th point on Edit point

screen will perform Z axis lift before that point.

_____ . _ Origin point
Omm
Z axis lift coordinate
75mm
100mm
Projecting
part
| ] | ] | ] ]
I 1pt 2pt 3pt 4pt
Fig. 7-8

NOTE:
Input value of Z axis coordinate on the 4th point when avoiding the projection between the 3rd and

4th point.
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HAKKO SOLDERING SYSTEM - JOG op

Current position @ Destination
: - O Enable

Tm

Mm - noon mm .
Enable 2,
dee ndﬁe

Speea] Eoin | Lo | i |

Fig. 7-9

For each axis movement such as soldering position adjustment, operate using the JOG operation screen.
The following 3 ways of operation shown in Ex1) through Ex3) are available.

Ex1) Moving the X axis to 100 mm coordinate.
(Input data on the destination coordinate and click “Move” to perform axis movement.)

(D Check the current coordinate.

@ Input “100 mm” as coordinate of destination in X axis.
® Click “Move”.

The X axis automatically moves to the input coordinate.

Li} | |-
: © @ : A Iap(;g ﬁrcr)]r)dinate
&
S ° Movement
RILCE

Current coordinate(0 mm)
ce-06-0 - - X axis

/\ CAUTION

When Move is clicked, movement will be performed automatically until the axis
reaches the input coordinates. If there is a risk of contact, etc., press the
emergency stop button immediately.




HAKKO SOLDERING SYSTEM - JOG op

. N —
Spocd | Ex-on | Low | Ma | &

@ Enable

Fig. 7-11

Ex2) Move the Y axis from 0 mm to 100 mm.
(Mouse operation)

(D Check the current coordinate.
@ Press the “+” of Y axis in the
mouse operation.
While pressing, the Y axis is moved.
When releasing, the Y axis is stopped.
(3 The coordinate is displayed in the current position.

Stop when releasing.

|
Coordinate before Coordinate after
movement (0 mm) movement (100 mm)

Fig. 7-12

HAKKO SOLDERING SYSTEM - JOG op

X 0.000
0000 R

Close

Fig. 7-13
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HAKKO SOLDERING SYSTEM - JOG op

mm mm
i o | dot

Fig. 7-14

Ex3) Move the Z axis from Omm to 65mm
(KEY operation)

(D Check the current coordinate.
@ Select “Enable Z, 0 axis”
(3 Press ”V¥” using the keyboard.
(See Fig. 7-16)
Z axis will move while pressing.
Z axis will stop when released.
@ The coordinate is displayed in the current position.

- - -

PC - A -
/
1 < > )
\ /
—>\ v Pid
~- L g -
Fig. 7-16

Coordinate before
movement (Omm)

Movement (Press
“v” key)

Stop Coordinate after
when released movement (65mm)

Fig. 7-15

HAKKO SOLDERING SYSTEM - JOG op

T mim
1jl I‘I mim
n dee [

Fig. 7-17




7-2-2 Tip position adjustment by JOG operation

Ex) Position the tip to coordinate in Fig. 7-19

(O When the coordinate of the soldering point is known,
input the coordinate and click Move (See Fig. 7-18).

HAKKO SOLDERING SYSTEM - JOG op

Destination
145000
T0.000
125000

Mouse op

:SpeedlEx-IowI Lowe | Mid

Fig. 7-18

nnnnn

Fig. 7-19

2 If the coordinate is not identified, move the tip near the soldering point by mouse operation and

KEY operation.

+

70mm |
(Y axis) |
Direction of tlp i_
* (Angle: 900)
"""" R
+ . .
Q -
* ) 51 ©
X3
' z3 .,
P.W.B. No. 1
v v @ + + + O

— >Selection of speed

The speed is selected from the following 4 types:
®)|Ex-low| : 5 mm/sec, : 30 mm/sec, : 100 mm/sec, [high|: 200 mm/sec

small values such as 1 mm/sec or the like.

.
\_/l} & 1 )] .
<
+ +
*
*
P.W.B. No. 1
+ + O + + +
Fig. 7-20

@ In addition to the above 4 type of speed, it is possible to set arbitrary speed by inputting value.
Set range is from 1 to 800 mm/sec.

When making a big move as shown in Fig. 7-20, select Mid or High speed.
In the case of fine adjustment as shown in Fig. 7-21, select Ex-low or adjust the speed by inputting
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(® Uncheck the “Perform Z axis lift when moving horizontally”
on the top screen.

H )
n dee Cleaning o\

130mm
(Z axis)

Solderineg =peed mim.
Moving speed after end point mm

Z axig lift coord

Pertarr ; Direction of iron tip l
(gl 50
Mm mMm [T
Fig. 7-22 + ot ot
+ ;< 3 1) +
x |3
+ 213 + 4
P.W.B. No.1
+ + © <+ + 4 © <+
Fig. 7-23
©® Perform fine adjustment by mouse operation and KEY operation
so that the tip is positioned at the soldering point (see Fig. 7-23).
When positioning is completed, the coordinate of the soldering
point is displayed on the current position shown in Fig. 7-24.
|HAKKO SOLDERING SYSTEM - JOG op ®
Wurrent position i IR Dostinotion W Mouse op | KEVor
E ; 0 vore |:
E 5 ;
E = ;
| T - 2
-------------------- -Speed -Ex-low -Low -Mid "-I-;i;h""- -S-D-.D" ]
Fig. 7-24
NOTE:
For fine adjustment, select Ex-low or adjust the speed by inputting small values such as 1 mm/sec
or the like.
NOTE:

If the checkbox is checked ON, it will perform Z axis lift every time when there is a move to X, Y
and 0 axis, making it impossible to perform fine adjustments.

For detail operation of Z axis lift, see p.62 and p.63 of “7-2-1 Basic JOG operation” in

“7-2 JOG operation” in “7. How to use”.




7-3 Setting the cleaner (CX1003)

/A CAUTION
After learning JOG operation, be sure to set the cleaning position before
other operation.

Set the cleaning position of the installed cleaner (CX1003).
To have the tip cleaned thoroughly, It is possible to add movement and angle to the cleaning process
such as movement of start point = end point = start point

Start point End point Start point

Cleaner (CX1003)

./

Fig. 7-25

Ex) Setting of start point and end point coordinates

Use the JOG operation screen and move the axes to the

position where cleaning is operated. Set the start point

adjusting the cleaning position depending on the tip shape

and dimensions.

(@ Click the “JOG op” to open the JOG operation screen
(See Fig. 7-27). Move the axis by mouse operation to the
position where the tip comes in contact with the cleaner.

HAKKO SOLDERING SYSTEM - JOG op @

, ! Irection o
o [ ] _ p | ' the tip
nable t=3 ] H !
tith mm . m ' :l:l 1‘ (Angle: 00)
de 0.000 S ! ' ' '
g | ﬂ m
| D e s
Pl 3
Fig. 7-26
Fig. 7-27
Cleaning coordinate is example only. lode

Please set according to the actual position.

(2 After the coordinate of each axis is determined, pull down
“Setting” on the top screen and open the option screen. JAKK fortGilicn

Fig. 7-28



HAKKO SOLDERING SYSTEM - Option

Cleaning by air Cleaning by brush Other setting

E: Start point :| End point Sienal output time
'

'

'

: 250.000 [ 250470 N Z axis lift value. 50000 (8
N - M

in case of FU-500 error

d: 52.000 Ryl Z axiz lift coord.
' 95,000 after cleaning 0.000 B
1 mm

Cleaning time ! /. C Gleaning time;

Movineg speed il Moving speed;

® Fig. 7-29

3 Operate ON/OFF
Turn the “Operate” checkbox ON to move the jig table as in the X coordinate during cleaning.
Turn the “Operate” checkbox OFF to keep the jig table in the same position during cleaning.

@ Input the positioned cleaning coordinate determined in @ in the Table 7-1 (Start point)
start point of cleaning by brush. X axis 250.000mm*
The Y axis is set at the position 15 mm away from the origin and Y ax.ls 15.000mm
the Z axis is set at the position 120 mm away from the origin. Z axis 120.000mm
The 0 axis is position at 0° which is same as the origin. 0 axis 0.000°

Cleaning time 1.0 sec.

The cleaning time is set to 1 sec.

With this setting, cleaning is performed at the start point
coordinate for 1 sec. * Since X axis coordinate is the movement
of jig table, the input value will not effect
the cleaning operation as long as the
cleaner (CX1003) is not on the jig table.
Input any desired value as the movement
of the jig table.

Moving speed 100mm/sec

The moving speed shows the moving speed during cleaning.
The moving speed is set to 100 mm/sec here.

If the cleaner (CX1003) is placed on the jig table, the X axis
(front-rear direction) also needs to be set.

The end point is set to clean the part of the tip where it could not be
cleaned only with the start point coordinate, by changing the angle
and position.

(® Perform axis movement so that the brush comes in contact with a
place that needs to be cleaned besides the start point coordinate.
When coordinate positioning is completed, the cleaning coordinate
(end point) is displayed on the current position in Fig. 7-31.

dﬂ] brush
HAKKO SOLDERING SYSTEM - JOG op @
15mm ]
: ; v axie)
i mm : : . = ELE” 7 Direction of
mm 0.000 Niflis : E D;LE- / i the tip
mm mm ; E : ]] ' :':' | (angle: 5°)
e o | 0.000 1125 : O ] @
=
i ! |
) | ‘

Fig. 7-31 Fig. 7-30



® Input the positioned cleaning coordinate determined in ® in the end point of cleaning by brush.

HAKKO SOLDERING SYSTEM - Option

Cleaning by air Cleaning by brush Other setting
Start point End point m @: End point 1 Sienal output time
X 259,470 [ 250471 SR | 250.000 S, ooofl:  Z axis lift value.
I N . M NI .| NS+~ (YT
20,000 [ 20,000 Y .
z . G0.000 B

] 1 e = ]

Cleaning time ! 3 | Cleaning time

Movine speed Ul o Moving speed

Cancel

Fig. 7-32
The Y axis is set at the position 15 mm away from - Table 7-2 (end point)
the origin and the Z axis is set at the position 120 mm X axis 250.000mm*
away from the origin. The 0 axis is set at 5°. Y axis 15.000mm
. Z axis 120.000mm
The cleaning time is set to 1 sec. 0 axi =
With this setting, cleaning is performed at the end point aX|s. - 0.000
coordinate for 1 sec. Cleaning time 1.0 sec.
Moving speed 100mm/sec
Z axis lift value. after cleaning | 0.000mm

* Since X axis coordinate is the movement of jig
table, the input value will not effect the cleaning
operation as long as the cleaner (CX1003) is not
on the jig table.

Input any desired value as the movement of the jig
table.

Input the Z axis lift coordinate of the tip
after cleaning and set its position.

@ Z axis lift coord. after cleaning f

Start position _
(0.000mm)  Y=15mm

Z=120mm

Start cleaning - - - - - } After cleaning

Fig. 7-33
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When cleaning is performed in the setting shown in table 7-1, 7-2, cleaning by brush is operated as
shown in Fig. 7-34.

Start point End point Start point

SR T
1 sec 1 sec 1 sec
Fig. 7-34

After setting is completed, click “write to dev” and the setting is written to table-top type robot
(IAl-made TTA-A4 series). If you do not intend to fix this setting, click “Cancel”.

® In the Option screen, beside the cleaner (CX1003) Table top type robot
included in the set, air cleaner could also be set. (IAl-made TTA-A4 series)
See Fig. 7-35 for wiring of the air cleaner from
the table-top type robot (IAl-made TTA-A4 series).

AIN Vs Vs BIN
Cleaner
(CX1003)

Ex) Using both cleaning by air and cleaning by brush

Clicking “Cleaning” on the top screen (Fig. 7-36) or pressing the “CLEANING” button (Fig. 7-37) of the
table-top type robot (IAl-made TTA-A4 series) will perform both cleaning in the order of

cleaning by air =cleaning by brush.

g 16
7
mm 8
19 PAUSE STOP
mm — —
mm = = 20
dee i
—_— 22
Moving speed Al i, 25 P ]
ORIGIN C EANING
Solderine speed B mm 24 ! !
Moving speed after end point mm, % : ! CLEAN'NG button
mm |
1o v e [ |
Fig. 7-37



Ex) Setting cleaning by each point

Selection of cleaning by air and/or cleaning by brush for certain point are possible in the Edit point screen.

See p.82 of “8 Select the type of cleaning and timing” in “7-4-1 How to set PS(point soldering)” in
“7-4 Creating soldering program”.

Ex) Setting cleaning by brush only

Input 1 second to the “start point” and “end point” of the cleaning time of Cleaning by brush.
Input “0” to the “start point” and “end point” of the cleaning time of Cleaning by air.
Cleaning by air will be canceled with this setting. (Refer to Table 7-3 for cleaning time.)

HAKKO SOLDERING SYSTEM - Option

Cleaning by air H Cleaning by brush H Other setting

Start point End point H F End point H Sienal output time
'

' = - mim
_ 20.000 R 20000 [T Z axis lift coord.
N after cleaning 0.000 A
z 0,000 R 0,000 NS ;

] [ | : 8

Gleaning time

Movineg speed Moving speed
'

Fig. 7-38
Table 7-3
Start point End point
X axis 259.470mm 259.471mm
Y axis 20.000mm 20.000mm
Z axis 60.000mm 60.000mm
0 axis -1.000° 1.000°
Cleaning time 0.0 sec 0.0 sec
Moving speed 100mm/sec 100mm/sec

If AIN and BIN is connected opposite in the wiring shown in Fig. 7-35, cleaning by brush will operate
with the cleaning by air setting, and cleaning by air will operate with the cleaning by brush setting.
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7-4 Creating soldering program

The following explains the steps to create a soldering program using
the sample board (2 pieces) shown in Fig. 7-39 in order of Table 7-4.

80mm
(Y axis)

[ 5mm .. . [ 5mm
* Interval @ ¢ 1|1 oo Interval .
Forpont
54 32 1 14 1312 11 10

For drag

5 solderingmaaaaa HAAHEA QOOAAMARARA

15

18 16

FEEEEEEEEEE

HHHHHH&HHH
©
\‘
BEEEHHEEE
QAHAAAAAAAT

17
EHHHH HHHHE EHHHH HHHHE
25mm 25mm

P.W.B. No.1 ! P.W.B. No.2

& +» © @ + <+  + © | »

Fig. 7-39

Table 7-4

Order Types of soldering P.W.B. No.
PS (point soldering)
PS (point soldering)
PS (point soldering)
PS (point soldering)
PS (point soldering)
DS (drag soldering)
DS (drag soldering)
DS (drag soldering)
DS (drag soldering)
PS (point soldering)
PS (point soldering)
PS (point soldering)
PS (point soldering)
PS (point soldering)
DS (drag soldering)
DS (drag soldering)
DS (drag soldering)
DS (drag soldering)
Eject

—_

NINININININININDIN|I= =222~~~

slalzlalalzlalp]z|a|e]|e|~|o|a]s|o|n |-




Using the sample P.W.B No. 1 in the previous page, how to program is explained in
order starting from the PS program setting of the first point.

7-4-1 How to set PS (point soldering)

HAKKO SOLDERING SYSTEM Ver. *** - Device communicaticn mode - X

Mode ~ Setting

| Dpate [Jru2siziai028s2 G| Memo |

2w v m g1 _er Ve S Mwircgeed Fogan popg Uk gt

HAKKO SOLDERING SYSTEM — T T T e T T - -

START STOP Ll

0.000 0000
1000 0000 o
0000 1000 n
1000 0000 2
0000 1000 .
0.000 1000 "
1000 0000 1
Lo L

Gurrent pos 1 - 17

Moving speed after end point 2%

Z axis lift coord

[y | [ poste | [ peet [k | dwmpwa [ [ G ]
—
Fig. 7-40

At first, check that all devices are correctly connected and powered ON.

See p.51 of “5-3 Connection with PC” and p.52 of “5-4 Connection with HAKKO FU-500
and external devices” in “5. Installation and connection”.

Boot up the PC and insert the license dongle into the USB connector.

Start up the Easy Programming Software. Click “Connect” and perform return to origin.

@ Click “JOG op” to open the JOG operation screen. 70mm
(Y axis)
. : L *
(@ Double-click the 1st line to open the “Edit point”
screen shown in Fig. 7-42. ©000n
It is also possible to create by selecting an arbitrary line.
N gaaaaaaaaaaag ;<§
= = X |3
= = 213
: + = 3
NOTE: R L
If programs are written in the 1st and 3rd lines,
even if performing program operation from the B
1st line, the program in 3rd line does not operate. P.W.B. No.1
S(lelect the 2nd line with no program written, and - - N +
click delete.
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HAKKO SOLDERING SYSTEM - Edit point

UL Proeram No. _El
[l mm Work origin _EI
mm i B Gleanire by air [l Claan v brush

deg deg Q Befo ine @ Af ring

Move back to [e] t point @ 2 |ift
LfO setting Display BUENGEEE T

Moving speed - Z axis lift coord _ m

Solderine speed

Moy ing speed
after end point

Fig. 7-42

® Input a name for part to be soldered in the Point name.

@ Select “PS” for Soldering mode.



* Setting the end point and start point of the first point. (PS)

(® Determine position of the end point coordinate.
The end point coordinate of PS mode is the soldering points . @

131mm
(Z axis)

(secondary and tertiary solder feeding positions of HAKKO
FU-500).

<=

Align the tip to the soldering position using the JOG

operation screen.

(1) Move the tip close to the soldering point using mouse Zomm .
operation. (Y axis)

(2) Uncheck the “Perform Z axis lift when moving
horizontally” on the top screen. &

Direction of iron tip »l«
+ (Angle: 90°)
v

4
+
+

NOTE: -
If the checkbox is checked ON, it will perform Z axis lift
every time when there is a move to X, Y and 0 axis,
making it impossible to perform fine adjustments. +
See p.62 and p.63 of “7-2-1 Basic JOG operation” in
7-2 JOG operation” for details on Z axis lift.

(sixe X)

wwet L

+ ©
+

P.W.B. No.1

+ + © + o+ 4

©
+

Fig. 7-43

(3) Align the tip to the soldering HAKKO SOLDERING SYSTEM - JOG op

point by performing fine
adjustment. mm [ I
dee ndez '
Low | Mid

Fig. 7-44
) ) ] HAKKO SOLDERING SYSTEM - Edit point
® Click “End point” on the Edit
. (o |1 Peomtname|
point screen. e
Character Of “End po|nt” tu rns red’ m I End point I Soldering mode [N Nl N0

showing that end point is active for
edit.

@ Click “Use current pos”.

Display N
Inputting values of the end point I I
coordinate positioned by JOG I
operation in ® is completed by the .

above-mentioned steps.
.

Fig. 7-45

7



(9 Determine position of the start point coordinate. The start point el
coordinate of PS mode is a position for pre-soldering (primary 5 3
soldering of HAKKO FU-500). Set the pre-soldering (start point) N
close to the soldering point (end point) so that the flux and solder B SR — 4 ©)
does not deteriorate. Lﬂ'ﬂ'ﬂ'ﬂ'ﬂJ

Align the tip to the pre-soldering position using the JOG

operation screen. |

(1) If the check box of “Perform Z axis lift when moving 70mm |
horizontally” is checked OFF from setting the end point (¥ axis)
coordinate, continue to perform fine adjustment.

Direction of tip J,
(Angle: 90°) —
+ +

0.
If the check box is checked ON, uncheck it. oosse | By
Using the mouse operation of the JOG operation screen,
adjust the position of the tip to pre-soldering point. * I 9+ *
+ X[z +
HAKKO SOLDERIMG SYSTEM - JOG op (1) g (3‘" @
; : * lewbNo1 ISP
Y e : N . v Jd e
it il : E
] Hove Fig. 7-46

e [0 I - |
-

Fig. 7-47

HAKKQ SOLDERING SYSTEM - Edit point

Pomtpamel

OFs @D @ Mone
| mm W Cleani ! ai C
. (o]

dee = Erin

LfO setting Display RULGEERE=E T
SRR 7 i iftcood |
Sodoring speed || |
ooy et ot L
after end point mim;

e

Fig. 7-48

Click “start point” of the Edit point screen.
Character of “Start point” turns red, showing that start point is active for edit.

D Click “Use current pos”
@ Inputting values of the start point coordinate positioned by JOG operation in (9 is completed by

the above-mentioned steps.



* Alternative way to set start point (Offset input)

Offset is a feature to set the start point by inputting distance values (offset amount) from the end point.

HAKEO S0LDERING 5YSTEM - Edit point

Soldering mode BUe N WIS a7

31000 HLELTLTEE [l Cleaning by air [l Cleaning by bruzh
30.000 SEER Q) Before solderine @ After soldering
QO Start point @ £ axis lift

IO szetting Dizsplay BRI

Moving speed e e £ axiz lift coord _ M

Soldering speed

Movineg speed
after end point

@ Switch
Click “switch” to switch the screen of start point input from coordinate to offset amount as
shown in Fig. 7-49.

Determine position of end point coordinate
The coordinate shown uses the example coordinate set in p.77 of “Setting the end point and start point
of the first point”.

@ Input offset amount e
Input value to offset from the end point in the “offset value”. AN
Ex) Input 5mm as offset value. \ /"
The point shown in Fig. 7-50 will be the start point. PN

Offset amount / o

The steps other than the inputting the offset value is same as (5mm)
p.77 of “Setting the end point and start point of the first point™.

NOTE:

Only the moving distance from the end point could be set in
offset input. If the tip contacts other surrounding components using Fig. 7-50
this offset setting, switch to coordinate input. Coordinate input allows
fine positioning of the tip by inputting values to each axis (XYZ0).

/A CAUTION
Offset input could not be done other than PS (point soldering) mode.




HAEKO SOLDERING SYSTEM - Edit point

o I Weontnemel

m m m Soldering mode N e N
0 - c o

® 0 @ Mone

Move back to NelEiEENanl v

LD setting TE BT iithout zetting
Moving speed . 3 £ axis hft coord _ i

boldering speed

Moving speed
after end point

e

Fig. 7-51

Select the solder feeding program No. of HAKKO FU-500
For HAKKO FU-500 program setting method, see “@Selecting Program Set” of “6. Operation”,
HAKKO FU-500 Instruction Manual. Select No. 00 here.

/\ CAUTION

When setting the HAKKO FU-500, it is necessary to set the parameter setting of “S-U Mode (Selecting
a slide unit connection mode)” to “Ext Mode (external)” in advance. For further details, see the
“@Selecting Parameter Set” of “6. Operation”, HAKKO FU-500 Instruction Manual.

@ Select the work origin.

When running the soldering program, the values set in the selected work origin are offset. Select work
origin 1 here. (See “>Work origin” on Page 80 for example of use.)

HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode

Mode ~ Setting

HAK(D ame | Date |2n2n/12/u|uzxaz Dvl Memo |

Maving  Soldering  Moving sp
HAKKO SOLDERING SYSTEM “ i 1 x Y2 z 91 02 loving

sed | Frogram Wiork. ~
cpeed | speed  afterend point Mo P05 Qg Clea

Work origin
(20 lines)

Fig. 7-52




— *Work origin

With reference to the origin of the robot (IAl-made TTA-A4 series), it is possible to run the program by
offsetting the input values.

Example of use)

(D When same three P.W.B.s are arranged as shown in Fig. 7-53, measure the distance between the

the 1st PW.B. and the 3rd P.W.B.. Set the work origin of the P.W.B. No. 1 to (X coordinate: 0
Y coordinate: 0).
(@ When the distance between the reference points is the values in Fig. 7-53, input values to the work

reference points of the 1st P.W.B. and the 2nd P.W.B., and the distance between the reference points of

origin 2 and 3 as in Fig. 7-54. By setting the work origin, the program for the 1st P.W.B. can be used.

80mm Distance between PW.B. No. 1 and P.W.B. No. 2
(Y axis) - .
Work origin
* 00000 00000 i ¥-coord Y-coord -~
S Q . - Rz ogoo| 8 n_.uu_u|_ !
A PW.B. No. 1 PWB.No.2 | 100.000 g0.000 ||
. v+ @ >—0 K AT pooa[ T T T T noon|”~
v e e e s soo0e |, 0.000 0.000
e @ ﬁ - 0.000 0.000
o e i 0.000 0.000
. e+ . . |PwBNo3 0000 ]
nnnn MAnn |
Distance between P.W.B. No. 1 and P.W.B. No. 3
Fig. 7-53 Fig. 7-54
(3 After completing creating soldering program for P.W.B. No. 1, HAKKO SOLDERING SYSTEM - Paste

copy the soldering program for P.W.B. No. 1. When pasting the
copied program, a dialog window will open asking for the

work origin (see Fig. 7-55). In case of PW.B. No. 2, select work
origin 2, in case of P.W.B. No. 3, select work origin 3.

Fig. 7-55

@ Clicking the “START” button performs soldering of the P.W.B. No. 2
and P.W.B. No. 3 at the same position as the P.W.B. No. 1 with input values offset.

/A\ CAUTION
Settable range of work origin are 0 to 400 mm on both X axis and Y axis. Note that values
cannot be set in negative direction from the reference P.W.B..

]

O, . X,

Reference point * * *

L R Y
L Y

+ LR R 4, + LR R Y Reference point

]

(]

Fig. 7-56
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HAKEO SOLDERING SYSTEM - Edit point

o | I

125.000 mm 131.000 m I

90.000 B deg 90.000 8% deg :

IfO setting RTE ETEl ifithout setting

Moving speed | [ 7 axis lift coord f [
Soldering speed | )

ooy ond poot ||

after end point i

e

Fig. 7-57

Select the type of cleaning and timing.

Select the cleaning type depending on the cleaner connected, and select the timing when
to perform cleaning.

Check the check box of the type of cleaning used. It can be selected from air or brush,
and also both types can be selected.

If the check box of Cleaning by air and Cleaning by brush is both checked ON, the cleaning is performed
in order of cleaning by air—cleaning by brush.

The timing to perform cleaning is selected either before soldering or after soldering.

Since this is setting the first soldering point now, cleaning by brush before soldering is selected.

Clicking “Cleaning” on the top screen or pressing the “CLEANING” button of the

table-top type robot (IAl-made TTA-A4 series) will perform both cleaning in the order of

cleaning by air —cleaning by brush.

Setting of the cleaner is set from the menu in the top screen, select Option in Setting menu.
See p.69-73 of “7-3 Setting the cleaner (CX1003)” in “7. HOW TO USE” for details.



HAKKO SOLDERING SYSTEM - Edit point

Soldering mode [Ne]

149.000 SO
70,002 s

Uze current pos

Moving speed

Moving speed
after end point

I
Soldering speed _ i
I

T,
Move back w

[0 setting Display
£ axis lift coord _ mm

Fig. 7-58

Selection of movement destination after end point (Move back to)
The movement after end point (after soldering) is selected from start point or Z axis lift.

Ex) W

hen start point is selected.

When “Start point” is selected, the tip is moved to the start point coordinate after soldering
(See Fig. 7-59).

Start point

coord

inate

— —

125mm
(Z axis)

145mm
(X axis)

End point
coordinate

Start point
coordinate

125mm
(Z axis)

131mm
(Z axis)

7

?

149mm 145mm
(X axis) (X axis)

Fig. 7-59
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]

mm ] ing by air
dee (o]

ering @
Move back to [ ]
1/0 setting Display

Moving speed after end point

£ axig lift coord

Adjust tip pos
mim mm

Fig. 7-61

Fig. 7-60

Ex) When Z axis lift is selected

When “Z axis lift” is selected as in Fig. 7-61, the tip is moved to the Z axis lift coordinate
(set in the top screen, see Fig. 7-62) after soldering.

Z axis lift
coordinate

75mm
(Z axis)

End point

Start point
coordinate

coordinate

125mm
(Z axis)

131mm
(Z axis)

!

149mm

145mm 149mm
(X axis) (X axis) (X axis)

Fig. 7-62

Soldering speed it

mm




i B Cleaning by air Cleani

dee O EBe

Move back to N BSEERT
1/0 settine Display R/

Fig. 7-63

Ex) When setting individually

Current pos

mm

mm

Soldering speed
Moving speed after end point m mh
=

Z axig hit coord

. T Imm ITm

Fig. 7-64

When values are input in the Z axis lift coordinate on the Edit point screen as shown in Fig. 7-63,
the tip is moved for the values inputted in the Edit point screen.

Regardless of the check box “Perform Z axis lift when movi

ng horizontally” on the top screen as shown in

Fig. 7-64 is ON or OFF, the value in the Z axis lift coordinate of the Edit point screen as shown in Fig. 7-63
are given priority, and performs Z axis lift on the point with value input.

/A CAUTION

If “Perform Z axis lift when moving horizontally” on the top screen is checked OFF and there is no
value input in the Edit point screen, the Z axis lift is not performed and may be dangerous.

When running the program, always check the check box ON for “Perform Z axis lift when moving
horizontally”, or input Z axis lift coordinate in the Edit point screen.

/A CAUTION

Since it is necessary to press the tip against the soldering
points, it can damage the components/board depending
on their shapes when performing Z axis lift.

Select either Z axis lift or start point coordinate,
whichever is appropriate with consideration of

shapes of components, etc.

Tip
Press contact Z axis lift
Tip f
<+ —_
S 2 Peel off
Fig. 7-65
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HAEKKO SOLDERING 5YSTEM - Edit point

o I

m m m Soldering mode S RZERN NN NG

126 000 S 131.000 [ B Cleaning by air ¥ Gleaning by brush
O Start point @ Z 2

deg O EBefore i @ At

LfO =zetting Display RUGGEIGE:

Soldering speed

Moving speed
after end point

Fig. 7-66
Set the “Moving speed”, “Soldering speed” and
“Z axis coord”.
When values are input in the “Moving speed”,
“Soldering speed” and “Z axis lift coordinate” of the
Edit point screen, the setting here is given priority -

than the settings on the top screen (See Fig. 7-67). . Gleaning
deg
Even when “Perform Z axis lift when moving

horizontally” on the top screen is unchecked, | 500)
if values are input in the Z axis lift coord on the Edit T
point screen, Z axis lift is performed. BT

v £ axis lift coord Qo0 JE
Moving speed | (Settable range: 1 to 800 mm/sec) Ferform 7 b e e el

Set the moving speed of each axis between points.

mim

mm ORG ret

[TIIT T

|Soldering speed |(Settable range: 1 to 800 mm/sec)
Set the moving speed between primary and secondary soldering.

|Z axis lift coord |(Settable range: 0.000 to 150.000 mm)
Set the coordinate to prevent tip from coming into contact with projecting parts on work during horizontal
movement. The Z axis moves usually after movement of X, Y, 0 axes.

NOTE:

If the checkbox is checked ON, it will perform Z axis lift every time when there is a move
to X, Y and 0 axis, making it impossible to perform fine adjustments. See p.62 and p.63 of
“7-2-1 Basic JOG operation” in “7-2 JOG operation” for details on Z axis lift.

Here, no value is inputted, and the value in the top screen is reflected.

@ Clicking the “OK” completes the soldering point setting at the 1st point.
86 If you do not intend to fix this setting, click “Cancel”.



* Setting from 2nd to 5th points (PS) 70mm__,
(Y axis)
@ Following the procedures of the 1st point, + [ ?nTen:val' ——
create program for the 2nd through the 5th point.
5432
N gaaaaaaaaaaag
Here, change the setting in each point as below. * - — H
3rd point: moving speed to
4th point: Z axis lift coordinate to|50.000mm N
5th point: check cleaning by brush and select PW.B. No.1
after soldering. —
+ + + +
Fig. 7-68
HAKKO SOLDERING SYSTEM Ver. *.** - Device communication mode - X
Mode  Setting
o o D I B C N B |
HAKtlnglm(Nfég N o | Y1 21 ¥ v 2 g1 gy Movine  Sollerine Mowne speed - Prosam psyps Wk o Z;thISA.:
(3 1
i e N W N TR TR W aw ||
m SO © G o won s o] soom oo e e !
X—cuurdw‘"k = -coord ~ ; ‘
» 8
9
1 *"1
1 <
12
13
14
15
16
Current pos :;
"
Gleaning 21
2
Moving speed a3
Soldering speed 24
25
26
a7
Gopy | Paste | Dsert || Delete | Jumpte [ | Go |
Fig. 7-69
Table 7-5
X1 Y1 Z1 X2 Y2 Z2 01 62 Moving | Soldering Program | PS/ | Work Z axis lift Cleaning
Start pt | Start pt | Start pt | End pt | End pt | End pt | Start pt| End pt | speed "' | speed | coord "1
(mm) | (mm) [ (mm) | (mm) | (mm) | (mm) | (deg) | (deg) [mm/sec)(mm/sec) No. | DS |Origin| (mm)
1 145 70 125 149 70 131 90 90 100 30 0 PS 1 75.000 |Before
2 | 145 65 125 149 65 131 90 90 100 30 0 PS 1 | 75.000 -
3 | 145 60 125 149 60 131 90 90 507 30 0 PS 1 75.000 -
4 | 145 55 125 149 55 131 90 90 100 30 0 PS 1 §50.0007f -
5 | 145 50 125 149 50 131 90 90 100 30 0 PS 1 75.000 | After

*1 When value is not set in the Edit point screen, the value in the top screen is reflected (See Fig. 7-69).
*2 When value is set in the Edit point screen, the value in the Edit point screen is reflected (See Fig. 7-69).

(2 After creating program to the 5th point, the top screen will be as Fig. 7-69, showing setting of point

soldering to the fifth line.
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Further on from program line 6, creating program of the first point for
drag soldering is explained.

7-4-2 How to set DS (drag soldering)

HAKKO SOLDERING SYSTEM Ver " - Device communication mode - X
Mode  Setting
HAK(D Name I bate [a20/12714 102842 [+ | Memo | :
HAKKO S0LDERING SYSTEM Y1 z1 xa 2 2 g1 g2 Movig  Solderre Novne ceeed PREAT PS/DS MK ki Z‘T‘éﬁ .
1 0 145000 0 131000 80000 80000 ] PS
2 125000| 149000 65000 131000 90000 90.000 0 i 1
3 B0.000 125000 149000 60000 131000 900000 90000 50 1] Ps 1 50000
W En 4 E5000 125000 149000 55000 131000 800000 90000 ] PS 1
o e gl el paan el seesnl el T T T e 1 T e T L
Work origin § L @
Yecoord V-coord ) [ e et ettt e Syt e B
b 8
s
10
1
12
13
14
15
16
Current pos 17
i 18
mm 19
u
o | dee g
22
Moving speed ”
Solderine speed 2
5
”
2
% Perform Z axis lift v ing harizontally o v
- " < b4
[ Com |[ Potn |[ oot | [ Doleta | dumpto [ ][ S ]
Fig. 7-70
; “« ’ ;
@ Click the “JOG op” to open the JOG operation screen.
(2 Double-click the 6th line to open the Edit point screen shown 75Smm
. L]
. . 1
in Fig. 7-72. (Yaxis)
1
i
1
|
T
_¢_ 1
i
1
i
©0 !
i
|
1
|
ARAAAARAAAR ~~ " A
5 o 6 -
= o
= &
= &
= &
= &
= &
o = —~|
s = = X|lo
= RN R3Y
HHEEHEEHEEN x |3
i i =,
»n
_2smm 1 L3
\ \
P.W.B. No. 1




HAKKO SOLDERING SYSTEM - Edit point

Switch (End point
I N - . O Bef
°

/0 setting Display BULE
Moving speed - Z axis lift coord _ i

Soldering speed

Movineg speed
after end point

3 Input a name of part to be soldered in the Point name.

@ Select “DS” as soldering mode.
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* Setting the start point and end point of the first point. (DS)

(5 Determine position of the start point coordinate. The start point
coordinate of DS mode is the position of drag soldering point £
(secondary and tertiary solder feeding positions of HAKKO §
FU-500). Using the JOG operation screen, move the tip to the -
start position of drag soldering of the work (Fig. 7-73).

Align the tip to the start position of drag soldering using the

JOG operation screen. | ]
(1) Move the iron tip to the drag soldering start position

by mouse operation. o . m
(2) Uncheck the “Perform Z axis lift when moving !

horizontally” on the top screen. /* |

) Direction of iron tip Jr
NOTE: (Angle: 90°)

If the checkbox is checked ON, it will perform Z axis lift -
every time when there is a move to X, Y and 0 axis,
making it impossible to perform fine adjustments.

See p.62 and p.63 of “7-2-1 Basic JOG operation” in -
“7-2 JOG operation” for details on Z axis lift.

(3) Perform fine adjustment to align the iron tip with the
soldering point.

HAKKO SOLDERING SYSTEM - Edit point

e
E|S i"_‘] (End point | @Fs ODS @ Nome
165.000 mm_ mim _gl
mm _ mm W Cleaning by air Cileati
_ deg O Be it

/0 setting DI BV Wiithout settine
Moving speed R £ axis hft coord _ it

Soldering zpeed

Moving speed
after end point

Fig. 7-74

® Click the “Start point” on the Edit point screen.
Character of “Start point” turns red, showing that start point is active for edit.

@ Click “Use current pos”.

Inputting values of the start point coordinate positioned by JOG operation in 5 is completed.




(9 Determine position of the end point coordinate. cl=
The end point coordinate of DS mode is the position of El%
drag soldering point. Using the JOG operation screen, 2N
move the tip to the end position of drag soldering of the work. X

Align the tip to the end position of drag soldering using
the JOG operation screen. B
(1) If the “Perform Z axis lift when moving horizontally”
on the top screen is unchecked during setting of end (752)?3) :
point coordinate, continuously perform fine adjustment. ;

If it is checked, uncheck it again. Align the tip to the end + | S
" . . . Direction of iron tip J,

position of drag soldering using the mouse operation on (Angle: 90°)
the JOG operation screen. .| e e .
+ X § © +

Click “End point” on the Edit point screen. % g
113 el . . . + Z & +
Character of “End point” turns red, showing that end point is PW.B. No. 1

active for edit. . + © + + 4 © +

() Click “Use current pos”. Fig. 7-75

@ Inputting values of the end point coordinate positioned by JOG operation in (9 is completed.

HAKKO SOLDERING SYSTEM - Edit point

(ho. 5 -
i 0 o DS . MNaone
130.000 {7 B Cleaning by air ¥ Cleaning by brus

o arns |
a /0 setting

Movine speed B £ axis lift coord _ e

Soldering speed

Moving speed
after end point

Fig. 7-76

@3 For setting of “Program No.”, “Work origin” and “Cleaning”, see p.75 of “7-4-1 How to set PS (point soldering).
Also for DS (drag soldering), set the cleaning of 1st point before soldering.

When DS is selected for soldering mode, only “Z axis lift” could be selected as a movement destination
after end point (Move back to).
When drag soldering, the coordinate input in the Z axis lift coordinate is the position of primary soldering.
The standard position of the Z axis lift coordinate can be set in the Z axis lift coord in the top screen.
When setting the Z axis lift by each point, input value to the Z axis lift coordinate on the Edit point

91
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HAKEQ SOLDERING SYSTEM - Edit point

o o BPentneme|

Fa 130,000 B 130.000 N Cleanine §| Y i
q0.000 BLES 90.000 BE[EE QO Bef ring @ Aft

Z axis lift coord _ it

Moving speed
after end point

Fig. 7-77

@5 When changing speed of drag soldering by each point, input value to the soldering speed in the Edit
point screen

Tip
10mm/sec

—>
HHAAAAHAAAA

Click “OK” and complete one setting of DS (drag soldering).
If you do not intend to fix this setting, click “Cancel”

@ The basic soldering speed of drag soldering can be g
set by the soldering speed in the top screen.

mm

mm

mm

dee

Tip

30mm/sec Moving speed

ﬁ Soldering speed

Moving speed after end point

AAAAARAAAAN

Perform % S Mo ho

Mm mm mm

Fig. 7-78




80mm

» Setting from 2nd to 4th points (DS) (Y axis) |
(D Following the procedures of the 1st point, create DS & '
drag solderin rogram for the 2nd through the 4th point. :
(drag g) prog 9 P ;
AAAAEEEEEEE @ :
o 1
o 1
; = = aaaaaaaaaaa'
4th pOInt E E 2nd pOint & e T A
= = = =
= = 7 &=
L E L = = |
— + E 8 E > 3
Q
) GEEEEEEEEEL % |3
3rd point 1 1 E
: 25mm : N~—"
o . +»
Here, change the setting in each point as below.
. . P.W.B. No.1
3rd point: moving speed to [50mm/sec
4th point: Z axis lift coordinate to [50.000mm + % © + +
4th point: check cleaning by brush and select Fiq. 7-79
. | R -
after soldering. 9
HAKKO SOLDERING SYSTEM Ver. *.* - Device communication mede - X
Mode  Setting
{n Name | | Date 2020712714 10:28:42 ET' Memo |
HAKE‘S&EIRI(NG SYSTEM 2o v Lz ] 81 _82 _"i';f‘ﬁi _SD“‘E_ZTi _,"‘l?;’ffj_"ffi, _Pm“iam_ PS/08 _y\@i_ Goenine, i‘ajw_ﬁ
1 25000 148.000 700002 131000 a0.000 40,000 0 Ps 1 *BC 1
ad file ave file ite to dev 2 125000 125000 65.000| 131000 40,000 40,000 0 1
3 G000 | 125000 126000  GO000, 131000 900000 90000 &0 0 Fs 1 :
ntroller ready 4 S5.000| 126000 126000 55000 131.000| 90000 80000 0 PS 1 50000
- i 5 60.000| 125.000| 126.000 G0.000| 131000 900000 90000 0 Fs 1 BCH !
Work origin ] G0.000| 130000 165000 76.000| 130000 an.0on a0.000 10 0 DS 1 *BC !
wecoord “Y-coard 7 80.000| 130000 185000 80.000| 130000 0.000 0.000 10 0 DS 1 1
Y 1 8 75.000( 130000 200000 50000, 130.000| -90.000 -90000 &0 1n 0 DS 1 1
2 0.000 80,000 45.000 | 130000 170000 45.000| 130.000|-180.000 -180.000 _I[I 0 DS 1 BC* w 1
K 100.000 80.000 -“-----------______“---h-‘-----------1-'--
4 0.000 0.000 n N\
5 0.000 1000 12 A
] 0.000 0000 13
7 0.000 0.000 " —_—
3 15
q 16 *2
Current pos - 17
"
;
0
:
......................... 22
Moving speed 23
. Soldering speed 24
1 Moving speed after end point 1 25
Z axi ift coord *
27
-------- a0 . . . 5 o
o - | Gopy || Paste | Inset || Delete | dumpto [ | Go |
Fig. 7-80
Table 7-6
X1 Y1 Z1 X2 Y2 Z2 01 02 Moving | Soldering Program | PS/ | Work Z axis lift Cleaning
Start pt | Start pt | Start pt | End pt | End pt | End pt | Start pt|End pt | speed ' | speed | coord "
(mm) | (mm) | (mm) | (mm) | (mm) | (mm)| (deg) | (deg) |(mm/sec) (mm/sec)| No. DS | Origin (mm)

165 50 130 165 75 130 90 90 100 1072 0 DS 1 | 75.000 | Before

6

7 | 170 80 130 | 195 80 130 0 0 100 1072 0 DS 1 | 75.000 -
8 | 200 75 130 | 200 50 130 -90 | -90 507 1072 0 DS 1 | 75.000 -

9 | 195 45 130 | 170 45 130 | -180 | -180 100 10 0 DS 1 |50.000%| After

*1 When value is not set in the Edit point screen, the value in the top screen is reflected (See Fig. 7-80).
*2 When value is set in the Edit point screen, the value in the Edit point screen is reflected (See Fig. 7-80).

(2 After creating 4th point of DS soldering, the top screen should show lines filled in to the ninth line as
in Fig. 7-80, showing setting of point soldering and drag soldering.




Next, applying the same program to plural P.W.B.s is explained.

7-4-3 Copying the soldering program

When two P.W.B.s are arranged on the conditions shown in Fig. 7-81, the soldering program
for the PW.B. No. 1 can be applied to the P.W.B. No. 2.

80mm

| (Y axis)

Smm |, Smm ., |,
+ interval . 1 10 Interval 1 10
©06B© Forpart
54 321 14 13 12 111 10
EAREAHAAAAN ERARANAARTH
+ = 6| g‘ =L 15 =
T =g | 7= § ) B R E (an 1
+ = = |3 &= T = |3
HEHEENEREEH HEHHEMEREEH
i 25‘m 1 ; 25‘m 1
.(%).
P.W.B. No. 1 P.W.B. No. 2

| |
+ % © @« + + © @+

(D Set the work origin. The work origin for the P.W.B. No. 1 is in line 1 (X coordinate: 0, Y coordinate: 0).

HAKKOQ SOLDERING SYSTEM Ver. *** - Device communication mode — X
Mode  Setting
HAK(D i e Hame §  Date 2020412714 10:2342 57| Memu.l
HAKK SOLDERING STSTEM ¥ ¥ zi ¥ 2 2 o1 gy Moving  Solerie  Movine peed | Frogam pgyps Mok clea®
vl
i | e | [ Toea ||mmnes 2 145002 66.000| 125000 125000 65.000| 131000 00.000] 90.000 0 PS 1
3 145002 BO0O00| 1250000 125000 6B0000| 131000 40000 80000 a0 0 PS 1
4 145002 55000| 125000 125000 S55000| 131000 40000 40000 0 PS5 1
START =1oF 5 145002 50000| 125000 125000 50000| 131000 00.000] 90.000 0 PS 1 BC*
Work origin § 165000 S0000| 130000 165000 75000| 130000 40000 80000 10 0 DS 1 *BG
T rva— r— —1 170000 80000| 130000 195000 80000| 130000 0000 0.000 10 0 05 1
== i 200000 75.000) 130000 200000 60000| 130.000] -30000| -90.000 50 10 0 05 1
9 195000 45000| 1300000 170000 45000| 130000 180000 -180.000 10 0 DS 1 BC*
10
1"
12
13
14
15
16

Gurrent pos 17
18

mm

mm 2
2
Moving speed P
Soldering speed y %
Movine speed after end point y %
26

Z axis lift coord
27

Z Iy

Per

< >

ol | o | e | b || e | dumto| | G |
Fig. 7-82




(2 The distance between the P.W.B. No. 1 and

80mm

P.W.B. No. 2 is 0 mm in X axis direction and ‘ (Y axis) ‘
80 mm in Y axis direction.
Input these values in the work origin 2. 000
AHARAAAARAR AHAAAAAARAR
Work origin % E % E
¥-coord ) k= ) o ) = ) § T
EEEEEE EEEEEE HHHEH EEEEEE
P.W.B. No. { P.W.B. No. 4

CGurrent pos

® Select from line 1 to line 9

+ © | + + + © | +

Fig. 7-83

(Click line 1 and line 9 while pressing the SHIFT key of the keyboard, or click and drag up to line 9.)

@) Click “Copy”.

HAKKO SOLDERING SYSTEM Ver. "™ - Device communication mede
Mode  Setting

| pate  [a020012714 102842 @+ | Memo |

HAKCO

HAKKO SOLDERING SYSTEM

START STOP L e

Work origin
H-coord

Y-coord

Mavine Frogram Work
after and nnint L) PS/D5 nrigin

Moving speed

Soldering

Gurrent pos

mm

mm ORG ret

mm

Moving speed
Soldering speed

Movine speed after end point

Z axis lift coord

i Perform Z axis lift whe

x|

Paste | Insert || Delete |

Fig. 7-85
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HAKKO SOLDERING SYSTEM Ver. "™ - Device communication mede - X
Mode  Setting
N Dat 2020/12/14 102842 [0~ | M
HAKG@ [ r— — L=
Maving  Soldering  Moving speed  Program Work ~
HAKKO SOLDERING SYSTEM H i B i ik - i B2 peed  cpeed  sfterendpoint Mo P05 crign O
1 195002 70002) 126000] 1a9000) 7ouuz| veroo0] gooon| sonoo i PS 1 B0
Read file Read from dev 2 145002| 65000 125000 125000 65000| 131000| 90000 80000 0 PS 1
8 145002 60000) 125000] 125000 60000| 131000) Sooo0| 80000 50 i PS 1
N ' 145002 56000) 125000] 125000 65000| 181000) S0000| 90000 0 PS 1
START STOP .
5 145.002| 50.000) 126.000] 126000 60.000| 181.000) g0.000) 90.000 i PS 1 BOw
§ 165000 50.000) 130000 165000 75.000| 180000) 90.000) 90.000 1 i DS 1 *BO
— 7 170000 80000) 130000 195000 B00D0| 130000) 0000|0000 10 i DS 1
i 8 200000) 76000| 130000 200000 50000] 130000| -g0000] -90000 50 10 i DS 1
. T o il vonmnn| wannon| _seann | 1ananal -tonan | _venann m e o
2 1000 80000 by = "=
000 000 I’ n
# L e e e e e oo e oo e e g e ST |
' 1000 1000 "
5 0.000 1000 12
& 0.000 1000 18
7 0.000 1000 1
& 0000 0000 1
18

Gurrent pos

Ex B

mm 18

1
o |

mm 0
2
Moving speed s
Soldering speed 3 24
Moving speed after end point mmé %
26
Z axis lift coord
7
Perform ift when mo "o v
~ . < >
P
o - | Gopy |l| Paste L| Inwert || Delete | Jumpto [ |

© Fig. 7-86

® Click line 10.
® Click “Paste”.
@ A window dialog will open. Select work origin “2”.

Click “OK” and copy is completed.
If you don’t want to copy, click “Cancel”.

HAKKO SOLDERING SYSTEM - Paste

HAKKO SOLDERING SYSTEM Ver, * - Device communication mode - X
Mode  Setting
N 1 Daty 2000/12/14 10:2842 [~ | M
HAKWO | == No. 1 — e
\ . Moving  Soldering  Moving speed | Program Work: ~
HAKKO SOLDERING SYSTEM ‘ : z1 "2 2 2 g1 82 et Tineedt e endmt Ve FS/08 _Clea -
I
Fead file Readfmmdev 2 145.002 126,000 1265000 131000 90.000 0 .
3 145002 60.000| 126.000| 126000 60.000 131000 90.000 90,000 50 ] PS 1
pra p u troler ' 145002 55.000| 125000| 125000 55000 131000 90.000| 90.000 0 PS 1 !
-- 5 145002 50.000| 125.000| 125000 50.000] 131000 90.000| 90.000 1 PS 1 Bc+ |
Work origin b 165000 50.000| 130.000| 165000 75000 130000 90.000| 90.000 0 1 DS 1 #6G |
— 7 170.000] 0.000| 130.000| 195000 80.000] 130.000] 0.000 0,000 0 ] 05 1 1
8 200000]  75.000] 150000] 200000] 50000] 130.000] -90.000 | -90.000 50 0 ] 05 1 |
9 1965000 6.000| 130.000] 170.000] 45.000] 130.000(-180.000|-180.000 10 I 03 1 BC* @
s
10 145002 70.002| 125000| 189000 70.002| 131000 90.000| 90.000 ] PS 2 #BG
" 145002 65.000| 125000| 125000 65000 131000 90.000| 90.000 1 PS 2 !
12 145002 60.000| 125000] 125000 60000] 131000 90.000 90,000 50 [ PS 2 !
13 145002 56.000| 126.000] 126000 56000 131000 90.000 90,000 ] PS 2 1
1 145002 50.000| 126.000| 126000 50.000 131000 90.000 90,000 ] PS 2 BC+ |
15 165000 50.000| 130.000| 166000 76.000 130.000 90.000 90.000 0 ] 03 2 Y8G |
16 170000 80.000| 130.000| 195000 80.000) 130000 0000  0.000 0 0 DS 2 |
Gurrent pos 17| 200000 75.000| 130000| 200000 50000) 130.000 -90.000| -90.000 50 0 1 DS 2 \
mm 13 195000 45.000| 130000] 170000 45.000] 130.000]~160.000|~180.000 [0 [ DS 2 BO*
— e e e e e e e e e e e e e e e e e e e e e e o e e o
19
" No.2
mm 2@ .
2
Moving speed 100.0 S 28
Soldering speed 3008000 ]
Moving speed after end point [ 50.0 ) 25
2%
Z axis lift coord 75000 [ -
i moving e v
>
P Conr | Peste [ e | Dee | dmpwo [ ]

Fig. 7-88
(9 Soldering program for two sample P.W.B.s is now completed.



Finally, ejecting the P.W.B. is explained.

7-4-4 How to set None (P.W.B. ejecting position)

The None setting is for removing the P.W.B.

moving the jig table forward.

To remove the P.W.B safely,
the following procedure set
all axes returning to origin

(See Fig. 7-89).

Z axis: Origin

(Omm)

0 axis: Origin

(0°)

AN

IR

‘%&\

N

HAKKO SOLDERING SYSTEM Ver. "™ - Device communication mede - X
Mode ~ Setting
N Dat 2030412418 112842 [0+ | M
HAK@O | — e
Moving  Soldering  Moving speed  Program Work. ~
HAKKO SOLDERING SYSTEM i i B i " - 1 B2 peed  speed  aterendpont Mo P05 grign  COled
1 15002 oo02] 125000 14soo0| ronoz| 131o00] soooo| soouo 1 PS 1 B
Read file Read from dev 2 145002| 65000 125000 125000| 65000 131000 90000| 80000 [ PS 1
1 146.002|  60.000) 125000 126000( 60000 131000 90000| 90.000 50 [ PS 1
4 145002| 55000) 125000 125000 550000 131000 9opo0| soou0 1 PS 1
5 145002 50000) 125000 126000 Sonao| 131000 9ooon| 9nonn [ PS 1 BO*
e § 165.000| 50.000] 180000 166.000| 75000 130000 90.000| 90.000 1 [ DS 1 B0
pra— pra— . 7 170000 80000) 130000 195000| souoo| 130000 oooo|  oouo 10 1 DS 1
b 0 8 200000 75000] 130000 200000) 60000 130.000) -90.000] -90.000 50 1 [ DS 1
h 2000 20,000 9 195000  45.000) 180000 170.000| 45000 130000]-180.000 |- 180.000 10 1 DS 1 BO*
s T o0 1 15002 70002) 125000 149000| 7on02) 131000 sopoo| soouo 1 PS 2 *BG
' 2000 000 1 146.002|  66.000) 125000 126000| 65000 131000 90000| 90.000 [ PS 2
5 T o0 12 145002| 60000) 125000 125000 60Noo| 131000 Sopoo| soou0 50 1 PS 2
c T o0 1 145002| 55000) 125000 125000 55000 131000 soooo| soouo 1 PS 2
; 2000 000 1 146.002| 50.000] 125000 126000 50000 131000 90000| 90.000 [ PS 2 BO*
. T o0 15 165.000| 50000) 130000 1B5000| 75000 130000/ 9opo0| 80000 10 1 DS 2 *BG
. 18 170000 80000] 180000 195.000| 80000 130000 0000|0000 10 [ DS 2
Gurrent pos 17 200000 75000 150.000] 200000 50000 130000) -90.000| -90.000 50 1 [ DS 2
@ I L I L e e
[ s
e e e e e e e e e e s el |
mm
des 2
2
Moving speed ”
Soldering speed i
Moving speed after end point %
Z axis lift coord b
b
i . v
< >
| Copy || Paste || set | Delete | dumpto [ || Go |

Fig. 7-90

(@ Click “JOG op” to open the JOG operation screen.

(@ Double-click line 19 to open the Edit point screen in Fig. 7-91 (see next page).
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(3 Select the soldering mode “None”.

HAKKO SOLDERING SYSTEM - Edit point

[ NO. § 13| Point name _
Switch [ Start point (8] End point B Soldering mode L

T o

Uze current pos

Movine speed § T

Soldering speed | [N
for et ot ||
after end point [ulii

/0 setting Display
Z axis lift coord _ mm

e

@ Position the coordinate for
ejecting the P.W.B.. Using
the JOG operation screen,
set the coordinate to the
ejecting position.

Here, the start point
coordinate is set as below
(See Fig. 7-93).

Fig. 7-91

HAKEO SOLDERING SYSTEM - JOG op

® Click the “Start point” on the Edit point
screen. Character of “Start point” turns red,
showing that start point is active for edit.

® Click “Use current pos”.

@ Inputting values of the coordinate positioned
by JOG operation in @ is completed.

0.000 Rl

Fig. 7-92

HAKKO SOLDERING SYSTEM - Edit point

Soldoring speed | [
Movineg speed
after end point _ mit

mm
mm
mm

deg

Soldering mode N |

GCleaning || |

(o]
[ Hove beck 10 [0

Z axis lift coord




Select Work origin.

HAKKO SOLDERING SYSTEM - Edit point

‘o B Beemtname|
Switon [Istor port [ nd point

Move back to

oOs
Z axis lift coord _ min

Moving speed

Soldering speed

Moving speed
after end point

Fig. 7-94

@ If the soldering mode is set to “None”, setting is completed here. Click “OK?”.
If you do not intend to fix this setting, click “Cancel”.

NOTE:
Program No. is not necessary when "None" is selected for soldering mode.

HAKKO SOLDERING SYSTEM speed speed

after end point

origin

HAKKO SOLDERING SYSTEM Ver. * ** - Device communication mode X
Mode  Setting
Daty 2020712714 10:28:42 M L
HAK@ | Lo T e
1 1 z1 Wy g 73 81 a3 Moving  Soldering  Moving speed Pruﬁéam PS/DS ok, Glear”™

1 ) 143000 7 2 40.000 80,000 i} PsS 1 *B
2 145.002 126000 | 125000| 650000 151.000| 90.000| 90.000 ] s 1
3 145002 60000 125000| 125000 60000 131000 800000 90000 50 ] Ps 1
B 1 145.002| 56000 125000) 1265000 65000 1a1000| 9o0g00| npoo [ FS 1
5 145.002| 50000 125000 1265000 G000 1&1000| 9000 0000 [ [ 1 Bo*
[ 165000 50000 130000| 165000, 75000 130000| 800000 90000 10 ] DS 1 *BG
pr— pva— " 7 170000 g0000 130000) 195000 eoo00] tsooo0| ogoo|  opoo 10 [ s 1
o1 3 200000 75000 130000| 200000 500000 130.000| -80.000 -90000 50 10 ] DS 1
3 0.000 80.000 q 195000 45000 130000| 170000 45000 130.000|-180.000 -180.000 10 ] DS 1 BC*
3 000 on 1 145002 70002 125000) 149000 7ooez tatoo0| gogeo| snpoo [ FS 2 =
n 0.000 0000 1 145002 65000 125000| 125000 650000 131000 800000 90000 ] Ps 2
p 2000 2000 12 145002 g0.000 125000) 1265000 G000 tat0o0| gogo0| snpoo 50 [ FS 2
5 000 on 13 145.002| 56000 125000) 1265000 65000 1a1000| 9o0g00| npoo [ FS 2
7 0.000 0000 14 145002 50000 125000| 125000 500000 131000 800000 90000 ] Ps 2 BC*
p 000 on 15 165.000| 50000 130000 165000 75000 1s0000| 9000 snp00 10 [ s 2 =
16 170000 80000 130000| 1850000 80000 130,000 o.oon o.non 10 ] DS 2
Gurrent pos 17 200000 75000 130000| 200000 500000 130.000| -80.000 -90000 50 10 ] DS 2
18 195.000| 46000 130000) 170000 #5000 180.000|-130.000] - 130000 10 [ s 2 Bo*
ORG ret 19 o.oon o.non 0.000 o.oon ] 1
20
:
22
Movine speed 100.0 5 23
z
erfi Z axis lift hori Iy f: v
-
o - o Copy || Paste || Dset | Delete | dumpto [ |

Fig. 7-95

The program from point soldering, drag soldering and ejecting for two P.W.B.s No. 1
and No. 2 is completed by the above steps.
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Finally, saving the created soldering program, and writing it to
the table-top type robot (IAl-made TTA-A4 series) is explained

7-4-5 Save Program and Write to device

 Saving the Program
@ Click “Save file”.

HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode

Mode  Setting

coMs_

HAKCO

HAKKO SOLDERING SYSTEM

X
| Date |2020/12/14 10:26:42 |]v| Memo |
Movine  Solderine  Moving speed  Proera Work ~
X v zl e 2 2 1 82 peed speed  aterendpont Mo /05 grigin Gl

r—— = 1 149.000 131000 400000 90000 0 PS 1
2 145,002 126000 125000 81000 80000 90000 0 FS 1
3 145002 §0.000| 126000 126000 s1.000 90000 0000 50 0 PS 1
n 4 145002 65000 126000 125000 131000 900000 90000 0 Fs 1
b 145002 500007 125000 125000 131000 900000 80000 0 PS 1 BC*
Work origin [ 165000 500007 130000 165.000 130000 900000 80000 10 0 s 1 *BG
-coord “Y-coord ~ 7 170000 80000 130000 195.000 130000 a.n0n 0.000 1n 0 DS 1
N 8 200000 75.000] 130000 200000 150000 -90.000| -90.000 50 1 0 DS 1
s T 30,000 9 195000 45.000| 130000 170000 150,000 |- 180.000| - 130,000 1 0 DS 1 Bo*
g 0.000 0000 10 145002 70002) 125000 149.000 1231000 900000 90000 0 &= 2 *BC
] 0000 noon 1 145002 65000 125000 125000 131000 900000 80000 0 PS 2
5 0000 noon 12 145002 60000 125000 125000 131000 900000 80000 a0 0 PS 2
6 1000 no0n 13 146002 65000 126000 126000 21000 900000 90000 0 PS 2
; T 2000 1 145002 50.000| 126000 126000 s1.000 90000 0000 0 PS 2 Bo*
. Lo 2000 15 165000 50.000| 130.000] 165000 150000 90.000| 90000 1 0 DS 2 =
o 16 170000 800007 130000 195000 130000 o.non o.non 10 0 s 2
Gurrent pos 17 200000| 75000| 130000 200000 130000 -90000) -80.000 a0 10 0 s 2
mm 18 195000 450000 130000 170000 130000 | -180.000) -180.000 10 0 s 2 BC*
i 1 pooo| ooon|  ooo0 0,000 0 1
mm 2
2
Moving speed o0 25
:
a
- .
| copy || Paste || hhsert || Delete | Jumpto [ | Go |

mm

(2 Select where to save file.

Fig. 7-96

® Input file name. It is convenient for searching when file name is same as work name.
@ Click “Save”. If you do not intend to fix this setting, click “Cancel”.

@

Organize » New folder

Z A
4 5.0 Favorites

B Desktop

& Downloads

%_' Recent places

I = Libraries

| Systemn Folder
| Computer

I System Folder

Betal
System Folder
4[5 Libraries
3 @ Documents
3 J’l Music
I» [&=] Pictures
I ! Videos

Search Desktop

@ I File name:

Save as type:

'~ Hide Folders

Fig. 7-97

Saving the created program is completed.




Here, writing the created program to program No. 1 of the device (robot) is explained.

* Write to device
@ Click “Write to dev”.

HAKKO SOLDERING SYSTEM Ver. * ™ - Device communication mode _ %
Mode  Setting
Date  [2020/12/14 102842 [Jv | Mk
HAKCGO | . T
Moving  Soldsving | Moving spsed  Program Work. ~
HAKKO SOLDERING SYSTEM xw 1 B 2 v “ a1 82 peed speed  afterendport Ko PS5  gign  COled

1 & f S
2 145002)  65000| 1250000 125000 65000 131000 90000 90000 0 P 1
3 145002| G00OO0| 125000 125000 60000 131000 80000 80000 all 0 P35 1
4 145002 BAOO0| 125000 125000 55000 131000 80000 80000 0 P35 1
5 146002|  BOOOD| 126000 125000 50000 131000 090000 90000 1) Fs 1 BCx
[ 165000  GO.000) 130,000 165.000| 75.000 120000| 00000| 90000 10 0 DS 1 *BO
Ycoord Y—coord o 7 170000 0000 130000 195.000 20000 120000 oo 000 10 0 DS 1
F 8 200000| 75000 130000) 200000 50000 130000 -90000| -90.000 all 10 0 DS 1
9 195000 #5000| 130000 170000 45000 130000 -180.000|-180.000 10 0 DS 1 BO*
10 145002|  70002| 125000 1490000 70002 131000 80000 80000 0 P35 2 *BG
n 145002 GGO00) 126000 125.000| 650000 121.000| 00000| 90000 0 Fs 2
12 145002 GO.0O0| 1260000 125.000| 60000 121.000| 00000| 90000 &0 0 Fs 2
13 145002 5H0O00| 1250001 125000 55000 131000 90000 90000 0 F3 2
14 145002 BOOOD| 125000 125000 50000 131000 80000 80000 0 P35 2 BO*
15 165000 &0000| 130000 165000 75000 130000 80000 80000 10 0 DS 2 *BG
1L 170000 &00OD| 130000 1850000 80000 130000 0000 ooon 10 1) 05 2
Gurrent pos 17 200000| 75.000| 130000 200000 60000 120.000) -90.000| -90000 &0 10 0 DS 2
mim 18 195000 45000 130,000 170.000| 45000 1200000 |-120.000|-130000 10 0 DS 2 BC*
i ——— 19 wo00|  ooo0| 000 1000 0 1
20
n dee u
22
Moving speed 100.0 BIIYE 93
26
277
form Z axis ift wh . v
>

Adjust tip pos

. - m Gopy || Paste || nsert | | Delete | Jump to |:|

Fig. 7-98

(2 Select the program No. for write to program No..
Select “1”.

HAKKO SOLDERING SYSTEM - Write to dev

®3 Click “Run”.

Saving and writing the created soldering program are completed.
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7-5 Detailed setting

The Easy Software Programming Software has several functions to allow you to perform detailed setting.
Making the best use of these functions allows you to control the soldering program in detail.

— XControl from external devices

There are roughly two functions for I/O setting.
(D Control signals with I/O setting from external devices.
(@ Perform program operation by designating the program No. from external devices .

@ 1/0 setting

INPUT is an input signal from external devices and OUTPUT is an output signal from the table-top
type robot (IAl-made TTA-A4 series).

HAKKO SOLDERIMNG SYSTEM - Edit point

NO. Y
Switch | Start point S8 End point | OPS @D5 @ Nore
mm mm B Cleanin g

e | dee 90.000 [ O Betor

Uze current pos

Moving speed

Soldering speed

Movine speed
after end point

.

Fig. 7-100

I/O setting
Clicking “Display” displays the screen shown in Fig. 7-101.

HAKKQ SOLDERING SYSTEM - Point /0 setting

S o | WlRetnemel

R

ouT1 ouT2 ouT3 ouT4 ouTs ouTEG ouT7 ouTs ouTs ouT10

Fig. 7-101




— XControl from external devices

Control by input signals (INPUT)

Setting example) 1st point: Input signal to INPUT 1 from external device is ON (See Fig. 7-102).
2nd point: Input signal to INPUT 1 from external device is OFF (See Fig. 7-103).

HAKKO SOLDERING SYSTEM - Point |70 setting

Poimtname|

ouT1 ouTz ouT3 ouTa ouTs ouTe ouT? ouTs ouTs out1o
ouTi1

Fig. 7-102

HAKKO SOLDERING SYSTEM - Point I/O setting

ot name|

ouT1 ouT2 ouT3 ouT4 ouTs ouTa ouT7 ouTs ouTs ouTi10
ouT11

Fig. 7-103

(1) When the input signal to INPUT 1 from an external device is ON, soldering at the 1st point is performed.

(2) When the input signal to INPUT 1 from an external device is OFF after the 1st point is completed,
soldering at the 2nd point is performed (See Fig. 7-104).

. Input time .
! |
! |
Input signal  ON
to INPUT 1 OFF 4 !
! |
! |
Soldering at : |
1st point 4 Operation | :
! |
! |
Soldering at | | .
. : Operation |
2nd point | |
Fig. 7-104
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— % Control from external devices

Control by output signal (OUTPUT)
Setting example) 1st point: After soldering, output signal from OUTPUT 1 to external device is ON
(See Fig. 7-105).
HAKKO SOLDERING SYSTEM - Point I/0 setting

o | Womtnemel

ouT3 ouT4 ouTs ouTe out7? outs ouTS ouT10

Fig. 7-105

(1) When soldering at the 1st point is completed, the output signal (OUTPUT 1) from the table-top type
robot (IAl-made TTA-A4 series) to external device is ON.
During the time being set, the output signal remains ON.

. Output time .
| |
Output signal ON
of OUTPUT 1 OFF
| |
| |
Solder.mg at W‘ :
1st point | 1
| |
Fig. 7-106

Set output time

: Actual output time

Output signal ON - ==
of OUTPUT1  OFF ;. '
|
|

|
|
|

Ideri t
Soldering a W‘ :
|
|

1st point |
|
Soldering at o -
2nd point peration
Fig. 7-107
NOTE:

If the soldering time of the next point is shorter than the set output time, the output signal is turned
OFF after soldering is completed (See Fig. 7-107).




— XControl from external devices

For both input/output, the setting will be “and” setting.
When the “INP1”, “INP2” and “INP3” are set to ON as shown in Fig. 7-108,
soldering is performed only if all INPUT 1 to 3 signals are turned ON.

HAKKO SOLDERING SYSTEM - Point /0 setting

o | Weemtane

ouTi1 ouTt2 ouT3 ouT4 ouTs ouT6 ouT? ouTs ouTs ouTi10

ouT11

Flg. 7-108

For further details for signal input/output, see “Program operation” of “Chapter 4 Operation”
of Instruction Manual of the table-top type robot (IAl-made TTA-A4 series).

HAKKO SOLDERING SYSTEM - Option

Gleanine by air GCleanineg by brush H Other setting

Start point End point operate Start point End point H Signal output time

[ ] 250,470 [ 250471 SRR | 250,000 260000 [ Z axis lift value.
4| IN Case o = error
20.000 B 20.000 B m mm m (6w, Z axizs lift coord.
. fter cleani
z . 60000 z 120000 JO 120,000 Julg Eibfes

] It [

Cleaning time Gleaning time

Moving speed | Moving speed

write tD de v

Fig. 7-109

Other setting
Select Setting from the menu of the top screen, and open Option screen.
» Setting of output signal time (signal output time: 0.1 to 9.9 sec)
Setting example) Set the output signal time to 9.0 seconds
Input “9.0” to the “Signal output time” in “Other setting” column.
* Z axis lift value in case of FU-500 error
Setting of Z axis lift value in case of FU-500 error (Amount of lift : 0 to 150mm)
This is to set the amount of lifting the tip, after the operation stops whenever an error occurs to FU-500.
(Amount of lift from the occurrence of error.)
Setting example) Set the Z axis lift value in case of FU-500 error to 50.000 mm
Input “50.000” to “Z axis lift value in case of FU-500 error”.
* Z axis lift coord. after cleaning
For Z axis lift coord. after cleaning, see page 71, “7-3 Setting the cleaner (CX1003)”
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— X Control from external devices

(@ Program operation by designating the program No. from external devices.

The 1/0 connector for external input/output has functions to stop the program from external devices
and execute the program by designating the program No. from external devices.

NOTE :

When the program No. is designated
from external devices, the program No.
set from external devices is executed

switch on the front panel.

regardless of setting of program selector D

EMERGENCY

O

START PROG. No.

0]1

Program selector switch

(No. 01-10)
Fig. 7-110

For further details for pin information, see p.54 of “5-4-2 Connection of I/0O connector for external

input/output” in “5. Installation and connection”.

Fig. 7-111

Example of use 1)

-Layout of external 1/0O pin - - Terminal block
Class Pin No. Pin No. Function
IN10 15A A15 Stop
IN11 16A A16 Pno_bit0
IN12 17A A17 Pno_bit1
IN13 18A A18 Pno_bit2
IN14 19A A19 Pno_bit3

The condition where the input signal from external devices to A15 is turned ON, is the same condition
as where the “STOP button” is pressed, which causes the program to stop.

Example of use 2)

When input signal from external devices to A18

is turned ON, pressing the “START button” executes 03 ON ON

program No. 4.

Combination of pins enables programs No. 01 to 10
to be allocated. The allocation is done as shown in
Table 7-7. Combinations other than what shown
are invalid.

Table 7-7
No. A16 A17 A18 A19
01 ON
02 ON
04 ON
05 ON ON
06 ON ON
07 ON ON ON
08 ON
09 ON ON
10 ON ON




— XExternal START/STOP/PAUSE

(3 Ports which input operation are externally possible.

Signai Name Pin No.
START 11A 5o
STOP 12A o
PAUSE 13A o
ov 19B o
Fig. 7-112 (1)

The same START/STOP/PAUSE operations as those of the switches on the front panel.

STOP button

PAUSE button

PAUSF/ STOP/

E 67 28]

ORIGIN CLEANING

L1 L]

RDY ALM EMG HPS CKE

|

o Yo

ORIGIN button

CLEANING button

Fig. 7-112 (2)
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— *Adjust tip position

Using this adjust tip position function allows to perform soldering without changing the program
when the tip gets worn and its dimension changes.

HAKKO SOLDERING SVSTEM Ver.*.™ - Device communication mode - X
Mode  Setting
Dat 2020/12/14 102842 [ | M
HAKWO | — T
Moving | Soldering  Moving speed  Program Work ~
HAKKO SOLDERING SYSTEM X i = @ 2 2 o1 82 gesd | cpesd  stterendport Ko TO/0S grign O
1 002 126000 149000 FAA02 131000 90000  900m 0 P G
Read file Read from dev 2 145002 65000 126000| 125000 65000 131000 90.000| 90000 i PS 1
3 145002 G0.000| 125000| 135000 60000) 131000 90000| 0.000 51 0 PS 1
n ady [ 15002 55000| 125000| 135000) 55000) 131000 8n000|  a0000 0 PS 1
START sTOP
5 145002 GO.000| 125.000| 126000 50.000) 131000 80400| 90000 0 FS 1 BO*
P R 1RRANN ROANAL T&0AON 1 1RRANN FEANNT 130 n0n annnin an N 1 n n= 1 *R
Work origin L L L | N = 4
pra— r— N 7 170000 go0oo| 13000n| 1sso00) sopoo| 130000 mmnn| oo n 0 0s 1 |
v T F T Ty T e ANed] (E0er| g avmu] aveey] Cmueoy Saiwee] T T T W T T T T T T Hm T T T T
) 0000 0000 9 195000 45000| 130000| 170000 45000] 130000 -180.000 |-180.000 n 0 D5 1 BG*
3 000 w00 10 1002 70002| T35000| 143000) 70002 131000 8npo0|  d0.000 0 Ps 2 +BG
' 2000 2000 n 15002 GG00D| 125000| 126000) 65000) 131000 80400| 90000 0 PS 2
: 2000 2000 12 15002 GO.000| 125000| 126000 60.000) 131000 80400| 90000 I 0 PS 2
6 000 2000 13 145002 G5000| 125000| 135000 55000 131000 90000| 90000 0 PS 2
; D000 00 It} 145002 50.000| 125000| 135000 50000) 131000 90000| 0.000 0 PS 2 BG*
P D000 00 15 165000 50.000| 130000| 185000 75000) 130000 90000| 0.000 n 0 DS 2 +EG
3 170000 g0.000| 150000| 195000) 80000) 130000  0aQd| 0000 [ 0 05 2
Gurrent pos 17| 200000 75000| 130000) 200000 50000 130400) -30.000 -90.000 50 [ 0 05 2
mm 13 195000 4G.000| 130000| 170000) 45.000] 130.000 -180400 |-130.000 n 0 05 2 BO*
i 19 0000 0000) 0000 0.000 0 1
mm x
o e :
2
Moving speed o 2
Soldering speed 2
Movine speed after end point 25
Z axis lift coord 75000 2
27
Perform Z axis lift wher o v
>
| Gopy | Paste | Tsert || Delete | dumpto [ || Go |

Fig. 7-113

@ Click “Edit” on the top screen.
Input dialog for tip adjustment value will open
(See Fig. 7-114).

HAKKO SOLDERING SYSTEM - Tip adj value

NOTE:

It would be easier to figure out the amount
of adjustment if a line of soldering point with
0 axis set to 0 degree is selected.

Fig. 7-114

(@ Here, the seventh line is double-clicked to perform
tip position adjustment (See Fig. 7-115).

*Tip position adjustment applicable range Table 7-8

Soldering iron tip position

Applicable range Up until Ver.1.03 Ver.1.04

revision is not applicable for

O

Auto mode

JOG operation and work - -
Simulation mode

origin movement.

Please note that the Program coordinate movement

specifications of applicable
range will differ depending on
the software version.

Cleaner operation

JOG operation

Work origin movement

XX |X|X]|X

X|X|O0|0|0

O: Applicable

X: Not applicable




— *kAdjust tip position

HAKKO SOLDERING SYSTEM - Edit point

o § T BRointneme|

®F: ODS @ More
W'Y Cleaning [ NEEERTI
8 0000 O B

Move back to | ] t point O

LfO setting Display BUGEN
Moving speed - £ axig lift coord _ mm

Soldering speed

Moving speed
after end point

Fig. 7-115

® In the Edit point screen, the original coordinate of the end point is set.

@ Click “Move”. Confirm current worn tip position with the coordinate in 3.

Original /—\J!T'p After worn NJ

130mm
(Z axis)

H

80mm
(Y axis)

Fig. 7-116

(® Open JOG operation screen 8 0.000 |
(See Fig. 7-118).

Current pos
mm
mm
mm

deg

Soldering speed M
Movine speed after end point

£ axig lift coord

Perform it when

Fig. 7-117
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~— *Adjust tip position

HAKKO SOLDERING SYSTEM - JOG op

Gurrent position

mm
mm
mm

deg

Fig. 7-118
(® Using the mouse operation, adjust the worn tip After adjustment | - Tip
to position where it can perform soldering. /
@ Check the difference from the original end point. £ E P
; N~ ‘:’ ,/’,
Table 7-9 <= 0
Original After adjustment | Difference @
X axis | 195.000mm|195.000mm | Omm 79mm
- (Y axis)
Y axis | 80.000mm |79.000mm -1mm
Z axis | 130.000mm|131.000mm | 1mm Fig. 7-119

HAKKO SOLDERING SYSTEM - Tip adj value

Input the difference as the tip adjustment value.

(® Click “write to dev” to write to the memory in
table top type robot (IAl-made TTA-A4 series).
This setting is necessary for each table top type
robot (IAl-made TTA-A4 series).

If you do not intend to fix this setting, click

Cancel”.
3 pan 1o |fUBUU| SUNU| ToUuVM| IsBMUU|  SUUUL| touLUU|  UUY| b I v s .
17 200000| 75.000| 130000 200000 60.000| 130000 -00.000| -90.000 50 10 0 0 2
mm 18 195000 460007 130000 170000 45000 130000 -180.000 -180000 1o 0 os 2 BC*
i 19 0000 om0n| 0000 0.000 0 1
mm el
e Cleaning 21
22
Moving speed 1000 28
Soldering speed 30.0 I 24
Movine speed after end point 25
z ft coord ] *
27
no
e R A e T R e o
! I
1 I| Copy || Paste | Insert | Delete Jumpto [ || 6o
P -

Writing is completion.
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— *Adjust tip position

When changing to new tip

When changing from worn tip to new tip, if the adjustment value is continuously used with the new
tip, it may damage the component pin. When changing to new tip, make sure to return the
adjustment value to “0”.

HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode - X
Mode  Setting
Dat 2020/12/14 10:2842 [~ | M
HAKGO [ Lo T e
Movine  Soldering  Moving speed  Proeram Wark ~
HAKKO SOLDERING SYSTEM X i zl e v 2 ¢l 8L Gpeed  speed  afterendpoint Mo, PR grigin  Clea
1 70,002 ] 0 0 S
Read file Read from dev 2 145002 65000 125000 126000 65000 131000 90000 0 FS 1
3 145.002)  60000] 125000 126000 0000 131000) 90000 50 0 RS 1
n [l 145002 B5.000) 125000 126000 55000 131000) 90000 0 RS 1
START STOP
5 145002| 50000) 125000| 125000 50000 131000) 80000 0 PS 1 BO*
Work origin § 165000) 50000 130000 165000 75000 130000) 80000 10 0 DS 1 *8G
pra— rra— - ? 170000) 80000) 130000] 195000 80000 130000 0000 10 0 DS 1
o 8 200000 75000 130000 200000 G0000| 10000 -g0000) -90.000 50 10 0 DS 1
9 195.000)  45.000] 130000 170000 45000] 130000]-180.000-180.000 10 0 DS 1 BO*
10 145.002)  70002) 125000 149000 70002] 131000) 90000 90000 0 FS 2 *EG
11 145002| §5000) 125000 125000 65000 131000) 80000 80000 0 PS 2
12 145002| §0000) 125000 125000 60000 131000) 80000 80000 50 0 PS 2
1 145002 55000) 125000 125000 55000 131000) 90000 80000 0 PS 2
1 145.002)  §0000] 126000 126000 50000 131000) 90000 90000 0 RS 2 BO*
15 165.000) 50000) 130000 166000 75000 130000) 90000 90000 10 0 DS 2 *EG
16 170000) 80000) 130000 195000 g0000] 120000) 0000 0000 1 0 DS 2
Current pos 1 200000 75000 130000 200000 50000| 130000 80000 -80.000 50 10 0 DS 2
i 18 195000) 45000) 130000 170000 45000] 130000)-180000 -180.000 10 0 DS 2 BO*
mm 19 0000 0000 0000 0.000 0 1
mm 2
e “
22
Moving speed 1
Soldering speed 2
Moving speed after end point 1 25
2%
Z axis lift coord 75000 .@ "
Parform e y . v
>
i - Copy | Paste | Insert || Delete | Jump to [ |
Fig. 7-122
: « 099 : =
@ Click “Edit” on the top screen. Input dialog for HAKKO SOLDERING SYSTEM - Tip adj value

tip adjustment value will open.
(@ Change all adjustment value to “0”.

(3 Click “Write to dev” to write to the memory in
table top type robot (IAl-made TTA-A4 series).

| AR |
1 |

o Write to dev 1 Cancel
1 1

[Lr—r——r—y————a— s )

Fig. 7-123

o v I3 1IUUNU| SUUDL| ISUUMU| ISOUUU|  BUUNY| ISUMUU|  UUDU|  Uubu I v s B
Gurrent pos 17 200000, 75000) 130.000) 200000 50.000) 130000 -0.000| -90.000 50 1 0 DS 2
mm 18 195000 45000 130000 170.000] 45000| 130.000|-180.000|-180.000 10 0 DS 2
i 18 0000 0000 0000 0.000 0 1
mm 20
2
Moving speed [0 5 a3
Soldering speed 5 i
Moving speed after end point 25
Z axis lift coord 25
27
a0
<
I
| Copy || Paste || Insert || Delete | Jump to | || 6o

Fig. 7-124

111



112

— XAdjust tip position

HAKKO SOLDERING SYSTEM Ver. "™ - Device communication mode - X
Mede  Setting

Dat 2020712714 10:2842 ~ | M
HAKGD |- o] =T eme ]
1 ¥1 71 W o 73 01 5y  Moving  Soldering  Maving speed PmNgnram pnms Wk

HAKKO SOLDERING SYSTEM zpeed speed after end paint arigin

Clea

1 0 1
2 145002 §5000) 125000| 125000 65000 131000 [ S 1
3 145002 60000 125000 125000 £0.000 131000 &0 ] Ps 1
(] ller r 4 145002  55.000| 126000 126.000 850000 131000 1] P35 1
5 145002  50.000| 126000 126.000 500000 131000 1] P35 1 BG*
Wark origin ¥ _o_ | temow somno| jengeo] igsenn| 7m0 R e A
g " coord ~ 7 | voawo| ovuoo isoooo] 13s000| snooo| _tsboos| - oow oseo| . | ol | o Los | v _
m 3 200000 75000 130000 200.000 £0.000) 130000 -80.000| 80000 &0 10 ] DS 1
195.000 45000 130000| 170.000 45000 130000 —180.000 —160.000 10 ] DS 1 BC*
145002 70002 126000 149000 70002 1310000 90000 90000 1] P35 2 *BG
145002  §5.000 126000 125000 650000 1310000 90000 90000 1] P35 2
145.002 60000 125000 125.000 60000 131000 90000 90,000 50 1] Fs 2
145002 55.000 125000 125.000 £5.000 1310000 80000 q0.000 ] Ps 2
145002 50000 125000 125.000 §0.000 1310000 80000 q0.000 ] Ps 2 BC*
165.000 50000 130000| 165.000 75.0000 130000 40000 40000 10 ] DS 2 *#BG
170000]  80.000| 130000 195.000| 800000 130000 0.000 0000 10 1] Ds 2
Gurrent pos 200000| 75000 130000 200000| 500000 130000 -90.000 ) -30.000 50 10 1] DS 2
mm 195.000 45000 120000 170,000 450000 130,000 -180.000 —180.000 10 1] DS 2 BC*
e ORG ret o.oon o.oon anoo o.oon ] 1
Moving speed 1000 N
4 Ferform Z axis h v
Adjust tip pos Z
| Paste || Dsert || Delete | Jumpto ||
Fig. 7-125
Tip has individual difference due to tolerance HAKKO SOLDERING SYSTEM - Tip adj value

even when the tip is new.
The following explains the order to adjust tip mm
position for new tip. i

mm

@ Click “Edit” on the top screen. Wiito to o
Input dialog for tip adjustment value will open

(See Fig. 7-126). Fig. 7-126

(® Double-click the seventh line of the soldering program
(See Fig. 7-127).




— *Adjust tip position

HAKKO SOLDERIMG SYSTEM - Edit point
o | e

Soldering mode BT N e B WAL
130000 130,000 B Gleanine by air W G
“ 0.000 0.000 O Bef dering @ Afte

Move back to | SRR 8]

IO setting Display RUGTEERECETE
Moving speed - Z axis lift coord _ it

Soldering speed

Moving speed
after end point

Fig. 7-127

(® In the Edit point screen, the original coordinate of the end point is set.

(@ Open JOG operation screen (See Fig. 7-129).

]
Gurrent pos
mm
mm

mim

B
£ axig lift coord mm

Fig. 7-128
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— *Adjust tip position

HAKKO SOLDERING SYSTEM - JOG op

Current position

mm
mm

mm

cee |0 I -« 22
i

Fig. 7-129

Using the mouse operation, adjust the replaced tip
to position where it can perform soldering.

(9 Check the difference from the original end point.

Table 7-10
Original After adjustment | Difference
Xaxis | 195.000mm |195.000mm | Omm
Y axis |80.000mm |80.100mm 0.1mm
Zaxis | 130.000mm|129.900mm |-0.1mm

Input the difference as the tip adjustment value.

() Click “write to dev” to write to the memory in table-
top type robot (IAl-made TTA-A4 series). This
setting is necessary for each table-top type robot
(IAl-made TTA-A4 series).

If you do not intend to fix this setting,

click “Cancel”.

After adjustment FN Tip

1
1
1
1
1
1
1 .
1
1
1
1
1
~

129.9mm
(Z axis)

~o

- ©

80.1mm
(Y axis)

Fig. 7-130

1 1
OF Write to dev Cancel I
1 1

1avuy

HAKKO SOLDERING SYSTEM - Tip adj value

Fig. 7-131

w va
oS

wouu| wuee

130.000

il 10
10

-40000 -90000
oS

130.000 -180.000 - 180000

0.000

. I Vi owwen | laumou| 1sesuu] ouuuy

17 200000 75.000| 130.000| 200.000| 50.000

mm 18 TO5000|  45000| 130000| 170.000| 45.000

m 19 noon|  ooon| 000
it 20
21
2
Movine speed 23
Soldering speed I
Moving speed after end point 25
Z axis lift coord 25
n
"0
Gopy || Paste || Insert || Delete |

Fig. 7-132

Writing is completion.
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7-6 Operating the Program (Commands from PC)

Soldering programs can be executed by commands both from the Easy Programming Software and the
table-top type robot (IAl-made TTA-A4 series). If there are many soldering points (240 points or more),
perform operation from PC. If soldering points are less than 240 points, it is possible to execute programs

from both sides.

First, executing a soldering program by operation from PC is explained. At first, check that all devices
are correctly connected and powered ON. (See p.51 of “5-3 Connection with PC” and p.52 of

“5-4 Connection with HAKKO FU-500 and external devices of “5. Installation and connection™.)

Boot up the PC and insert the license dongle into the USB connector.

Start up the Easy Programming Software.

| HAKKO SOLDERING SYSTEM Ver. * ** - Device c

ommunication mode

[2020/12416 151126 [~ | Memo |

Movine  Selderine  Moving speed | Proram Wiark ~
speed  speed afterendpont Mo P05 Qi Clea

H-coord -coord ~
3

0000 0000 K

0000 0000 n

0000 0000 n

0000 0000 12

0000 0000 1

0000 0000 1

0000 0000 15

Gurrent pos 7

| ooy || Paste || sert || Delete |

Fig. 7-133

@ Click “Connect” and connect to the table-top type robot (IAl-made TTA-A4 series).
(2 Click “ORG ret”. After completion of origin return, the panel window display of the table-top type robot

(IAl-made TTA-A4 series) is changed as shown in Fig. 7-134.

A\CAUTION

« If the HPS is not lit (origin return is not made), other
programs do not operate.

« When the 0 axis is turning while returning to the origin,
there is a danger that the cable may become wrapped
in while it is turned.

If it seems like there is a risk of the cable becoming
wrapped in, press the emergency stop button and turn
the soldering iron mounting base counterclockwise so
that it is a little past the origin (0°) of the 0 axis when
viewed from above, and then click the “ORG ret” again.

N2 N
— 0 — (e} o — e —

aES Pk °
RbY ALM EM Hk’S CKE
Fig. 7-134

0 axis origin (0°)

l_‘_

;
[

Iron fixing base
Fig. 7-135

3 Pull down “Mode” menu and select either of “Device communication mode” and “PC communication mode”.

It is possible to send commands from PC in whichever mode.
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HAKKO SOLDERING SYSTEM Ver. *** - Device communication mode - X

Mode  Setting

4
D UQUEDIIQ/H 10:28:42 A My
HAKCO COME | Disconnect fle - - cm e e mle m e e m e m e NIDSEEN— 2021/ 127714 1D _....D..I..";'“.“.! ...................... I

Program
HAKKO SOLDERING SYSTEM M PS/DS

Fead fromder Bi 2| 145002]  65.000) 125000 125000 65000 15000 oo saaod” T T T[T §CT TR T
146002| 60000 125000 125000 GO.000 131000 90000 90000 il 0 Ps
145002 56000[ 125000 125000 55000 131000 80000 80000 [ Ps
146002| 50000 125000 125000 GO000 131000 80000 90000 0 Ps
165000 50.000| 130000 165000 75000 130000 80000 80000 1 [ 03
170000| 80000 130000 195000  &0.000 130000 noon anon m 0 Ds
200000|  76000| 130000] 200000 50000 180000 -90000| -30000 50 [ [ 03
195000 45.000| 130000 170000 45000 130000 180000 - 150000 [ [ 5
0 146002| 70002 125000 149000 70002 131000 90000 90000 0 Ps
11| 14s002] es000| 125000) 125000) 65000 131000 9000|0400 ' PS
12 146002| 60000 125000 125000 GO.000 131000 80000 90000 il 0 Ps
13| 145002] 65000| 126000) 126000 66000 131000 9ua00| 90m00 ] PS
1| 145002] 50000| 125000) 125000 50000 131000 0004|0000 ] PS
15 166000| 50000 130000 165000 75000 130000 90000 90000 1m 0 Ds
5 16 | 170000] 80000| 130000) 195000 80000 130000  0g0d| 0000 0 ] 05
Gurrent pos 17 200000 7H0007 130000 200000 GO000 130000 -90000) -90.000 il 1m 0 Ds
- 18| 19000 45000| 130000) 170000) 5000 13000 - 18000018000 10 ' oS
mm 19 woon|  oono| oo 00 1
i B e e e e B e B A e
o | des a
2
Moving speed a3
Soldering speed 24
Movine speed after end point 2
Z a coord %
7
y - v
>
x| . . Gapy | Paste || Inert | Delete | Jumpto [ |

Fig. 7-136

@ Operate will be explained using the program created in “7-4 Creating soldering program”.

(® Click “Read file” and read the saved CSV file.

(® Check “Ignore controller ready” ON, and simulate the movement if the programmed position is correct
before actual soldering.

When “Ignore controller ready” is checked ON and “START” is clicked, it will execute without
communicating with HAKKO FU-500.

A\ CAUTION
Always keep the emergency stop box close by for risk of danger.

@ Select the line to start soldering.
Perform this when selecting the point to start soldering.

Click “START”.
The program is operated. Check if the tip do not contact other object, and if the speed is appropriate.

(9 When the program is completed, it will stop. The screen will go back to the first line of the soldering
program.
When stopping while the program is running, press “STOP”.
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Here, performing actual soldering

is explained.

HAKKQ SOLDERING SYSTEM Ver. *.** - Device communication mode

Mode

Setting

GoMs_ -

Date

|2020/12/18 102882 Ev_| Memo |

HAKCO

HAKKO SOLDERING SYSTEM

kil

2

2

72

a1

82

Maving
speed

Soldering  Moving speed
speed | after end point

Program
No. PS/DS

Wark
origin

1 70002 125000 149.000 131.000 490000 90,000 1] 5
Readfile | Save file Virite o dev | Read from dev 2 ME002 65000 125000 125000 65000 131000 40000 $0000 0 PS 1
3 145.002 60000 125.000| 125.000 60000 131.000 40000 40,000 &0 0 PS 1
@ : [ 145002 55000 125000| 125000 55000 131.000 40000 80,000 0 PS 1
g 145.002 50000 125.000| 1256000 50000 131.000 40000 40,000 0 PS 1 BC#
-ﬁ-%- -W;rk i (] 165.000 B0.000 130.000| 165000 75000 130000 40000 40,000 10 0 DS 1 *BC
Seoord -coord ~ 7 170.000 80000 130.000| 185000 80.000 130000 0.000 0.000 10 0 D3 1
y o1 8 200.000 75000 130000 200000 50000 130000 -900007 -90.000 &0 10 0 DS 1
q 195.000 45000 130000 170,000 45000 130000 -180,000) -180.000 10 0 DS 1 BC*
10 145.002 70002 125.000| 148.000 0002 131000 40000 40,000 0 PS 2 *BC
11 145.002 65000 126.000| 125.000 65000 131.000 40000 40,000 0 Ps 2
12 145.002 60000 125.000| 125000 60.000  131.000 40000 40,000 50 0 PSS 2
13 145.002  65.000 125.000| 126000  BE000 131000 900000 90.000 0 PS 2
14 145.002 B0.000 125000| 125000 50000 131.000 40000 50,000 0 PS 2 BC*
16 165.000 50000 130.000| 165.000 75000 130.000 40000 40,000 10 0 DS 2 *BC
o 16 170,000 80000 130000 195.000 80000 130.000 o.oon 0000 10 0 DS 2
Current pos 17 200.000 75000 130.000| 200000 50.000 130000 -30000) -30.000 50 10 1] DS 2
mm 19 195.000 45000 130.000| 170,000 45000 130000 -180000) -180.000 10 0 Ds 2 BC*
. 1 0000 0000, 0000 0.000 0 1
el
o | dee 2
2
Movine speed 23
o
»
a7
Pei o
-
[ Gopy || Fecte || icent || Delte |  Jumpto [ |

<

Fig. 7-137

Confirm that the power of HAKKO FU-500 and FU-601 is turned ON.
Confirm that the power of table top type robot (IAl-made TTA-A4 series) is turned ON.

/\CAUTION
* Always keep the emergency stop box close by for risk of danger.

 To be prepared for FU-500 error, please set the “Z axis lift value. in case of FU-500 error”. See page
105, “other setting ” in “>k Control from external devices” of “7-5 Detailed setting” for the way of setting.

Uncheck “Ignore controller ready”.

() Click “START”.
Soldering program is operated. When changing the starting soldering point, select the line before
clicking “START”.

/\CAUTION

When controlled from external devices, if the INPUT information from external device and the INPUT
information of the program do not match the line selected, it will not move even if “START” is clicked.

@ When the program is completed, it will stop. The screen will go back to the first line of the soldering

program. When stopping while the program is running, press “STOP”.
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7-7 Operating the Program
(Commands from table-top type robot (IAl-made TTA-A4 series)

2 Panel window

Emergency stop button

PAUSE STOP

[ o
RDY ALM EMG HPS CKE
ORIGIN CLEANING UsB START PROG. No.
D D - D
oo |2

(D ORIGIN button

Fig. 7-138

(D After turning the power ON of the table-top type robot (IAl-made TTA-A4 series), press the
“ORIGIN” button. The tip will move to origin.

(2 After completion of origin return, the panel window display of the table-top type robot (IAl-made
TTA-A4 series) is changed as shown in Fig. 7-139.

/A\ CAUTION P B Bl
« If the HPS is not lit (origin return is not made), other > ,: :l :|

programs do not operate.
» When the 0 axis is turning while returning to the

NV N%
origin, there is a danger that the cable may become ,{’EY AEM E,;G Hks CKE
wrapped in.while it is' turngd. . Fig. 7-139
If it seems like there is a risk of the cable becoming
wrapped in, press the emergency stop button and 8 axis origin (0°)
turn the soldering iron mounting base —— w
counterclockwise so that it is a little past the origin 1 Ao\
(0°) of the 8 axis when viewed from above, and ol 5 o } }
then press the “ORGIN” button again. @ ‘ \
o—e\o A
\
S \ o

Iron fixing base
Fig. 7-140
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Write the created soldering program in the table-top type robot

(IAl-made TTA-A4 series)
(O Click “Write to dev”.

HAKKO SOLDERING SYSTEM Ve *."" - Device communication mode - x
Mode  Setting
- ; Name | Date  |2020/12/14 10:2842 [~ | Memo |
SCONNEGE # = = = === == === === e
Moving  Solderine  Moving speed  Program Work "
# ¥ 1 92 ipeed  speed  after endpaint o, FRIOS gy e
» o1 145.002 149000 70 00
2 145002 65000 125000 125000 65000| 131000 40000 90.000 ] PS
3 145002 60000 125000 125.000| 60.000| 131000 40000 90.000 50 ] PS
4 145002 55000 125000 125000 55000| 131000 80000 90000 ] PS
5 145002 50000 125000 125000 50000| 131000) @0omo| w000 ] FS
5 165000 50.000 130000] 185000 75000| 130000 80000) 90.000 1 ] DS
H 7 170000 eooo0| 130000 1e5000| 80000| 130000 oomo| oo 1 ] DS
b H 3 200000 75000 130.000) 200000| 50.000) 130000) -90.000) -90.000 50 10 ] DS
B z z
: 000 soo00| g 195000 45000 130000 170000 45000| 130.000) 180000 -180.000 10 ] DS
s 000 oomn | ¥ 1 145002 70002] 125000 149000 70002| 131000) @0omo| w00 ] FS
' om0 Tomlhe I 145002 65000 125000 125000 65000| 131000) 80000) 90.000 ] PS
5 w000 0000 12 145002 60000 125000 125000 60.000| 131000 @0omo| w000 50 ] FS
¥
. om0 oo 1z 145002 55000 125000 125000 55000| 131000) 80000) 90.000 ] PS
i 145002 50000 125000 125000 50000| 131000 @0omo| w000 ] FS
7 0.000 00 ) "
. 000 oo 15 165000 50.000| 130000 185.000| 7E000| 130000) 90000) 90.000 10 ] DS
H 16 170000 GO.0D0| 130000 185000 80.000| 130000 00D0|  0.000 10 ] DS
Gurrent pos H 17 200000 75000 130.000| 200000 50000 130.000) -90.000] -90.000 50 10 ] DS
X o " 18 195000 45000 130000 170000 45000| 130.000] 180000 -1%0.000 1 ] DS
'
- B 1 0000 0000 0000 0000 u
. B T L L L L O] : fmmmmemmmmmmmmmmma.
a = o Soldering program
22
Moving speed 100.0 [ 23
Soldering speed 0.0 2
Moving speed after end point 50,00 25
Z axis lift coord 75.000 3:
Perform lift o v
>
i - i Copy | Paste || Incet || Delete | Jump to I:|

(@ Select the write to program number.
Select “1”.

3 Click “run”.

Fig. 7-141

HAKKO SOLDERING SYSTEM - Write to dev

Fig. 7-142
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PAUSE button STOP button (®® START button

Emergency stop button

PAUSE STOP

/ BKRLS Q Q MANU
BoY [] AU EMERGENC/
RDY ALM EMG HPS CKE
ORIGIN CLEANING USB STARY PROG. No.
P
L L e— (B L [y
/N

CLEANING button @ Program selector switch
(Select 01)

Fig. 7-143

@ Select the target program No. 01 by the program selector switch.

(® In order to check if the program is correctly written to the table top-type robot (IAl-made TTA-A4
series), perform simulation first.

Change the mode of HAKKO FU-500 to “Simulation Mode”.

When the START signal is received on this condition, the same operation as the Auto Mode is
performed, however, the motor does not operate and does not feed solder. For further details,

see “@Selecting Simulation Mode” of “6. Operation” of the Instruction Manual of HAKKO FU-500.

Press the “START” button on this condition.
Check if the tip does not contact other object, and if the speed is appropriate.

/A CAUTION
Immediately press the emergency stop button when there is a risk of danger.

(® After checking the position, change the mode of HAKKO FU-500 to “Auto Mode”.

Pressing the “START” button performs soldering according to the set details of the selected program.
To stop the program temporarily, press the “PAUSE” button

To stop the program, press the “STOP” button

Pressing the “CLEANING” button performs cleaning in the order of cleaning by air — cleaning by brush.
Setting of cleaning is set in the option screen of Easy Programming Software.

HAKKC SOLDERING SYSTEM - Option

Gleaning by air H Gleaning by brush B Other setting

Siegnal output time

] 259470 B 259471 . l mm as0000 Mg . £ axis lift value.
20.000 20.000 S mm m mf
Z '

i mmmm ok CU_EMN e

Z axis lift coord.
after cleaning

]

Cleaning time ! 3 Cleaning time

'
Moving speed i H Movine speed

Fig. 7-144
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The soldering program created in this instruction manual

The following are the program created from the steps of “7-4 Creating soldering
program” to “7-7 Operating the Program”.

X1 Y1 Z1 X2 Y2 z2 01 062 Moving |Soldering Program | PS/ | Work Z axis lift Cleaning
Start pt | Start pt | Start pt | End pt | End pt | End pt | Start pt| End pt | speed | speed coord

(mm) | (mm) | (mm) | (mm) | (mm) | (mm) | (deg) | (deg) (mm/sec)(mm/sec)| No. DS | Origin| (mm)
1| 145 70 125 | 149 70 131 90 90 100 30 0 PS 1 [75.000 | Before
2 | 145 65 125 | 149 65 131 90 90 100 30 0 PS 1 |75.000 -
3 | 145 60 125 | 149 60 131 90 90 50 30 0 PS 1 [75.000 -
4 | 145 55 125 | 149 55 131 90 90 100 30 0 PS 1 150.000 -
5 | 145 50 125 | 149 50 131 90 90 100 30 0 PS 1 |75.000| After
6 | 165 50 130 | 165 75 130 90 90 100 10 0 DS 1 |75.000 | Before
7 | 170 80 130 | 195 80 130 0 0 100 10 0 DS 1 |75.000 -
8 | 200 75 130 | 200 50 130 -90 -90 50 10 0 DS 1 |75.000 _
9 | 195 45 130 | 170 45 130 | -180 | -180 | 100 10 0 DS 1 |50.000| After
10 | 145 70 125 | 149 70 131 90 90 100 30 0 PS 2 | 75.000 | Before
1| 145 65 125 | 149 65 131 90 90 100 30 0 PS 2 |75.000 -
12 | 145 60 125 | 149 60 131 90 90 50 30 0 PS 2 [75.000 -
13 | 145 55 125 | 149 55 131 90 90 100 30 0 PS 2 |[50.000 -
14 | 145 50 125 | 149 50 131 90 90 100 30 0 PS 2 |75.000| After
15 | 165 50 130 | 165 75 130 90 90 100 10 0 DS 2 |75.000 | Before
16 | 170 80 130 | 195 80 130 0 0 100 10 0 DS 2 [75.000 _
17 | 200 75 130 | 200 50 130 -90 -90 50 10 0 DS 2 |75.000 -
18 | 195 45 130 | 170 45 130 | -180 | -180 | 100 10 0 DS 2 |50.000( After
19 0 0 0 - - - 0 - 100 30 - - 1 |75.000 -

This is the end of creating the soldering program and its operation steps.
Read each section carefully and care for appropriate and safe use of the product.
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8. MAINTENANCE
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Performing periodic and proper maintenance will extend product life.

/\ WARNING

* Be sure to set the power switch to OFF before performing maintenance of the
table-top type robot (IAl-made TTA-A4 series).

* The tip of the HAKKO FU-601 soldering iron gets hot, so sufficient care should be
taken while working. Unless otherwise instructed, always turn the power switch OFF
and disconnect the power plug before performing any maintenance procedure.

Also for HAKKO FU-500 and cleaner (CX1003), always turn the power switch OFF,
and disconnect the power plug when performing maintenance.

The maintenance items for each product are as follows:

@ Table-top type robot (IAl-made TTA-A4 series)
For details regarding maintenance of the table-top type robot (IAl-made TTA-A4 series), refer to
"Chapter 7: Maintenance and Inspection" of the instruction manual for the table-top type robot
(IAl-made TTA-A4 series).

@ Solder feed unit (HAKKO FU-500)
If solder or flux adhered on any part of the feeder unit of the solder feed unit, clean it off using a
brush or other appropriate tool. For details regarding maintenance, refer to "7. Maintenance" of
the instruction manual for HAKKO FU-500.

@ Soldering iron unit (HAKKO FU-601)
Maintenance should be performed on the soldering iron tip and soldering iron unit.
For details regarding maintenance, refer to "8. Maintenance" of the instruction manual for
HAKKO FU-601.

@ Cleaner (CX1003)
For details regarding maintenance of the cleaner, refer to "5. Maintenance" of the instruction
manual for CX1003.

@ Iron fixing base (CX1005), Soldering unit mount (CX1008), Baxis
If solder or flux adhered on the iron fixing base (CX1005), soldering unit mount (CX1008),
or 0 axis, clean it off with a brush or alcohol. If solder or flux gets on any other part, clean it off
in the same way using a brush or other appropriate tool. The iron fixing base or jig table may
become distorted or scratched due to drop or contact with other parts.

If the distortion or scratches are severe, remove the iron fixing base (CX1005) or jig table
(CX1009) and replace it with a new one. Cautions that should be observed during replacement
are stated on the next page.



8-1 Maintenance of table-top type robot (IAl-made TTA-A4 series)
attachments

* Iron fixing base (CX1005)

The iron fixing base (CX1005) is equipped with a positioning knock pin to align the 6 axis and the
iron fixing base (CX1005).

Knock pin installation

O position
@) @)
(6097
@) @)
@)

|
= | gax8

/A CAUTION

Attaching the iron fixing base (CX1005) to the

0 axis without a knock pin may cause accident
such as misaligning the mounting hole position.
When replacing parts, be sure to attach the knock
pin in the correct position and attach the part using
hexagon socket head screws.

Hexagon socket

8
scre
M4 x- 10 (6) ) ﬁ

Iron fixing base
(CX1005)

Fig. 8-1
« Jig table (CX1009)

The jig table (CX1009) is also equipped with a positioning knock pin.
When attaching, insert knock pins in the 2 locations indicated below and attach the jig table (CX1009).

5
g

Hexagon socket screw
B M5%10 (6)

Gig table

i i (CX1009)
Knock pin 9J L
05X10 (2) —=Z =29
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* Soldering unit mount (CX1008)
If the spring of the soldering unit mount (CX1008) is deteriorated or broken, replace
the soldering unit mount (CX1008) with a new one.

Iron fixing base

(CX1005)
Soldering unit mount \\%%
(CX1008)
<0
@

Hexagon socket screw
M3X10 (4)

Fig. 8-3

* Solder reel base (CX1006), Solder reel stand
When reattaching after performing maintenance, be careful for the mounting position of the solder reel
stand. If it is attached in the wrong position, the solder reel base (CX1006) could not be attached to
the table-top type robot.

Hexagon socket
head cap screw ¢
M3 X6 (4)

Solder reel stand

(CX10086)

[°4 e
-

Solder reel bas"
-
-

¢ Hexagon socket screw
M3 X6 (2)

Fig. 8-4
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* Cleaner base (CX1007)

If positioning was not performed when removing the cleaner base (CX1007), it will be necessary to
perform setting of the cleaning position when reattaching the cleaner base. See p. 69-73 of
“7-3 Setting the cleaner” in “7. How to use” for the setting method.

Cleaner
(CX1003)

)
\ \ﬁ Hexagon socket
head cap screw
M6 X10 (2)
iz
> '? Nut .
‘{, M6 (2) Fig. 8-5
/A\ CAUTION
For information on how to use the cleaner, refer to the
instruction manual for CX1003.
/\ CAUTION

Many parts use hexagon socket head screws in different dimensions. When replacing parts, be careful
to keep the screws for each part separate and to not mix the screws.
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9. ERROR MESSAGES

Error will be displayed when the table-top type robot (IAl-made TTA-A4 series), solder feeding unit,
or soldering iron unit caused problem resulting in operation stop.

@ Table-top type robot (IAl-made TTA-A4 series)
For the table-top type robot, error will be displayed on the panel window of the front panel. For
further details of error messages, refer to “4.2.2 Display on the panel window” of “Chapter 4
Operation” and “Chapter 6 Error message table” of the instruction manual of the table-top type
robot.

@ Solder feeding unit (HAKKO FU-500)
For the solder feeding unit, error will be displayed on the setting display LCD. For further details
of error messages, refer to “8. Error messages” of the instruction manual for HAKKO FU-500.

@ Soldering iron unit (HAKKO FU-601)

In the soldering iron unit, error will be displayed on the setting display. For further details of error
messages, refer to “10. Error messages” of the instruction manual for HAKKO FU-601.
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10. TROUBLESHOOTING

@ Table-top type robot (IAl-made TTA-A4 series)

Symptom Cause Solution
Robot does not work Power cord is not connected properly. Connect power cord properly.
even if power switch is
set to ON.
Program does not HPS is not lit. (Is not returned to origin.) Return robot to origin.
work. Program number is set to 11 or higher. Set program number to a value
from 01 to 10.
PAUSE button is pressed. Release PAUSE button.
Mode is set to MANU. Set mode to AUTO.
Emergency stop button is pressed. Release emergency stop button.
System 1/O connector is disconnected. Connect system I/O connector.
Motor power connector is disconnected. Connect motor power connector.
HAKKO FU-500 is showing an error message.| Correct error condition.
HAKKO FU-500 is not connected. Connect HAKKO FU-500
properly. (See p.53 of “5-4-1
HAKKO FU-500 I/O connector
connection”.)
HAKKO FU-500 power switch is set to OFF. Set power switch to ON.
NOTE:
For other problems, refer to “Section 6: Error list” in the instruction manual for the Table-top type robot
(IAl-made TTA-A4 series).

@ Easy Programming Software

Symptom

Cause

Solution

Easy Programming
Software does not
start.

License dongle is not inserted.

Insert the license dongle.

Software does not
connect even when
Connect is clicked.

Table-top type robot (IAl-made TTA-A4 series)
and computer are not properly connected.

Properly connect the table-top
type robot (IAl-made TTA-A4
series) and computer. (See p.51
of “5-3 Connect with computer”.)

The power switch of table-top type robot
(IAl-made TTA-A4 series) is set to OFF.

Set power switch to ON.

Emergency stop button is pressed.

Release emergency stop button.

Program does not run
even when START is
clicked.

The status is shown Disconnected.

Click Connect and connect the
robot and computer.

Robot hasn’t returned to origin.

Click Return to origin.

HAKKO FU-500 is showing an error message.

Correct error condition.

HAKKO FU-500 is not connected.

Connect HAKKO FU-500
properly. (See p.53 of “5-4-1
HAKKO FU-500 I/O connector
connection”.)

HAKKO FU-500 power switch is set to OFF.

Set power switch to ON.

Solder is not fed.

“Ignore controller ready” is checked.

Uncheck “Ignore controller
ready”.
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@ HAKKO FU-500

Symptom

Cause

Solution

Solder is not fed
properly/“Solder feed
error” is displayed.

Solder clogging has occurred.

Remove the clogged solder.

Solder has run out.

Supply new solder.

Solder or flux has adhered to the cutting
blade or pulley.

Clean off the solder or flux using
a brush or alcohol.

Tube unit or Fluoroplastic tube is very dirty,
worn out, or damaged.

If they have become very dirty,
worn out, or damaged, replace
with new parts.

Tube unit is bent too sharply.

Make the bend radius less sharp.

The end of the Fluoroplastic tube or the

inside of the feeder tube is clogged with flux.

Use a brush or alcohol to clean
out the clog.

Parts such as the solder feed pulley unit,
etc. do not match the solder diameter being
used.

Change to parts that match the
solder diameter (See “11. Parts
list” in the instruction manual for
the HAKKO FU-500).

NOTE:

For other problems or detailed maintenance, refer to “7. Maintenance” or “9. Troubleshooting” in the

instruction manual for the HAKKO FU-500.

@ HAKKO FU-601

Symptom

Cause

Solution

HAKKO FU-601 does
not work even if power
switch is set to ON.

Power cord is not connected properly.

Connect power cord properly.

Fuse is blown.

After checking the cause of the
blown fuse, replace the fuse.

Tip does not get hot
and S-E is displayed.

Tip is not firmly inserted.

Fully insert the tip.

There is a broken wire in the soldering iron
cord.

Refer to “9. Inspection” in the
instruction manual for the
HAKKO FU-601.

Solder does not stay
on the tip.

The heater or sensor is broken.
Tip temperature setting is set too high.

Set the temperature to an
appropriate value.

There is oxidation on the tip.

Clean off the oxidation.

Tip temperature is too
high.

Soldering iron cable is broken.

Refer to “9. Inspection” in the
instruction manual for the
HAKKO FU-601.

There was a mistake in inputting the offset
value is not correct.

Input the offset value correctly.

Tip temperature is too
low.

There is oxidation on the tip.

Clean off the oxidation.

The offset value is not correct

Input the offset value correctly.

Error is displayed.

Refer to “10. Error messages”
in the instruction manual for the
HAKKO FU-601, and solve the
cause of the error.

NOTE:

For detailed maintenance and inspection, refer to “8. Maintenance” or “9. Inspection” in the instruction
manual for the HAKKO FU-601.




11. PARTS LIST

@ Table-top type robot

gl

Hexagon socket ™

Hexagon socket

Part No. Part name Specifications
CX1005 Iron fixing base
CX1006 Solder reel base
CX1007 Cleaner base
CX1008 Soldering iron mounting head
CX1009 Jig table
CX1011/CX1012 | Easy programming software With USB cable
BX1040 USB cable
CX1005 CX1006
Iron fixing base , Solder reel base e Hexagon socket
Knock pin head cap screw
24X8 ® M3X6 (4)
Hexagon socket ‘
screw ! ‘
M4 X 10 (6) § l

Cleaner base

Hexagon socket screws
M3 X6 (4) ®

X Hexagon socket
head cap screw
M3 X6 (2)

Hexagon socket
head cap screw

Soldering unit mount M3X10 (4)

Hexagon socket
screw
M3X6 (2)

Hexagon socket
screw
M4 X6 (2)

(2)

Hexagon socket screw

head cap screw Screws ¥
M4 X 16 (3) M3X6 (2)
CX1007 CX1008 Hexagon socket screw

s Hexagon
e socket
& screw
M6 X 15

Spring washer
nominal dia. 6mm

Plain washer
nominal dia.6mm

Hexagon socket screws
M5X10 (6) 8

; Knock pins
25X10 (2)

M6X10 (2) M3 X6 (4)
CX1009 CX1011/CX1012 BX1040
Jig table Easy programming USB cable
software
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