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Description

[0001] The invention relates generally to welding sys-
tems and, more particularly, to a method of pairing weld-
ing devices and a welding system according to the pre-
amble of claims 1 and 10 (see, for example, US
2005/199605A.
[0002] Welding is a process that has increasingly be-
come utilized in various industries and applications. Such
processes may be automated in certain contexts, al-
though a large number of applications continue to exist
for manual welding operations. In both cases, such weld-
ing operations rely on communication between a variety
of types of equipment (e.g., devices) to ensure that weld-
ing operations are performed properly.
[0003] Certain welding systems may include devices
that communicate with each other using wired commu-
nication, while other welding systems may include devic-
es that communicate with each other using wireless com-
munication. Devices within the welding systems may be
paired together so that the devices know what to com-
municate with within the welding system. For example,
a first welding system may include a first welding power
supply paired with a first wire feeder. As another example,
a second welding system may include a second welding
power supply paired with a first remote control device.
As will be appreciated, wired and/or wireless communi-
cation may be susceptible to cross-talk or other interfer-
ence. Accordingly, devices that attempt to pair together
automatically (e.g., without user interaction) may be-
come incorrectly paired.
[0004] A wide range of technologies have been devel-
oped for ensuring proper pairing of devices, particularly
in the wireless area. Many of the protocols utilized there,
however, are inappropriate to welding applications, par-
ticularly insomuch as they are not sufficiently robust, may
result in wrong pairing, and do not address the crosstalk
issues that may exist, particularly where welding conduc-
tors are positioned near one another and to various de-
grees may become inductively coupled, thereby exacer-
bating the potential for crosstalk.

BRIEF DESCRIPTION

[0005] The present invention is intended to address
such concerns, particularly in the area of welding sys-
tems with their unique problems and challenges. The pro-
posed pairing techniques make use of commanded or
responsive changes in welding parameters to ensure that
the pairing "handshake" is proper, that is, between the
proper devices. This may both simplify the pairing proc-
ess, and ensure proper pairing, both resulting from the
use of welding application-specific parameter changes.
[0006] In one embodiment, a method of pairing welding
devices is defined in claim 1, and includes sending a
pairing request from a first welding device to a second
welding device. The method also includes receiving, at
the first welding device, a response to the pairing request

from the second welding device. The second welding de-
vice is physically connected to the first welding device.
The pairing request or the response includes a change
in welding power, welding consumables, or any combi-
nation thereof. The method includes pairing the first weld-
ing device and the second welding device after the first
welding device receives the response to the pairing re-
quest from the second welding device.
[0007] In another embodiment, a welding system is de-
fined in claim 10, and includes a first welding device and
a second welding device configured to provide welding
power, welding consumables, or any combination thereof
to the first welding device. The first welding device is
configured to send a pairing request to the second weld-
ing device, receive a response to the pairing request from
the second welding device, and pair with the second
welding device after receiving the response to the pairing
request. The pairing request or the response includes a
change in welding power, welding consumables, or any
combination thereof.

DRAWINGS

[0008] These and other features, aspects, and advan-
tages of the present invention will become better under-
stood when the following detailed description is read with
reference to the accompanying drawings in which like
characters represent like parts throughout the drawings,
wherein:

FIG. 1 is a block diagram of an embodiment of a
welding system where a welding power unit and a
welding device may be paired together in accord-
ance with aspects of the present disclosure;

FIG. 2 is a block diagram of an embodiment of mul-
tiple welding systems that may be paired together in
accordance with aspects of the present disclosure;

FIG. 3 is a flow chart of an embodiment of a method
for pairing source devices with remote devices in ac-
cordance with aspects of the present disclosure;

FIG. 4 is a flow chart of an embodiment of a method
for pairing remote devices with source devices in ac-
cordance with aspects of the present disclosure; and

FIG. 5 is a flow chart of an embodiment of a method
for pairing welding devices in accordance with as-
pects of the present disclosure.

DETAILED DESCRIPTION

[0009] One or more specific embodiments of the
present disclosure will be described below. These de-
scribed embodiments are only examples of the present
disclosure. Additionally, in an effort to provide a concise
description of these embodiments, all features of an ac-
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tual implementation may not be described in the specifi-
cation. It should be appreciated that in the development
of any such actual implementation, as in any engineering
or design project, numerous implementation-specific de-
cisions must be made to achieve the developers’ specific
goals, such as compliance with system-related and busi-
ness-related constraints, which may vary from one im-
plementation to another. Moreover, it should be appre-
ciated that such a development effort might be complex
and time consuming, but would nevertheless be a routine
undertaking of design, fabrication, and manufacture for
those of ordinary skill having the benefit of this disclosure.
[0010] In certain embodiments, welding devices may
be paired together automatically (e.g., without user inter-
vention). The welding devices may be paired together
using wireless and/or wired communication over a variety
of communication channels (e.g., power line communi-
cation, RS-232, RS-485, Ethernet, Wi-Fi, Zigbee, Blue-
tooth, cellular) in conjunction with a change in a signal
provided via a physical connection (e.g., welding power
connection, shielding gas connection, welding wire con-
nection, pneumatic connection, hydraulic connection, fib-
er optics connection) between the welding devices to ver-
ify that the welding devices are physically connected to-
gether. By verifying that the welding devices are physi-
cally connected together, welding devices may be accu-
rately paired together without user intervention regard-
less of whether cross-talk may exist during pairing.
[0011] As used herein, the term "pairing" means asso-
ciating devices so the devices can communicate together
and so the devices can identify one or more devices that
are being communicated with. The associating of the de-
vices may include the devices sharing a unique identifier
with one another, and the devices storing the unique iden-
tifiers of associated devices. Accordingly, as used herein,
the terms "paring" and "associating" are considered syn-
onymous. Furthermore, the terms "pair" and "associate"
are synonymous, and the terms "paired" and "associat-
ed" are synonymous. Moreover, pairing is not limited to
two devices, but encompasses an association between
any number of devices.
[0012] Turning to the figures, FIG. 1 illustrates an em-
bodiment of a welding system 10 (e.g., a gas metal arc
welding (GMAW) system) where a welding power unit 12
and a welding device 14 may be paired together in ac-
cordance with aspects of the present disclosure. It should
be appreciated that, while the present discussion may
focus specifically on the GMAW system 10 illustrated in
FIG. 1, the presently disclosed pairing methods may be
used in systems using any arc welding process (e.g.,
FCAW, FCAW-G, GTAW, SAW, SMAW, or similar arc
welding process). Furthermore, although the present ap-
plication specifically relates to pairing welding devices
together, the pairing methods provided herein may be
applied to pairing any two devices together.
[0013] As illustrated, the welding system 10 includes
the welding power unit 12, the welding device 14 (e.g.,
a welding wire feeder, remote device, pendant, remote

control), a gas supply system 16, and a welding torch 18.
The welding power unit 12 generally supplies welding
power (e.g., voltage, current, etc.) to the welding system
10 and may be coupled to the welding device 14 via a
cable bundle 20 as well as coupled to a workpiece 22
using a work cable 24 having a clamp 26.
[0014] The cable bundle 20 may include a wired com-
munication channel between the welding power unit 12
and the welding device 14. For example, the welding
power unit 12 may communicate with the welding device
14 via power line communication where data is provided
(e.g., transmitted, sent, transferred, delivered) over weld-
ing power (e.g., over the same physical electrical con-
ductor). As will be appreciated, the welding power unit
12 may communicate with the welding device 14 using
any suitable wired or wireless protocol (e.g., RS-232, RS-
485, Ethernet, a proprietary communication protocol). In
certain embodiments, the welding power unit 12 and the
welding device 14 may communicate using a wired com-
munication channel that links the welding power unit 12
and the welding device 14 via a network (e.g., Internet,
intranet). For example, both the welding power unit 12
and the welding device 14 may be wired to the Internet
using an Ethernet cable. Accordingly, the welding power
unit 12 may communicate with the welding device 14 via
the Internet. In some embodiments, the welding power
unit 12 and the welding device 14 may communicate
(e.g., either directly, or indirectly via a network) using a
wireless communication channel (e.g., Wi-Fi, Bluetooth,
Zigbee, cellular).
[0015] As will be appreciated, the welding power unit
12 and the welding device 14 may be paired together
automatically (e.g., without user intervention). However,
when pairing the welding power unit 12 and the welding
device 14 together cross-talk or other interference may
be present. Furthermore, the welding power unit 12 and
the welding device 14 may need to have a way to verify
that the welding power unit 12 is physically coupled to
the welding device 14. Accordingly, the welding power
unit 12 may control a change in welding power (e.g.,
change in welding voltage, change in welding current,
etc.) and/or welding consumables provided between the
welding power unit 12 and the welding device 14 so that
the welding device 14 can verify that pairing between the
welding power unit 12 and the welding device 14 is oc-
curring. For example, during pairing of the welding power
unit 12 and the welding device 14, the welding device 14
may request verification that the welding power unit 12
is physically coupled to the welding device 14. Accord-
ingly, the welding power unit 12 may change welding
power (e.g., current, voltage, etc.) output from the weld-
ing power unit 12 such that the welding device 14 can
verify that the welding power unit 12 is physically con-
nected to the welding device 14. As another example,
during pairing of the welding power unit 12 and the weld-
ing device 14, the welding power unit 12 may request
verification that the welding device 14 is physically cou-
pled to the welding power unit 12. Accordingly, the weld-
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ing power unit 12 may send a pairing request by changing
welding power output from the welding power unit 12
such that the welding device 14 can provide a response
indicating that the welding device 14 is physically con-
nected to the welding power unit 12. Furthermore, the
welding power unit 12 may change a shielding gas output.
In certain systems, a change in welding wire, hydraulic
fluid flow, pneumatic air flow, light or laser transmissions,
or any other change may be provided between two de-
vices to verify that two devices are physically connected
together. As such, the two devices may verify that they
are physically coupled together and are being correctly
paired together.
[0016] The welding power unit 12 may generally in-
clude power conversion circuitry that receives input pow-
er from an alternating current power source 28 (e.g., an
AC power grid, an engine/generator set, or a combination
thereof), conditions the input power, and provides DC or
AC output power via the cable 20. As such, the welding
power unit 12 may power the welding device 14 that, in
turn, powers the welding torch 18, in accordance with
demands of the welding system 10. The work cable 24
terminating in the clamp 26 couples the welding power
unit 12 to the workpiece 22 to close the circuit between
the welding power unit 12, the workpiece 22, and the
welding torch 18. The welding power unit 12 may include
circuit elements (e.g., transformers, rectifiers, switches,
and so forth) capable of converting the AC input power
to a direct current electrode positive (DCEP) output, di-
rect current electrode negative (DCEN) output, DC var-
iable polarity, pulsed DC, or a variable balance (e.g., bal-
anced or unbalanced) AC output, as dictated by the de-
mands of the welding system 10.
[0017] The illustrated welding system 10 includes the
gas supply system 16 that supplies a shielding gas or
shielding gas mixtures from one or more shielding gas
sources 17 to the welding torch 18. In the depicted em-
bodiment, the gas supply system 16 is directly coupled
to the welding power unit 12 via a gas conduit 30. The
welding power unit 12 may regulate the flow of gas from
the gas supply system 16 to the welding torch 18. In an-
other embodiment, the gas supply system 16 may in-
stead be coupled to the welding device 14, and the weld-
ing device 14 may regulate the flow of gas from the gas
supply system 16 to the welding torch 18.
[0018] A shielding gas, as used herein, may refer to
any gas or mixture of gases that may be provided to the
arc and/or weld pool in order to provide a particular local
atmosphere (e.g., to shield the arc, improve arc stability,
limit the formation of metal oxides, improve wetting of the
metal surfaces, alter the chemistry of the weld deposit,
and so forth). In certain embodiments, the shielding gas
flow may be a shielding gas or shielding gas mixture (e.g.,
argon (Ar), helium (He), carbon dioxide (CO2), oxygen
(O2), nitrogen (N2), similar suitable shielding gases, or
any mixtures thereof). For example, a shielding gas flow
(e.g., delivered via conduit 30) may include Ar, Ar/CO2
mixtures, Ar/CO2/O2 mixtures, Ar/He mixtures, and so

forth.
[0019] In the illustrated embodiment, the welding de-
vice 14 is coupled to the welding torch 18 via a cable
bundle 32 in order to supply consumables (e.g., shielding
gas, welding wire) and welding power to the welding torch
18 during operation of the welding system 10. In another
embodiment, the cable bundle 32 may only provide weld-
ing power to the welding torch 18. During operation, the
welding torch 18 may be brought near the workpiece 22
so that an arc 34 may be formed between the consumable
welding electrode (i.e., the welding wire exiting a contact
tip of the welding torch 18) and the workpiece 22.
[0020] FIG. 2 is a block diagram of an embodiment of
multiple welding systems 36 that may be paired together
in accordance with aspects of the present disclosure. As
illustrated, the multiple welding systems 36 may include
multiple source devices (e.g., welding power units 12)
such as a welding device (S1) 38, a welding device (S2)
40, a welding device (S3) 42, a welding device (S4) 44,
and a welding device (S5) 46. A "source device" as used
herein generally refers to a device that provides a re-
sponse to a remote device via a physical connection be-
tween the source device and the remote device. The re-
sponse is a unidirectional output from the source device
of something provided by the source device and is not
standard communication (e.g., it is not something that is
used for continuous communication). For example, the
source device may provide a pulse or change in a high
power output (e.g., welding power), a gas flow, a fluid
flow, a heat provided, a light emitted, a sound, and so
forth. The source device may be paired with the remote
device to exchange data with the remote device.
[0021] Furthermore, the multiple welding systems 36
may include multiple remote devices (e.g., welding de-
vices 14) such as a welding device (RD1) 48, a welding
device (RD2) 50, a welding device (RD3) 52, a welding
device (RD4) 54, and a welding device (RD5) 56. A "re-
mote device" as used herein generally refers to a device
that receives a response from the source device via a
physical connection between the remote device and the
source device. The response is a unidirectional output
from the source device of something provided by the
source device and is not standard communication. For
example, the remote device may receive a pulse or
change in a high power output (e.g., welding power), a
gas flow, a fluid flow, a heat provided, a light emitted, a
sound, and so forth. The remote device may be paired
with the source device to exchange data with the source
device.
[0022] As illustrated, each of the source devices may
be physically coupled to one of the remote devices. For
example, S1 38 may be physically coupled to RD3 52
via a physical connection 58. In addition, S2 40 may be
physically coupled to RD4 54 via a physical connection
60. Furthermore, S3 42 may be physically coupled to
RD1 48 via a physical connection 62. Likewise, S4 44
may be physically coupled to RD5 56 via a physical con-
nection 64. Moreover, S5 46 may be physically coupled
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to RD2 50 via a physical connection 66. Although the
source devices are physically coupled to the remote de-
vices, standard communication between the source de-
vices and the remote devices may not occur using the
physical connections. However, the physical connec-
tions are needed during the pairing process to verify that
a source device is physically coupled to a remote device.
[0023] In certain embodiments, the physical connec-
tions 58, 60, 62, 64, and 66 may include cables where
welding power (e.g., voltage, current, etc.) is provided
from the source device to the remote device. Further-
more, data may be provided between the source devices
and the remote devices by modulating the data over the
welding power (e.g., power line communication). As pre-
viously explained, cross-talk may exist between data pro-
vided over different physical connections 58, 60, 62, 64,
and 66. Accordingly, as source devices and remote de-
vices may attempt to automatically pair together using
the data over the welding power, data may be incorrectly
provided to an undesired source device and/or remote
device. As such, the welding power may be used to verify
that a source device is physically coupled to a remote
device. For example, a predetermined change (e.g., a
pulsed change) in welding power may be used to signify
that a particular source device is coupled to a particular
remote device, as explained in greater detail in FIGS. 3
and 4.
[0024] FIG. 3 is a flow chart of an embodiment of a
method 68 for pairing source devices with remote devices
in accordance with aspects of the present disclosure. At
block 70, a source device determines that it is unassoci-
ated (e.g., not paired) with a remote device. At block 72,
the source device determines whether it is unassociated
because of lost communication between the source de-
vice and a remote device. If the source device determines
that it is unassociated with a remote device because of
lost communication, the source device is re-associated
(e.g., re-paired) with the remote device, per block 74. In
certain embodiments, the source device may have a pre-
determined time period (e.g., approximately 10 seconds)
after lost communication to re-associate with the remote
device. In some embodiments, the predetermined time
period may be based on a duration after the source de-
vice is powered on. The source device determines wheth-
er a timeout (e.g., a time period that elapses without com-
munication) occurs between the source device and the
remote device (block 76). If a timeout occurs, the source
device determines that it is unassociated with the remote
device (block 70). However, if a timeout does not occur,
the source device remains associated with the remote
device and continues to determine whether a timeout oc-
curs (block 76).
[0025] Returning to block 72, if the source device de-
termines that it is not unassociated with a remote device
because of lost communication, the source device may
determine whether a petition for association has been
received by a remote device (block 78). A petition for
association is sent by a remote device when the remote

device seeks to be paired with a source device. If a pe-
tition for association has not been received, the source
device returns to block 70. However, if a petition for as-
sociation has been received, the source device arbitrates
(e.g., decides) which remote device will get control of the
association process and broadcast the identity of the re-
mote device that will get control (e.g., the arbitration de-
vice) (block 80). At block 82, the source device deter-
mines whether a timeout (e.g., a time period that elapses
without a new arbitration device identity being broadcast)
occurs after the identity of the arbitration device has been
broadcast. If a timeout does not occur (e.g., a new arbi-
tration device identity is broadcast), the source device
returns to block 80. However, if a timeout occurs (e.g.,
there is not a new arbitration device identity broadcast),
the arbitration device is granted control by the source
device (block 84).
[0026] After the arbitration device is granted control,
the source device determines whether a timeout occurs
(e.g., too much time elapses before an identity request
is received) (block 86). If a timeout occurs, the source
device returns to block 70. However, if a timeout does
not occur, the source device determines whether it has
been released by the arbitration device (e.g., the arbitra-
tion device has emptied its list and an identity request of
the source device was not received) (block 88). If the
source device has been released by the arbitration de-
vice, the source device returns to block 70. If the source
device has not been released by the arbitration device,
the source device determines whether an identity request
(e.g., a request for the source device to output an iden-
tifications signal over the physical connection) has been
received (block 90). If an identity request has not been
received, the source device returns to block 86.
[0027] On the other hand, if an identity request has
been received, the source device broadcasts an identi-
fication signal (e.g., a change in welding power output,
shielding gas flow, welding wire flow, hydraulic flow,
pneumatic flow, light transmissions) (block 92). At block
94, the source device determines whether a timeout has
occurred since the identification signal was sent. If a time-
out has occurred, the source device returns to block 70.
However, if a timeout has not occurred, the source device
determines whether a reject message is received from a
remote device (e.g., rejecting an association with the
source device) (block 96). If a reject message is received,
the source device returns to block 70. However, if a reject
message is not received, the source device determines
whether a locking signal has been received (block 98).
If a locking signal has not been received, the source de-
vice returns to block 94. However, if a locking signal has
been received, the source device is associated with the
remote device (block 74). Accordingly, the source device
is associated (e.g., paired) with the remote device using
a response (e.g., identification signal) provided over a
physical connection to verify that the devices are physi-
cally connected together. The physical connection en-
sures that any present cross-talk does not interfere with
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the pairing of the source device and the remote device.
Once paired, the source device and the remote device
may communicate together knowing that they are the
devices that are physically coupled together.
[0028] FIG. 4 is a flow chart of an embodiment of a
method 100 for pairing remote devices with source de-
vices in accordance with aspects of the present disclo-
sure. At block 102, the remote device is initialized (e.g.,
powered on, reset). After being initialized, the remote de-
vice determines whether it is ready to associate with a
source device (block 104). If the remote device deter-
mines that it is not ready to associate with a source de-
vice, the remote device returns to block 102. However,
if the remote device determines that it is ready to asso-
ciate with a source device, the remote device determines
whether it has been previously associated with a source
device (block 106).
[0029] If the remote device has been previously asso-
ciated with a source device, the remote device re-asso-
ciates with the source device (block 108). In certain em-
bodiments, the remote device may re-associate (e.g., re-
cover) a previous association if the previous association
existed within a predetermined duration (e.g., such as a
duration that begins after the remote device is powered
on). After re-associating, the remote device determines
whether a timeout (e.g., a time period that elapses without
communication) occurs between the remote device and
the source device (block 110). If a timeout has not oc-
curred, the remote device returns to block 110. If a time-
out occurs, the remote device may have lost communi-
cation with the source device (block 112). Per block 114,
if a timeout occurs after communication is lost, the remote
device returns to block 102. If a timeout does not occur,
the remote device determines whether communication
has been restored (block 116). If communication be-
tween the remote device and the source device has been
restored, the remote device returns to block 108. If com-
munication between the remote device and the source
device is not restored, the remote device returns to block
112.
[0030] Returning to block 106, if the remote device has
not been previously associated with a source device, the
remote device provides a petition for arbitration (e.g., a
request to be paired) to the source devices (block 118).
At block 120, the remote device determines whether a
grant to be the arbitration device has been received from
a source device. The arbitration device is an unassoci-
ated device that is used to control the order of identity
requests sent to source devices. If a grant to be the ar-
bitration device has been received by the remote device,
a source device grants control to the remote device (block
122). The remote device then determines whether a time-
out has occurred since it was granted control (block 124).
If a timeout has not occurred, the remote device deter-
mines whether a grant for a higher ranking (e.g., higher
identification number, lower identification number, etc.)
remote device has been received (block 126). If the re-
mote device has received a grant for a higher ranking

device, the remote device returns to block 118. If how-
ever, the remote device has not received a grant for a
higher ranking device, the remote device returns to block
124.
[0031] At block 124, if a timeout has occurred (e.g.,
there is not a higher ranking device), the remote device
takes control (e.g., gets the floor) and begins to request
that source devices identify themselves by cycling
through a list of source devices that the remote device
has received communication from (block 128). The re-
mote device goes sequentially through each source de-
vice in its list and sends a request to the source device
for an identity response. At block 130, the remote device
determines whether it has received a response from a
source device (e.g., a source device has been identified)
physically connected to the remote device (e.g., whether
the remote device has received an identity response from
the requested source device). If the remote device has
not identified a physically connected source device, the
remote device determines whether its list of source de-
vices is empty (block 132). If the remote device does not
have an empty list, the remote device returns to block
128. On the other hand, if the remote device has an empty
list, the remote device returns to block 118.
[0032] Returning to block 130, if the remote device has
identified the source device that it is coupled to (e.g.,
received an identity response such as a change in an
output from the source device), the remote device sends
a locking signal to the source device (block 134). As il-
lustrated, block 134 may also be reached by the remote
device identifying the source device that it is coupled to
per block 136. At block 138, the remote device deter-
mines whether a timeout has occurred (e.g., a time period
has elapsed). If a timeout has occurred, the remote de-
vice returns to block 102. However, if a timeout has not
occurred, the remote device determines whether the
source device is ready to be associated with the remote
device (e.g., whether the source device has provided an
acknowledgment of the locking signal) (block 140). If the
source device has not acknowledged receipt of the lock-
ing signal, the remote device returns to block 138. On
the other hand, if the source device has acknowledged
receipt of the locking signal, the remote device broad-
casts a release signal to release other source devices
(block 141) and is associated with the source device per
block 108. Accordingly, the remote device may be asso-
ciated (e.g., paired) with the source device to which it is
physically connected.
[0033] FIG. 5 is a flow chart of an embodiment of a
method 142 for pairing welding devices in accordance
with aspects of the present disclosure. In the present
embodiment, a pairing request (e.g., request for associ-
ation) is sent from a first device (e.g., first welding device)
to a second device (e.g., second welding device) (block
144). The pairing request may be sent automatically
(e.g., without user intervention), such as when the first
device is powered on or restarted. In certain embodi-
ments, the pairing request may be sent from the first de-
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vice to the second device via data carried by welding
power (e.g., power line communication). In other embod-
iments, the pairing request may be sent using any suit-
able wired or wireless communication. Furthermore, in
some embodiments the pairing request may include a
unique identifier that may be used by the second device
to identify the first device. The first device receives a re-
sponse to the pairing request (block 146).
[0034] As previously described, the second device is
physically connected to the first device and the response
to the pairing request includes a change (e.g., a pulsed
change) in something physically carried by the physical
connection (e.g., welding power, welding consumables
such as shielding gas flow and welding wire, air flow, gas
flow, fluid flow, light transmissions, heat transmissions,
sound). As will be appreciated, the physical connection
may be a cable (e.g., fiber optic, electrical, welding), wire,
electrical conductor, hose, tube, and so forth. After re-
ceiving the response to the pairing request from the sec-
ond device, the first device and the second device are
paired together (block 148). As may be appreciated, in
some embodiments, the pairing request itself may be a
change in something physically carried by the physical
connection, while the response may be data carried by
welding power and/or both the pairing request and the
response may be a change in one or more things phys-
ically carried by the physical connection. In certain em-
bodiments, before the first and second devices are paired
together, the first device may send an acknowledgment
to the second device that the response was received.
Using such a method, the first and second devices may
be paired together even if cross-talk exists in the envi-
ronment where the first and second devices are located.
[0035] Although the embodiments described herein
have focused on pairing a source device to a remote
device, in certain embodiments a source device may be
paired with multiple remote devices. Furthermore in
some embodiments, a remote device may be paired with
multiple source devices. Likewise, a pairing combination
may be made between any source device and any remote
device. As will be appreciated, in certain embodiments,
a remote device may also be a source device. Moreover,
in some embodiments, a source device may also be a
remote device.
[0036] While only certain features of the invention have
been illustrated and described herein, many modifica-
tions and changes will occur to those skilled in the art. It
is, therefore, to be understood that the appended claims
are intended to cover all such modifications and changes
as fall within the scope of the invention.

Claims

1. A method for pairing welding devices comprising:

sending a pairing request from a first welding
device (38, 40, 42, 44, 46) to a second welding

device (48, 50, 52, 54, 56);
receiving, at the first welding device (38, 40, 42,
44, 46), a response to the pairing request from
the second welding device (48, 50, 52, 54, 56),
wherein the second welding device (48, 50, 52,
54, 56) is physically connected to the first weld-
ing device (38, 40, 42, 44, 46), and
pairing the first welding device (38, 40, 42, 44,
46) and the second welding device (48, 50, 52,
54, 56) after the first welding device (38, 40, 42,
44, 46) receives the response to the pairing re-
quest from the second welding device (48, 50,
52, 54, 56),
or
receiving a pairing request from a first welding
device (38, 40, 42, 44, 46) at a second welding
device (48, 50, 52, 54, 56);
sending, from the second welding device (48,
50, 52, 54, 56), a response to the pairing request,
wherein the second welding device (48, 50, 52,
54, 56) is physically connected to the first weld-
ing device (38, 40, 42, 44, 46) ; and
pairing the first welding device (38, 40, 42, 44,
46) and the second welding device (48, 50, 52,
54, 56) after the second welding device (48, 50,
52, 54, 56) sends the response to the pairing
request; characterized in that the pairing re-
quest or the response comprises a change in
welding power, welding consumables, or any
combination thereof.

2. The method of claim 1, wherein sending the pairing
request from the first welding device (38, 40, 42, 44,
46) to the second welding device (48, 50, 52, 54, 56)
comprises sending the pairing request using data
carried by welding power.

3. The method of claim 1, wherein sending the pairing
request from the first welding device (38, 40, 42, 44,
46) to the second welding device (48, 50, 52, 54, 56)
comprises sending a unique identifier of the first
welding device (38, 40, 42, 44, 46) to the second
welding device (48, 50, 52, 54, 56), and
wherein sending the response to the pairing request
comprises sending a unique identifier of the second
welding device (48, 50, 52, 54, 56).

4. The method of claim 1, wherein the second welding
device (48, 50, 52, 54, 56) is physically connected
to the first welding device (38, 40, 42, 44, 46) via a
cable (58, 60, 62, 64 66).

5. The method of claim 1, wherein the pairing request
or the response comprises a pulsed change in weld-
ing power.

6. The method of claim 1, wherein the welding consum-
ables comprise a shielding gas and/or welding wire.
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7. The method of claim 1, wherein pairing the first weld-
ing device (38, 40, 42, 44, 46) and the second weld-
ing device (48, 50, 52, 54, 56) comprises sending an
acknowledgment from the first welding device (38,
40, 42, 44, 46) to the second welding device (48, 50,
52, 54, 56) to notify the second welding device (48,
50, 52, 54, 56) that the response was received.

8. The method of claim 1, comprising powering the first
welding device (38, 40, 42, 44, 46), wherein power-
ing the first welding device (38, 40, 42, 44, 46) results
in the pairing request being sent from the first welding
device (38, 40, 42, 44, 46) to the second welding
device (48, 50, 52, 54, 56).

9. The method of claim 1, comprising restoring a pre-
vious pairing between the first welding device (38,
40, 42, 44, 46) and the second welding device (48,
50, 52, 54, 56) if the previous pairing existed within
a predetermined duration,
wherein the predetermined duration is based on a
duration that begins after the first welding device (38,
40, 42, 44, 46) is powered off.

10. A welding system comprising:

a first welding device (38, 40, 42, 44, 46); and
a second welding device (48, 50, 52, 54, 56)
configured to provide welding power, welding
consumables, or any combination thereof to the
first welding device (38, 40, 42, 44, 46); and
characterized in that
the first welding device (38, 40, 42, 44, 46) is
configured to send a pairing request to the sec-
ond welding device (48, 50, 52, 54, 56), receive
a response to the pairing request from the sec-
ond welding device (48, 50, 52, 54, 56), and pair
with the second welding device (48, 50, 52, 54,
56) after receiving, the response to the pairing
request, wherein the pairing request or the re-
sponse comprises a change in welding power,
welding consumables, or any combination
thereof.

11. The welding system of claim 10, comprising a cable
(58, 60, 62, 64 66) coupling the first welding device
(38, 40, 42, 44, 46) to the second welding device
(48, 50, 52, 54, 56).

12. The welding system of claim 11, wherein the cable
(58, 60, 62, 64 66) is configured to carry welding
power between the first welding device (38, 40, 42,
44, 46) and the second welding device (48, 50, 52,
54, 56).

13. The welding system of claim 12, wherein the first
welding device (38, 40, 42, 44, 46) is configured to
communicate with the second welding device (48,

50, 52, 54, 56) using data carried by the welding
power.

14. The welding system of claim 10, wherein the first
welding device (38, 40, 42, 44, 46) is configured to
initiate restoring a previous pairing with the second
welding device (48, 50, 52, 54, 56) if the previous
pairing existed within a predetermined duration.

15. The welding system of claim 10, wherein the first
welding device (38, 40, 42, 44, 46) is configured to
send the pairing request to the second welding de-
vice (48, 50, 52, 54, 56) as a result of being powered
on.

Patentansprüche

1. Verfahren zum Paaren von Schweißvorrichtungen,
das Folgendes umfasst:

Senden einer Paarungsanfrage von einer ersten
Schweißvorrichtung (38, 40, 42, 44, 46) an eine
zweite Schweißvorrichtung (48, 50, 52, 54, 56);
Empfangen an der ersten Schweißvorrichtung
(38, 40, 42, 44, 46) einer Antwort auf die Paa-
rungsanfrage von der zweiten Schweißvorrich-
tung (48, 50, 52, 54, 56), wobei die zweite
Schweißvorrichtung (48, 50, 52, 54, 56) mit der
ersten Schweißvorrichtung (38, 40, 42, 44, 46)
physikalisch verbunden ist; und
Paaren der ersten Schweißvorrichtung (38, 40,
42, 44, 46) und der zweiten Schweißvorrichtung
(48, 50, 52, 54, 56), nachdem die erste
Schweißvorrichtung (38, 40, 42, 44, 46) die Ant-
wort auf die Paarungsanfrage von der zweiten
Schweißvorrichtung (48, 50, 52, 54, 56) emp-
fangen hat, oder
Empfangen einer Paarungsanfrage von einer
ersten Schweißvorrichtung (38, 40, 42, 44, 46)
bei einer zweiten Schweißvorrichtung (48, 50,
52, 54, 56);
Senden von der zweiten Schweißvorrichtung
(48, 50, 52, 54, 56) einer Antwort auf die Paa-
rungsanfrage, wobei die zweite Schweißvor-
richtung (48, 50, 52, 54, 56) mit der ersten
Schweißvorrichtung (38, 40, 42, 44, 46) physi-
kalisch verbunden ist; und
Paaren der ersten Schweißvorrichtung (38, 40,
42, 44, 46) und der zweiten Schweißvorrichtung
(48, 50, 52, 54, 56), nachdem die zweite
Schweißvorrichtung (48, 50, 52, 54, 56) die Ant-
wort auf die Paarungsanfrage gesendet hat; da-
durch gekennzeichnet, dass
die Paarungsanfrage oder die Antwort eine Än-
derung der Schweißleistung, der Schweißver-
brauchsmittel oder eine Kombination davon um-
fasst.
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2. Verfahren nach Anspruch 1, wobei das Senden der
Paarungsanfrage von der ersten Schweißvorrich-
tung (38, 40, 42, 44, 46) an die zweite Schweißvor-
richtung (48, 50, 52, 54, 56) umfasst, die Paarungs-
anfrage unter Verwendung von Daten zu senden,
die durch die Schweißleistung befördert werden.

3. Verfahren nach Anspruch 1, wobei das Senden der
Paarungsanfrage von der ersten Schweißvorrich-
tung (38, 40, 42, 44, 46) an die zweite Schweißvor-
richtung (48, 50, 52, 54, 56) umfasst, eine eindeutige
Kennzeichnung der ersten Schweißvorrichtung (38,
40, 42, 44, 46) an die zweite Schweißvorrichtung
(48, 50, 52, 54, 56) zu senden, und
wobei das Senden der Antwort auf die Paarungsan-
frage umfasst, eine eindeutige Kennzeichnung der
zweiten Schweißvorrichtung (48, 50, 52, 54, 56) zu
senden.

4. Verfahren nach Anspruch 1, wobei die zweite
Schweißvorrichtung (48, 50, 52, 54, 56) mit der ers-
ten Schweißvorrichtung (38, 40, 42, 44, 46) über ein
Kabel (58, 60, 62, 64, 66) physikalisch verbunden ist.

5. Verfahren nach Anspruch 1, wobei die Paarungsan-
frage oder die Antwort eine gepulste Änderung der
Schweißleistung umfasst.

6. Verfahren nach Anspruch 1, wobei die Schweißver-
brauchsmittel ein Abschirmgas und/oder einen
Schweißdraht umfassen.

7. Verfahren nach Anspruch 1, wobei das Paaren der
ersten Schweißvorrichtung (38, 40, 42, 44, 46) und
der zweiten Schweißvorrichtung (48, 50, 52, 54, 56)
umfasst, eine Bestätigung von der ersten
Schweißvorrichtung (38, 40, 42, 44, 46) an die zweite
Schweißvorrichtung (48, 50, 52, 54, 56) zu senden,
um der zweiten Schweißvorrichtung (48, 50, 52, 54,
56) zu melden, dass die Antwort empfangen wurde.

8. Verfahren nach Anspruch 1, das umfasst, die erste
Schweißvorrichtung (38, 40, 42, 44, 46) einzuschal-
ten, wobei das Einschalten der ersten Schweißvor-
richtung (38, 40, 42, 44, 46) zur Folge hat, dass die
Paarungsanfrage von der ersten Schweißvorrich-
tung (38, 40, 42, 44, 46) an die zweite Schweißvor-
richtung (48, 50, 52, 54, 56) gesendet wird.

9. Verfahren nach Anspruch 1, das umfasst, eine vor-
herige Paarung zwischen der ersten Schweißvor-
richtung (38, 40, 42, 44, 46) und der zweiten
Schweißvorrichtung (48, 50, 52, 54, 56) wiederher-
zustellen, wenn die vorherige Paarung innerhalb ei-
ner vorgegebenen Dauer bestand,
wobei die vorgegebene Dauer auf einer Dauer be-
ruht, die beginnt, nachdem die erste Schweißvor-
richtung (38, 40, 42, 44, 46) ausgeschaltet ist.

10. Schweißsystem, das Folgendes umfasst:

eine erste Schweißvorrichtung (38, 40, 42, 44,
46); und
eine zweite Schweißvorrichtung (48, 50, 52, 54,
56), die konfiguriert ist, eine Schweißleistung,
Schweißverbrauchsmittel oder eine Kombinati-
on davon an die erste Schweißvorrichtung (38,
40, 42, 44, 46) zu liefern, und dadurch gekenn-
zeichnet, dass
die erste Schweißvorrichtung (38, 40, 42, 44,
46) konfiguriert ist, eine Paarungsanfrage an die
zweite Schweißvorrichtung (48, 50, 52, 54, 56)
zu senden, eine Antwort auf die Paarungsanfra-
ge von der zweiten Schweißvorrichtung (48, 50,
52, 54, 56) zu empfangen und sich nach dem
Empfangen der Antwort auf die Paarungsanfra-
ge mit der zweiten Schweißvorrichtung (48, 50,
52, 54, 56) zu paaren, wobei die Paarungsan-
frage oder die Antwort eine Änderung der
Schweißleistung, der Schweißverbrauchsmittel
oder eine Kombination davon umfasst.

11. Schweißsystem nach Anspruch 10, das ein Kabel
umfasst (58, 60, 62, 64, 66), das die erste
Schweißvorrichtung (38, 40, 42, 44, 46) an die zweite
Schweißvorrichtung (48, 50, 52, 54, 56) koppelt.

12. Schweißsystem nach Anspruch 11, wobei das Kabel
(58, 60, 62, 64, 66) konfiguriert ist, eine
Schweißleistung zwischen der ersten Schweißvor-
richtung (38, 40, 42, 44, 46) und der zweiten
Schweißvorrichtung (48, 50, 52, 54, 56) zu beför-
dern.

13. Schweißsystem nach Anspruch 12, wobei die erste
Schweißvorrichtung (38, 40, 42, 44, 46) konfiguriert
ist, mit der zweiten Schweißvorrichtung (48, 50, 52,
54, 56) unter Verwendung von Daten zu kommuni-
zieren, die durch die Schweißleistung befördert wer-
den.

14. Schweißsystem nach Anspruch 10, wobei die erste
Schweißvorrichtung (38, 40, 42, 44, 46) konfiguriert
ist, ein Wiederherstellen einer vorherigen Paarung
mit der zweiten Schweißvorrichtung (48, 50, 52, 54,
56) einzuleiten, wenn die vorherige Paarung inner-
halb einer vorgegebenen Dauer bestand.

15. Schweißsystem nach Anspruch 10, wobei die erste
Schweißvorrichtung (38, 40, 42, 44, 46) konfiguriert
ist, die Paarungsanfrage an die zweite Schweißvor-
richtung (48, 50, 52, 54, 56) als Folge davon, dass
sie eingeschaltet worden ist, sendet.
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Revendications

1. Procédé d’appariement de dispositifs de soudage
comprenant :

l’envoi d’une requête d’appariement depuis un
premier dispositif de soudage (38, 40, 42, 44,
46) à un deuxième dispositif de soudage (48,
50, 52, 54, 56) ;
la réception, au niveau du premier dispositif de
soudage (38, 40, 42, 44, 46), d’une réponse à
la requête d’appariement provenant du deuxiè-
me dispositif de soudage (48, 50, 52, 54, 56), le
deuxième dispositif de soudage (48, 50, 52, 54,
56) étant physiquement relié au premier dispo-
sitif de soudage (38, 40, 42, 44, 46) ; et
l’appariement du premier dispositif de soudage
(38, 40, 42, 44, 46) et du deuxième dispositif de
soudage (48, 50, 52, 54, 56) après que le pre-
mier dispositif de soudage (38, 40, 42, 44, 46)
a reçu la réponse à la requête d’appariement
provenant du deuxième dispositif de soudage
(48, 50, 52, 54, 56), ou
la réception d’une requête d’appariement pro-
venant d’un premier dispositif de soudage (38,
40, 42, 44, 46) au niveau d’un deuxième dispo-
sitif de soudage (48, 50, 52, 54, 56) ;
l’envoi, depuis le deuxième dispositif de souda-
ge (48, 50, 52, 54, 56), d’une réponse à la re-
quête d’appariement, le deuxième dispositif de
soudage (48, 50, 52, 54, 56) étant physiquement
relié au premier dispositif de soudage (38, 40,
42, 44, 46) ; et
l’appariement du premier dispositif de soudage
(38, 40, 42, 44, 46) et du deuxième dispositif de
soudage (48, 50, 52, 54, 56) après que le deuxiè-
me dispositif de soudage (48, 50, 52, 54, 56) a
envoyé la réponse à la requête d’appariement ;
caractérisé en ce que
la requête d’appariement ou la réponse com-
prend un changement de puissance de souda-
ge, de consommables de soudage, ou toute
combinaison de ceux-ci.

2. Procédé de la revendication 1, dans lequel l’envoi
de la requête d’appariement depuis le premier dis-
positif de soudage (38, 40, 42, 44, 46) au deuxième
dispositif de soudage (48, 50, 52, 54, 56) comprend
l’envoi de la requête d’appariement en utilisant des
données transportées par la puissance de soudage.

3. Procédé de la revendication 1, dans lequel l’envoi
de la requête d’appariement depuis le premier dis-
positif de soudage (38, 40, 42, 44, 46) au deuxième
dispositif de soudage (48, 50, 52, 54, 56) comprend
l’envoi d’un identifiant unique du premier dispositif
de soudage (38, 40, 42, 44, 46) au deuxième dispo-
sitif de soudage (48, 50, 52, 54, 56), et

dans lequel l’envoi de la réponse à la requête d’ap-
pariement comprend l’envoi d’un identifiant unique
du deuxième dispositif de soudage (48, 50, 52, 54,
56).

4. Procédé de la revendication 1, dans lequel le deuxiè-
me dispositif de soudage (48, 50, 52, 54, 56) est
physiquement relié au premier dispositif de soudage
(38, 40, 42, 44, 46) par un câble (58, 60, 62, 64, 66).

5. Procédé de la revendication 1, dans lequel la requête
d’appariement ou la réponse comprend un change-
ment par impulsions de la puissance de soudage.

6. Procédé de la revendication 1, dans lequel les con-
sommables de soudage comprennent un gaz pro-
tecteur et/ou un fil à souder.

7. Procédé de la revendication 1, dans lequel l’appa-
riement du premier dispositif de soudage (38, 40,
42, 44, 46) et du deuxième dispositif de soudage
(48, 50, 52, 54, 56) comprend l’envoi d’un accusé
de réception depuis le premier dispositif de soudage
(38, 40, 42, 44, 46) au deuxième dispositif de sou-
dage (48, 50, 52, 54, 56) pour notifier au deuxième
dispositif de soudage (48, 50, 52, 54, 56) que la ré-
ponse a été reçue.

8. Procédé de la revendication 1, comprenant l’alimen-
tation du premier dispositif de soudage (38, 40, 42,
44, 46), l’alimentation du premier dispositif de sou-
dage (38, 40, 42, 44, 46) aboutissant à la requête
d’appariement envoyée depuis le premier dispositif
de soudage (38, 40, 42, 44, 46) au deuxième dispo-
sitif de soudage (48, 50, 52, 54, 56).

9. Procédé de la revendication 1, comprenant la res-
tauration d’un appariement précédent entre le pre-
mier dispositif de soudage (38, 40, 42, 44, 46) et le
deuxième dispositif de soudage (48, 50, 52, 54, 56)
si l’appariement précédent existait à l’intérieur d’une
durée prédéterminée,
la durée prédéterminée étant basée sur une durée
qui commence après que le premier dispositif de
soudage (38, 40, 42, 44, 46) a été mis hors tension.

10. Système de soudage comprenant :

un premier dispositif de soudage (38, 40, 42, 44,
46) ; et
un deuxième dispositif de soudage (48, 50, 52,
54, 56) configuré pour fournir une puissance de
soudage, des consommables de soudage, ou
toute combinaison de ceux-ci au premier dispo-
sitif de soudage (38, 40, 42, 44, 46) ; et carac-
térisé en ce que
le premier dispositif de soudage (38, 40, 42, 44,
46) est configuré pour envoyer une requête
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d’appariement au deuxième dispositif de sou-
dage (48, 50, 52, 54, 56), recevoir une réponse
à la requête d’appariement provenant du
deuxième dispositif de soudage (48, 50, 52, 54,
56), et s’apparier avec le deuxième dispositif de
soudage (48, 50, 52, 54, 56) après avoir reçu la
réponse à la requête d’appariement, la requête
d’appariement ou la réponse comprenant un
changement de puissance de soudage, de con-
sommables de soudage, ou toute combinaison
de ceux-ci.

11. Système de soudage de la revendication 10, com-
prenant un câble (58, 60, 62, 64, 66) couplant le pre-
mier dispositif de soudage (38, 40, 42, 44, 46) au
deuxième dispositif de soudage (48, 50, 52, 54, 56).

12. Système de soudage de la revendication 11, dans
lequel le câble (58, 60, 62, 64, 66) est configuré pour
transporter une puissance de soudage entre le pre-
mier dispositif de soudage (38, 40, 42, 44, 46) et le
deuxième dispositif de soudage (48, 50, 52, 54, 56).

13. Système de soudage de la revendication 12, dans
lequel le premier dispositif de soudage (38, 40, 42,
44, 46) est configuré pour communiquer avec le
deuxième dispositif de soudage (48, 50, 52, 54, 56)
en utilisant des données transportées par la puis-
sance de soudage.

14. Système de soudage de la revendication 10, dans
lequel le premier dispositif de soudage (38, 40, 42,
44, 46) est configuré pour initier une restauration
d’un appariement précédent avec le deuxième dis-
positif de soudage (48, 50, 52, 54, 56) si l’apparie-
ment précédent existait à l’intérieur d’une durée pré-
déterminée.

15. Système de soudage de la revendication 10, dans
lequel le premier dispositif de soudage (38, 40, 42,
44, 46) est configuré pour envoyer la requête d’ap-
pariement au deuxième dispositif de soudage (48,
50, 52, 54, 56) en conséquence de sa mise sous
tension.
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