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1. Safety Instructions.

s A MPORTANT A ]

Be sure to follow all instructions and warnings in this manual when using
the equipment.

A WARNING A
Do NOT look directly into the UV light when printin g, and don’t expose

your skin directly to the UV light. If you need to look at the direction of the
light, wear protective glasses or look through the front cover glas.

A WARNING A
UV ink contains chemicals, when handling the ink, w ear protective gloves

to protect your skin, and protective glasses. Shoul d the ink come in
contact with your skin, wash with water immediately

—— VP ORTANT A

The Anapurna engines are equipped with an exhausts  ystem to extract the
heat and the ozone gas, which is built up by the cu  ring process.
Make sure the exhaust system leads to the outside a  ir.
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2. Printer Overview and Features.

System Dimensions:

m For the Anapurna XL*

Width Height Weight
Anapurna XL* 4750 mm 1660 mm’ 2360 mm 2300 kg

187 Inch 65 Inch 93 Inch 5071 Lbs
Rigid table XL* [2650 mm £ 970 mm 1000 mm™* -

104 inch 38.2 Inch 43 inch

* height without tower light {tower light = 670 mm)
™" adiustable to the height of the printing table
" length without coupling

ANAPURNA XL2 Max. media width: 2.5m (printable width: 2.48m)

2.1. Front view, parts & locations

SIGNAL Tower

CONVEYER Belt

HOME Position

VACUUM Control
UV-Lamp Control

OPERATOR Screen

[ Front/Rear Media Bar Control |

ANAPURNA y,

SYSTEM Start-up/Restart |

“‘ INK Refill Side
TEMPERATURE &

‘; INK VACUUM Control

|

|
TAKE-UP System
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2.2. Rear view, parts & locations

IVACUUM Control

MEDIA Register PIN Setting A EMERGENCY Stop

Front/Rear Media Bar Control [ MAIN POWER SWITCH

EMERGENCY Stop

VACUUM Table

p 1o ['m 1@ B0 16|

[~ |VACUUM Blower

ROLL Off System

COMPRESSED Air Inlet
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COVER “OPEN” SENSOR

This engine is equipped with a “safety sensor” on the Front and Rear cover.
Carrige movement and printing can only be done with covers closed.

1. When carriage is waiting: (Purge or Home)

When a cover is “open”, you will see the “door open error” on the screen, and the carriage
will not move to Home or Purge if requested.

2. During printing:

When you open the cover at this stage, the PRINT will be CANCELLED and the
UV lamp shutter will be closed automatically.

Cover “OPEN” Sensor (Front)

OPENING THE COVER DURING PRINTING, WILL RESULT IN A CANCELLED PRINT !

ONLY OPEN THE DOOR IN EMERGENCY SITUATIONS !
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2.3. Head Carriage view, parts

[PURGE Button| | [HEADBASE Plate] [PRINTHEADS| [INK Sub Tank]

[INK open-close/SOLUTION Valve | CLEANING Solution Valve

2.4. Signal tower

General POWER “ON”
Flash and Beep if air pressure
is under 3.0kg/cm?

INK waming / Low level
Flash and Beep on Low level

UV Lamps “Ready”
%

Flash and Beep, on Lamp
Overheat or Lamp Power Off

Register PINS “Down”
Flash and Beep, on
FULL waste bottle

VACUUM in USE
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3. Head technology.

Color heads:
- Spectra Galaxy 256/50 AAA JA (Jetting Assembly)

Calibrated Drop Size: 50 pl

256 addressable jetting nozzles, single line
Nozzle spacing: 256 microns (0,010”)
Intrinsic resolution: 100 dpi

White heads:
- Spectra Galaxy 256/80 AAA JA (Jetting Assembly)

Calibrated Drop Size: 75 pl

256 addressable jetting nozzles, single line
Nozzle spacing: 256 microns (0,010”)
Intrinsic resolution: 100 dpi

- 8 JA mounted in head base plate

e 7 heads in line
« 1 head mounted in front of the other heads, used for “Pre-White”.

- Supported Color mode — fixed

- Color Sequence:

AR A\

,,‘_,.__.__....___—_—____.——..___

f’rﬂ"m.m.m.mm.m.mw

8/08/2008
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4. :Anapurna UV Curable Ink.

4.1. General information

- The :Anapurna UV curable ink is specially developed for
best performance on the :Anapurna engine.

- Sharp printing, vibrant colors on a wide range of media
- Ensures dry and instant ready prints with excellent outdoor durability
- Use of light inks
« Enhance apparent output resolution by using Light Cyan and
Light Magenta
« Results in smooth highlights

- Ink usage: + 10ml/m2, all colors together (6)

4.2. Color gamut

- Agfa Inks tuned towards the ISO Standard 12647 (2004)
- Calculated nr of colors (Volume calculated within Monaco CMS)
- ISO Standard 12647: 770.000 colors
- :Anapurna Ink on :Anapurna printing in:
» 6 pass : 830.000 colors
» 8 pass : 850.000 colors

» 12 pass : 1.080.000 colors
» 16 pass :

4.3. Packing
- 1L bottle, packed per 4
:Anapurna Cyan :Anapurna Magenta
:Anapurna Light Cyan :Anapurna Light Magenta
:Anapurna Yellow :Anapurna White
:Anapurna Black :Anapurna Cleaning Solution
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5. Ink Circuit.

5.1. Main ink tanks

- The main ink tanks are located on the right
side of the engine.

- 1.6 liter per color

- Low level detection at 0.3lm, enough
to finish the currently printing job. {
Audible & visual alarm on the Signal tower.

- Ink can be refilled in while printing

- White ink tank has a continuous working
stirring rod inside.

- Tanks:

A WARNING A\

ONLY refill with the 1liter bottle, when the low le  vel alarm goes off.
At that point, you can pour in a complete 1L bottle , and you won’t have any
left over ink remaining in the bottle!!

5.2. Auto ink supply

- From the ink tank, ink is pumped into
the “Sub ink tank”, which is positioned
on the Head Carriage.

- The Sub ink tank is temperature
controlled, and has a content
of 35ml per color

AGFA & 10 8/08/2008
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5.3. Sub Ink Tank and head base temperatures

- Temperature setting “Sub Ink Tank”

Color: 40°C

White Ink: 40°C when in use (up to max 45°C)
25°C when not in use

- Temperature setting “Headbase plate” : 40°C

- Read out: - (1) PV : Processing value indicator(Red)
(2) SV : Setting value indicator(Green)
1) [8)« ¥ A Key shifting the display

(4] Information for operation mode

(5) AT Key : The mode key to excite

L 2) Auto tuning function

; (6) MD Key : Mode key

(7) EV2 : Event 2 output signal lamp
(8) EV1 : Event 1 output signal lamp
(3] (9 OUT : Output signal lamp

i 10 AT : The signal lamp flickers while
— 4] Auto tuning is being executed
@) sSv2 : SV2 lamp for SV2 operation

- How to make changes:
[T In case of changing the set value at
status of RUN, press < key.

10° digit will flash at SV.

A

ooon

i

2] Press « key, and then the flicker will
be shifted step by step.

iy

rﬁumuﬁu&@ﬂuﬁuum"” s

(8] Press ¥ or A at the flicker digit,
and then change the set value.

[4] Press key when the setting is
completed. It will stop flickering,
then return to RUN mode.

1 At this stage, you also need to Press the “AT”
in button, to close the procedure.

All control values are setup when ex-factory
k You should not adjust the values arbitrary
CAUTION
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5.4. The 2-Way valves

EEMYLch

\

Solution outlet direction [Cleaning Solution “control valve”]

- Normal printing:

- The color valves are positioned in the “I” direction.
The ink can flow to the head.

- Purging the heads:

- In case of clogged nozzles, or misfiring nozzles;
Push the “Purge” button at very short intervals,
this will cause ink flowing through the heads,
this will un-clog the missing nozzles.

(make sure the Grid is pushed to the back)

- Cleaning the heads with Cleaning solution:

- The color valves must be “closed”, set them to
the “S” direction. Now, the ink flow to the heads is closed.
Open the Cleaning Solution “control valve” on the right.
When you now push the “Solution-Purge” button on
the BACK of the shuttle, Cleaning solution will flow
through your heads to un-clog the missing nozzles.

THE APPROPRIATE WAY OF WORKING, FOR PERFORMING A NOZZLE CHECK,
AND JUDGING MISFIRING NOZZLES,
CAN BE FOUND IN THE MAINTENANCE CHAPTER.
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5.5. Negative pressure setting

- Ink supply by means of negative pressure:

By means of negative pressure, the ink is kept in the print heads.
A too high setting will cause missing nozzles, or no ink firing at all.
When the pressure is too low, the ink will leak out of the heads.

The Neg. Pressure should be set to -.0.36

During the day, the negative pressure indication can raise
a little bit when the engine becomes hot. This is a normal
behaviour and as user you don’t have to correct the value
at that moment;

When you have to raise the under pressure to a higher then normal value to avoid
ink dripping out of the heads (pooling), then this can be an indication that some air
got into the ink supply lines; In this case refer to the maintenance section to do a
large purge and get rid of air in the nozzles by leaking the heads with low under
pressure. If this is not sufficient, air can be present in the ink filter because ink
levels went low in the main tank; In that case, you have to bleed the air out of the
ink filters, also explained in the maintenance section.

When using White ink:

It is possible that the Neg. Pressure needs to be tuned towards “-.038”, to
get a stable nozzle behavior for the White heads.

With the white ink, a higher temperature will result in a lower viscosity
(more liquid state), which can lead to ink “Pooling” underneath the print
head.

“Pooling”: ink build up underneath the print head, causing nozzle failure.

As the head needs to fire drops, the fired drops are not getting through the pool of
ink underneath the head. An increase of Neg. Pressure, (-.038) will bring the ink
more upwards into the meniscus of the print head, thus preventing the pooling.

- How to make changes:

Un-lock the black knob by pushing

the “A”-switch to the left.

You can now turn the black knob to

make changes in the pressure.

Push the “A” switch back to secure the knob.

% All control values are setup when ex-factory
k You should not adjust the values arbitrary

CAUTION
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5.6. Waste Tank

- When the waste tank is full, the blue lamp
will flash on the Signal tower, together with
a beep-alarm.

- The waste tank is located under the conveyor belt,
on the Purge-side of the engine.
Open the tap underneath to empty the tank.

- Make sure the UV-ink is kept separately from
solvent ink, do not mix them in a waste container.
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6. UV Curing System.

6.1. General information

- 2 UV sources positioned in front of and behind head base plate

- High speed on-the-fly curing

- Curing power: 120 W/cm

- 2 fixed settings: Full and half strength

- Air cooled lamp-house

- Quick and easy replacement of the UV-bulbs
(Always change both the lamps !!)

- Use of an automated shutter system

LT

6.2. Curing setup and sequences

i i LY Cipi
- Settings in software: plions

v Cont. OM
- Lamps continous ON (lamp stays “ON” for next print; longest lifetime) \'::mu'ﬂr[”: ]
- WarmUp Time (when turning back on the UV lamps, before ready state) . -
- Cooling Time (after turning off the UV lamps) colatee

- Lamp Type: Cure (Default), Set or Both X (Sec)

Lamp Type
[+ Cure
™ Set

| " Bath
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6.3. Uni- and Bi-directional printing

- For Bi-directional printing, both UV lamps need to be used.
(curing is done on the fly in both printing directions)

- For Uni-directional printing, only the right UV lamp will be used.
(curing is only done when the shuttle is moving from right to left)

Depending on the heat-resistance/thickness of your media,
you can set the UV lamp power to “Half” or “Full” power.

By default, “Full” power should be used whenever possible.

When switching ON the UV-lamps, don’t switch them from “Off” to “Full”
power at once. Wait 2 seconds at “Half” power before switching them to
“Full” power. Use the same procedure when going from Full power to Off.

Note about UV-lamp life time:

The lamp life time is not only depending on the numbers of hours that a lamp generated
light; Especially gas-discharged bulbs, the type that is used in general on all UV-curing
systems, have a life time that is strongly influenced by the number of times that the bulb
is switched ON and OFF. As a general rule, one can state that switching a bulb ON and
OFF counts for about 40 minutes of head life time.

To maximize the useful life time of a bulb, one should not turn the lamps OFF after having
made a print if a next job will be printed in the coming 20 to 30 minutes; For that,
‘continuous ON’ should be checked in the UV options of the setup menu, and a user only
has to switch the lamps off if the machine will not be used for at least an half hour.

Due to the physics of the lamp discharge lamps, a UV-bulb can also not ignite when it is
hot; For that, the UV-bulb is first cooled down for the set period after a user switched it
off, before the bulb will ignite again if the user turns back on the UV-switch.

AGFA & 16 8/08/2008
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7. Printing Table.

7.1. General information

- Woven Conveyor belt

- Transport is done by a step-motor

- On the table are 4 vacuum-zones with a variable strength.
The table is evenly divided in 4 compartments. The 2 most | 48
right compartments are driven by ring blower number 1;

The 2 most left compartments are driven by ring blower number 2.
The ring blower switch can be switched on in that order.

- The vacuum of each compartment can be lowered by closing the manual air valves
located at the rear right side.

- The valve numbers V1 till V4 are numbered from home position (V1) till purge
position (V4). The border of each compartment is indicated with a yellow sticker
on the box beam.

It is very important to set the air valves depending on the media width and media
type that you are using;

As a general rule, one has to close the corresponding air valve to the 30 degrees
angle position (so close the valve for 2/3 of its range) if the corresponding table
compartment is completely covered by the media. The valve of a partly covered
compartment has to stay completely open (upright position as shown in the picture
above).

Fail to do that will have as result that flexible media can get crunched up at the rear
side of the vacuum table due to a too high vacuum and can cause a head crash if the
ripples are coming under the heads.

Air Valve position if all 4 compartments are fully covered (full width media).

More details for specific roll-to-roll media are given at the end of this manual.

AGFA ¢ 17 8/08/2008



:ANAPURNA XL2 OPERATOR MANUAL

7.2. Belt Tension control

The belt tension is of key importance to get a reliable media transport; After some
usage, the belt loose its tension, and the user has to correct the tension to bring it
again to the initial tension. At least once a month, the user has to check and correct
the tension. Guideline is that the belt is put under such high tension that a user can
shuffle his hand for not more than 50-t0-80% of the finger length in between the belt
and the vacuum table (at front side).

If he can put the hand further under the belt, the belt needs re-tension:

- remove the metal covers on the backside (both left and right),

- rotate the screw at the REAR stand to CW (clock wise) to put the tension higher

Do this correction with the same numbers of turns left and right.

Unequal tension:

- if the tension left and right is different, the belt can shift to one end of the roll. This
can be seen when looking to the hourglass shaped side rolls underneath the vacuum
table: if the belt touches the guider and curls up, the belt has to be re-aligned.

The way to do that is explained in the next paragraph.
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7.3. Maintenance

- Always make sure, when printing “borderless”, that the belt is masked,

so printing on the belt is reduced to a minimum. When you have printed onto the
Conveyor belt and the ink is cured, it can not be removed anymore, and ink can be

build up under the conveyor belt and result in a loss of vacuum.

- re-align the belt (tensioning the belt : see previous paragraph):

The woven conveyor belt is tansported by a step-motor. It lies on top of a vacuum table
with a honey grid structure. It is very important to have a perfect aligned coveyor belt.
It should have a linear movement without any side deviations.

On the bottom of the vacuum table, you see a tool in the shape of an hour glass. If the
conveyor belt touches this device, it should be realigned.

Procedure:

» Loosen the conveyer belt. Remove the metal covers on the backside (both left
and right), completely unscrew left and right bolt.

» Position the conveyer belt:

» The belt’s joint need to be positioned in the middle underneath the printing
table.

» Measure the distance on the left/right side of the printing table; start vs. end
of the conveyor belt. This measured distance should be equal, on front- as
well as on rear-side of the engine.

» Tighten the conveyer belt: Screw left and right bolt, alternate between left and
right bolt, with maximum 1 complete turn each at a time.

AGFA © 19
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» Transport test:
» Mark belt vs. printing table.
» Move conveyer belt for at least 10 minutes.
Check marks on belt and printing table and measure the difference.

»

» Adjust the belt tension:

»
»

»

»

»

Loosen the conveyer belt completely.

Re-Position the conveyer belt and use the same marks on the belt vs. the
printing table.

Tighten the conveyer belt, taking in account the measured difference. Adjust
belt tension by the same amount as the measured difference.

When the measured difference is smaller then 0,5cm: Enhance tension with
the same amount on the side where belt was moving to.

When the measured difference is higher then 0,5cm: Enhance tension with
half of the measured difference on the side where belt was moving to and
reduce the tension with half of the measured difference on the side where
belt was moving from.

» Transport test

»
»
»
»

Move conveyer belt for at least 10 minutes
Check marks on belt and printing table
If needed, adjust position of belt.

The position of the belt should not move more then 2mm. Rotate the bolts
at the REAR stand to CW or CCW to control the tension. Those small adjust-
ments can be done while belt is moving.

Remark : The position of the conveyor belt can still move a little bit during daily pro-

duction.

Always make sure, when printing “borderless” that the belt is masked, so printing on
the belt is reduced to a minimum. When you have printed onto the conveyor belt, try to
remove the ink with some cleaning solution.

The amount of vacuum can become insufficient when the belt is completely printed.
The ink will block the air channels in the woven structure of the belt. This also effects
the condition of the vacuum table. The build-up of ink underneath the belt can cause
loss of vacuum and head strikes.

You can order the conveyor belt as a spare part.

7.4. Replacement of Conveyor belt

- Vacuum can become insufficient when the belt is completely printed.
The Conveyor belt therefore is a Spare Part, and can be ordered as such.

AGFA ©
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8. Maintenance.

8.1. General information

- At the end of the day, and when you stop
printing, the shuttle needs to be placed in the
“Purge position”. For overnight or longer
standstill times, an absorbing cloth or paper has
to be placed onto the “Grid” underneath the
shuttle and this grid must be pulled to the front.
This will take care to catch the ink drops that are
jetted continuously to weep the heads, and
avoids that the ink drops will contaminate the
whole area around the shuttle.

- Dispose that paper in the morning, when you want to start printing again with the
printer.

- A default “Weeping” time is set in the engine
software to keep the heads open, this small amount of ink is collected in
the underneath waste box, which leads to a waste tank underneath the englne
(See chapter 5.6, on how to empty) :

- Place some towels in front of the Purge grid, this will help to
keep the area clean, it’s advisable to replace them weekly.

- During a print job, the “Purge Grid” must be placed forward when you start to print.
This prevents the UV light reflection onto the ink heads and so prevents to cure the
ink into the head nozzles when the UV-lamps pass over the much lower purge tray.
It also prevents the ink in the underneath waste box from getting cured by the UV
lamps during the printing stage.
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8.2. Daily Maintenance — Nozzle check/purge

- Check the state of the “Purge” and “Home” station Grid that no cured ink is build up
that can get in contact with the heads.

- Perform a nozzle check and make sure all nozzles are firing.

- Move the head to the HOME position

- In the Control program, push “Test”, and select “Jet Test”.

- Place a white copy (A4-size) paper on the printing table, if no media is present.
The left margin is given by the number that is displayed in the textbox in the
test menu. The default number (500) refers to the position indicated by the
white dots on the beam box.

The “red” area shows the placement of the Spot- and Pré-white if it’s turned

on (use a black or colored Eaier to see the white).
*ﬁmm

@ Jet Test
() NozzleTest
() H-rrientation Test
() Parameter Download

Test Left
O Catriage Release Test

500 .

O Reset Test

(O Enc. Count Test

() Head Lineup Test

- Switch on the vacuum.
- select ‘Test’ to start the print.
- Evaluate the nozzle check for missing nozzles.

The Jet Test must be carried out at a correct head height. Place the A4 paper onto
your media, or print it directly on a flexible media that is loaded and for which the
head height is adjusted.

- In case of nozzle failure:

Move carriage to PURGE position
Push the underneath GRID backwards
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Little purge:

- Close all heads that are OK (switch them to the “S” position)
- Push the “Purge” button frequently, at very short intervals.

- Open all heads again (switch them back to the “I” position)
- Clean the heads with a fiber-free cloth. ()

- Check on “weeping” (**)

1 ! I - e ! 3
Solution outlet direction Cleaning Solution “control valve”

(*)Clean the heads with a fiber-free cloth,
by wiping from back to front on each head separately.
(Use backside of cloth, or a new cloth for every next head)

(**) Hold a white A4-paper underneath the base plate to check the nozzles.
The intention is to capture the ink when the heads are weeping. (+ 10sec)
You will see vertical lines appearing on the sheet, check them on interruption.

Large purge:

- With all the heads open..... (switch them all to the “I” position)

- Push and hold the “Purge” button for a longer time (2 sec.), end the procedure by
pushing the “Purge” button again, but now frequent, at very short intervals.

- Clean the heads with a fiber-free cloth. (%)

- Check on “weeping” (**)

IF NOZZLE FAILLURE STILL PERSISTS.... Proceed with following steps:

- Set the Neg. Pressure to “0”, leave the system for 1-2 minutes
(Ink will now start dripping out the heads) 'VACUU

- Restore the Neg. Pressure back to “-.036”

- Clean the heads with a fiber-free cloth.

- Check on “weeping” (**)

= S W
©SiC PRESSURE

(&)a)le)
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CLEANING failing heads:
- Set the valves of the failing heads to the “S” position.

- Set the Solution valve to “S”.

- Push the “Solution-Purge” button on the back of the carriage.
(Keep pushing in a sequence of 2 seconds push and 4 seconds - '
release until you see a CLEAR “Solution-Curtain” Solution Valve
under the heads, then stop pushing)

‘F' T
- Leave the heads leaking in this condition for at least 5 minutes' R

- Set all the valves back to “1”.
- Give a little purge.

- Set the Neg. Pressure to “0”, leave the system for 1 minute
(Ink will now start dripping out the heads)

- Restore the Neg. Pressure back to “-.036”
- Clean the heads with a fiber-free cloth.

- Check on “weeping” (**)

Solution-Curtain

When purging with “Cleaning-Solution”, always work in three steps.

To clean all 8 heads, first purge the 4 right heads (Lc, Lm, W1, W2), close them,
and in the second stage, purge the remaining 4 left heads (K, C, M, Y).
Finally, open the 4 right heads again, and purge all 8 heads together now.
By doing so, you’ll have the most optimal cleaning pressure.
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8.3. Weekly Maintenance

The weekly maintenance combines different small handlings, and a storage procedure:

- Check the state of the “Purge” and “Home” station Grid, and remove eventually
cured ink off the grid and out of the underneath tray. The grid itself can be taken out
of the tray to have easy access to the tray. The tray at home position does not have a
drain pipe, so liquid ink in the tray has to be removed with an absorbing paper or
cloth. Use a filling-knife or a wide screwdriver, to cut off the cured ink that’s on the
ribs.

- Check the waste ink tank underneath the printing
table; dispose the ink according to local government
regulations. (Also see chapter 5.6.)

- Clean the “encoder” strip with alcohol or aceton.
(Situated upfront on the main beam)

ENGINE STORAGE AT THE END OF THE WEEK: ENCODER STRIP
- Move the carriage to the Purge position.

- Flush cleaning solution through the heads:
- First flush the 4 right heads (Lc, Lm, W1, W2) and close them,
and in the second stage, flush the remaining 4 left heads (K, C, M, Y).
- Finally, open the 4 right heads again, and flush all 8 heads together now.
By doing so, you’ll have the most optimal cleaning pressure.

- Switch all heads and the Solution valve back to “1”.

- Set the Neg. Vacuum Pressure to “0”, leave the system for 1 minute
(Ink will now start dripping out the heads)

- Empty the sub-airtank by opening the tap (use a tube into a PE-bottle)
(Sub-airtank is located at back of carriage)

- Restore the Neg. Pressure back to “-.036” e

- Perform a Large Purge SUB-AIRTANK
- Clean the Head Base Plate with a cloth
- Clean the heads with a fiber-free cloth.

- Check the nozzle’s on “weeping” or with a Jet Test.

- If all nozzles are present, the engine can be left in the Purge Position,
with the Grid pulled forwards and an absorbing paper or cloth onto the grid.

- Replace the towels in front of the Purge grid, and check/clean the whole Purge
station environment, the front of the UV-lamps might need some cleaning too.

- Clean the Quartz plate of both UV-lamp houses with alcohol. (underside of lamps)
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8.4. Long Stand Still

This procedure must be carried out:

- If the engine’s “Stand Still Time” is 1 week or longer...
- If the vacuum pressure is going to be closed down...

SHUTDOWN -- preparing the engine:

- Move the carriage to the Purge position.

- Flush cleaning solution through the heads:
- First flush the 4 right heads (Lc, Lm, W1, W2) and close them,
and in the second stage, flush the remaining 4 left heads (K, C, M, Y).
- Finally, open the 4 right heads again, and flush all 8 heads together now.
By doing so, you’ll have the most optimal cleaning pressure.

- Leave all ink valves in the “S” position, set the Solution valve to “I”.

- On the Engine’s Control Panel, perform a “Head Lift-Up”;
The carriage will go to the highest position.

- Clean the Head Base Plate with a cloth
- Set the Vacuum Pressure to “0”. (Negative Pressure)

- Mount the “Capping Plate” underneath the Head Base Plate.
- use a plastic foil to wrap around the capping plate (new foil every time)
- place a support between the capping plate and the grid.
- bring down the carriage by turning manually, until it’s fixed.

(use some packing material as support)

SUPPORT

- Shut down the engine’s PC.
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- Switch OFF the main power, by using the main-switch
(big round turn switch at the rear of the engine).

- Turn off the compressed air.

- THE ENGINE IS NOW READY FOR A LONG STAND STILL -

STARTUP -- preparing the engine to print again:

- Remove the capping plate. Verify that the headbase plate is turned higher than
anything that is laying down onto the conveyor belt.

- Turn the compressed air back on. (still at “0” on display)
- Turn ON the main power switch at the rear side of the engine.
- Turn and pull the emergency stop back outwards.

- Startup the engine and switch the engine’s PC back on.
(ATTN.: carriage will move slowly to the Home position)

- Move the carriage back to the Purge position.

- Switch all ink valves back to “1”

- Perform a long purge, until you see ink appearing out of the heads.
- Let the ink drip for 1 minute

- Set the vacuum pressure back to “-.036”. (Negative Pressure)

- Clean the heads and base plate.

- Perform a nozzle check and purge again if necessary.

- THE ENGINE IS NOW READY TO PRINT AGAIN -
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8.5. Bleeding air out of the ink filters

When suddenly an increase of the under pressure is needed to hold the ink properly in the
nozzles without pooling, there is a big chance that an air-bubble is sitting into the ink
tank; This can be caused by a previous low ink level in the main ink tank, by having
poured ink into the main tank that contained a lot of air or just an accumulation over time
of small air bubbles in the ink.

At that time, the user has to bleed the air out of the ink filters. Only then, an accurate ink
supply can occur.

The print technology used on the :Anapurna range of printers, uses a closed ink circuit
that should be free of air. Even a small amount of air can cause printing artefacts, such
as missing nozzles or leaking print heads.

Missing nozzles is mostly caused by air built up in the print heads.
You can get rid of it by purging or bleeding the print heads.

If your ink circuit is already contaminated with air before the ink
reaches the shuttle, the air build-up will happen in the ink filter.
These filters are positioned in the ink door of the engine. Bleeding
the ink filters will force the air out of the ink circuit.

» Take the 6 screws of the refill system panel (on ink door) and re-
move the panel.

» Put it gently on the floor, making sure that the data cable is not
disconnected and you can still reach the manual feeding buttons.

Place some cleaning towels underneath the air filters.
Wear rubber gloves.
Loosen the white air cap on top of the filter

Wait untill ink is coming out. You can press the manual feeding
button to speed up the process.

» Tighten the white air cap.
» Make sure that you clean up all the ink that came out.

v v v v
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9. Media Setup.

9.1. Roll to Roll

9.1.1. Auto Feed System

(N

!

FRONT ROLL BAR
WW\

J MEDIA
TENSION ROLL BAR N

— )

—RUBBER ROLL BAR

The Auto feed system has two tension bars, holding a constant tension.
Those tension bars prevent distortion and waves on the media.

The Rear roll bar will unwind the media, with a constant tension and height
controlling. These are acquired from the “signal sensors”.

The Front roll bar will wind the printed media, holding a constant tension to reduce
distortion. Wind direction can be reversed.

Make sure you always insert the “Tension Roll Bar” at a correct way.

The ball bearing must be inside the guide.

When inserting, make sure both side’s are positioned as high as possible into

the left and right unit, then gently lower both sides, the bar must stay completely
horizontal for best use.
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9.1.2. Take-up control system

(1) In Manual Mode, motor rotates CW

TAKE UP CONTROLSYSTEM [}

(2) In Manual Mode, motor rotates CCW o

POWER
(1)+(2) You can RESET by pushing buttons for 1 sec ® Q ® Q
(3) - In Auto Mode: select motor direction (CW or CCW) @
g ggv ‘QNT = AUTO
- In Manual Mode: select motor (Back or Front) 71 LRESET%’ ‘R;’:R 0 SRR
(4) Select Mode (Manual or Auto) (15 @ @b

Take-Up Motor Box

9.1.3. Roll Alignment

When the roll media is loaded, measure the distance from the right
side (A) to the point where you want to start printing.
Enter this value on the engine’s Control Program, as a Left Margin.

T

Top Margin: mrm.  Left Margin: .

Make sure that the distance between edge of the vacuum table and edge of the
media is identical the same front and rear; A difference of 1mm is already too much
and will to make sure that the media will not run straight and starts to shift to one
end.

9.1.4. Vacuum
see chapter 7.1 for details regarding the use of the vacuum valves. A detailed

explanation of how to put the media in an optimal way, is explained at the end of this
document under ‘Tips and Tricks’
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9.2. Rigid Media

9.2.1. Rigid Support tables

- One table for use on the front, and one table for use on the back are delivered
with the machine. (Standard table; full engine width, and 1.20m long)

9.2.2. Rigid Alignment

9.2.2.1. Media Register Pins and side quiders:

MEDIA SET

L

When turning the upper “Media Set” button to position 1, the left side pin —
indicated as ‘1’ in the below picture, goes down. This is the side alignment pin of
your first rigid (rigid A). This rigid can be small or even have full engine width.

When you turn the upper “Media Set” button to position 2, also side alignment pin
nr.2 in the below picture will come down, allowing you to load two rigid media.
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MEDIA SET

L

With the lower “Media Set” button, you drop all the 6 top alignment pins (pins
indicated under number 3 in the above picture). These are the front pins to which
you put the front edge of your media.

After placement of the media onto the belt, you have to switch the vacuum on,
and move all the pins back upwards.

While Media Set pins are lowered, the blue light will lighten up on the tower, and
neither carriage movement nor printing is possible.

For longer media, the side guiders with rolls can be used located on the guider at
the rear of the vacuum table.

9.2.2.2. Top and Left Margin Setup:

The “A” and “B” positions, the “origin-point” at the corner of your media, are
known distances. The “A” point has as approximately position: Top margin = 300
mm and Left Margin = 50 mm. Depending on the position onto the media where
the image has to be printed, you have to add the image offset to these numbers.
These numbers can be entered in the Control program.

Top Margin: | 327 mr,  Left Margin: | 65 T,

Image placement for printing on two rigid media, must be done on Rip level.

e A Important A S

When printing on heat sensitive media, always make sure the right

UV lamp is going passed the media, on the point of returning.
(otherwise there will be more heat at the left side of the media,
which can cause media cockling or produce a yellowish shine on some media)

This can be arranged on the Rip level by entering a blanco space at the
right of the pictures.
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Remark: The engine has also a parameter ‘Mark Center Offset’ for this which
is default set on value ‘5000’ means 2.5 cm besides the image edge.

This value can be changed by the technician, but if this value is made higher,
the bidirectional alignment value has to be changed accordingly, and you will
be restricted in total image width if you want to print at another time at full
width of the engine onto your media (the extra displacement counts off of your
maximum image width). For that we advise to add the blanco space in
Wasatch and leave the engine setting unchanged.

9.2.3. Vacuum

With rigid media, the vacuum settings must be chosen according the covered area on
the conveyor belt. When printing on two rigid media, activate both the vacuum tables
(1&2). (more info: see chapter 7.1)

9.3. Media Tension Bars

The engine has got one roller bar at the front, and one at the back.

They are located underneath the front- and back-covers. These bars will help to keep
the media flat while it’s been transported on the conveyor belt.

It can be used on Roll media, as well as on rigid media.

You can lower the bars, by switching the “FRONT” or “REAR” buttons.

When you’ve taken out a bar, and want to re-insert it:

Make sure both side’s are positioned as high as possible into the left
and right unit, then gently lower both sides, the bar must stay completely
horizontal for best use.
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10. Head Base — Height Control.

10.1. Automatic “Head Base Height” Setup

This is done in the “Head Gap Control”, which can be found in the Setup Parameter
window.

E2 Agfa :ANAPURNA XLZ Control Program

(Ver.1.04)

Print Made
() BPass (%) BPass (J1ZPass ()16 Pass
[]Uni Direction
Setup Parameters |1 | Copy
o . Printing Progress
Bi-Dir Aligrment: | 4120 ‘ Cartlage Spead — | | *
Step Size: 11770 ‘ Qs Status Messages:
- e ®1135 -
* Carriage Speed: | 1135 _‘ (i'} o Prinker Tnitialization Completed, .,
*Feed Speed: | 250 |
Load
* Max, Platen Size; | 534200 |
= Save A
Left Margin Offset: | 28200 J Head Data
Resolution OFFset: 1 s R
— o alkage Gap
Mark Center Offset: | 5000 | 1.5 | fran)
Offset z
*Horme Pos Offset: | 5000 | Check Distance
s : 1250 |mm)
Ma, Mark Count: | 69 J
e Reference
*Weep Time (Sec.): |5 1 = 55 (marn)
- 2 @on G
* WWeep Amount: | 20 | Ooff Set Gap
* Firing Pulse (uS): | 8 ‘ ‘White LW Options
* 1Jn, Speed: | 1700 ‘ ©on [+ ont. oM Carriage Pos. Move Media Feed
) oFf
ey “WarmUp Time:
Top Marain Feed: 2700 \ : ok
== - @ @@
7 Front T
: 77aZ
Carriage Gear Ratio: | ‘ @ Back Canling Time:
Feed Gear Ratio: | 2900 ‘ |_9D | (5ech _
7 Units - Head Lift T
& Metr.lc @ Cure
; ) (English Crset
Require Parameter Download, CBoth cut
Ei-Alignment Offset Yalue
C M ¥ Lt L Wil Wz
¢ 2 Jl2 = Jl& ]l
Diata File Mame: | CihAnapurna XL2VAnapurna ¥L2_1135.dat |

Check or change the following Parameters to set the Head Base Height:

Gap:

Enter the value that you want the “Head Base” to be above the media surface.
(Recommended value: 1.5mm; For heat sensitive media, you can go higher to

avoid that too much heat is accepted by the media, and as a result the media

is extended and can touch the head or is printed with bad quality.

Change of this value requires however other values as ‘offset” and ‘bi-
alignment offset parameters.

Don’t forget to save the Setup parameter list to keep the change.
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Check Distance:

This parameter indicates the measure position offset where you have your
media onto the belt and where the “Set Gap” must be executed. If your media
is not completely flat, this must be the HIGHEST point on your media.

Remark:

Since the gap sensor is however located in the middle of the shuttle, the value
that has to be put in the textbox is the measured offset onto the table +
400mm (400 = half a shuttle width). So if the media has to be measured at
1m offset, you have to fill in ‘1400’ .

Reference:

This is the height at the point where the “Head Base” will wait for an on-
screen confirmation, before going down to set the desired “Gap”. This value is
a mechanical parameter that is unique for each engine, and may not be
changed by the user.

When all parameters are Ok, load the media onto the table, click on the “Set Gap”

Procedure : When you’ve entered a “1.5mm Gap” & “Check Distance: 1200mm”

- The Head Base will stay in the Home position and go up to the highest
limit position (> 50mm).

- After this movement, you have to confirm on-screen that the carriage is
clear to move, to the “Check Distance” position.

- Shuttle will move to the left until the measure spoon is around 800mm
from the start of the vacuum table and will come down to set the Gap.

- A sensor plate (called spoon) will become visible underneath the Head
Base, to make
contact with the media surface.

RS TR A S T T ™

—

- The Head Base will lower to his “Reference” point, and you'll have
to confirm on-screen (Ready to Set Gap) to make the last fine-tuning. This
is lowering from the Reference point, to the desired Head Base Height (1.5
mm Gap)

- When this is done, you’ll get following message: “Check Gap and
Ready to Go to Home Position”. At this point, you can verify
the correct Gap setting with a measuring device.
Click on OK, and the Set Gap is completed.
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11. :Anapurna Control Program.

11.

1. Control Program Menu

oNoOGaPWNDE

The :Anapurna Control program on the engine’s PC:

EQ Agfa :ANAPURNA X2 Control Program (Ver.1.04)

Frink Mode
O & Pass @ 8 Pass 012 Pass OIE Pass
|, Left Margin; | €5 o 1 \ Copy

|:| Uni Directinr@
Width: | !mm. Height; mm.  Tap Margin; | 320
] i = - ri Printing Progress
o r @ﬁ b

Status Messages:

P}lnféf fﬁ\t\é’l\éaflo’nﬂcﬂo}nﬁleﬁea:‘ o

6

Carriage Pos. I‘\? Media Feed @
HeadLift | Up |o | Jog
_ut

: IMAGE display window 9 : Setup Menu, to Change Parameters

: IMAGE SIZE display window 10 : Press to Open the TEST menu

: Move Carriage to “Purge” position 11 : Select PASS mode

: Move Carriage to ‘Home” position 12 : Push to start Printing

: Move loaded media (jog) Fwd/Back(**") 13 : Open image file(.rtl) to be printed (%)

: STATUS Message display window 14 : Lift head to highest position (>50mm)
: Display Printing Progress 15 : Select to Uni-Directional printing (**)
: Set Top (forward) and Left Margin 16 : Single Media Feed steps

(*) When you open an image file (.rtl), which is sent from the Rip station, you’ll get

(—v~

an on-screen preview and it will also show the image size and nr. of passes the
image is ripped for. (if an image is ripped for 6 pass, and you print it at 8 pass, it
will result in an un-proportionally scaled printout)

*) Regardless the image file, you can always choose between printing

Uni- or Bi-directional.
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(***) The JOG’ function allows to fill in a number of mm that the media has to move
in forward direction (positive number) or backwards direction (negative number).
The button below: ‘CUT” will move the media (typically used for roll-to-sheet) to
the front where the user can cut off the already made print with a knife or pair of
scissors; After this he has to press onto the same button which then has the text
‘Return’ to feed the media back to the position were it was laying down before
after finishing the previous print.

11.2. Setup Parameter Menu
A “.dat”-file contains all engine parameters, such as the UV-settings, Carriage speed,
Bi-Dir alignment, Step size, etc.

Multiple “.dat’ files can be made, but it is wise to limit the amount to an absolute
minimum. The “.dat’ files need to be stored onto the same directory on hard disk
(usually under \Anapurna\ folder). Failing to do so, can result in using a wrong “.dat’

file by the system.

Setup Parameters

Bi-Dir Aligrment: | -4120 Cartiage Speed
Stepsizer | L1770 Oes
. (=11135
e Speed: 1135
e Spesd: [ O teas
* Feed Speed: | 250
* Max, Platen Size: [ 5342:00
Save As
Left Margin Offset: | 28200 | Head Data
Resalution Offset: T Head Gap Control
" Gap )
Mark Cenker Offset; | 5000 | 1.5 G
— ! Offzet b S
* Home Pos Offset: | 5000 [ heck Distance
[ 1250 |¢rm)
Mazx, Mark Count: | 69 | 7 !
i = *hee Refefence
* Weep Time {5ec.h: 5 £ 159 | ()
@ n ks
* Weep Amount: | 20 O off Set Gap
* Firing Pulse {us): : _ "White LY Cptions
—— : @0
*Uni, Speed; | 1700 B Cont, OK
= Warmlp Time:
Top Margin Feed: 2700 ; e i
“E?'te a0 | (zen)
: 7z \_J Fronk '
Carriage Gear Ratio: @ Back aaling Time:
Feed Gear Ratio; | 2500 ; 90 | {5ec)
Lmits Lamp
(&) Mekric @ cure
() English ) Get
¥ i =
Require Parameter Download, ) Binth
Bi-Alignment OFfset Yalue
C M bl Lc L W'l W
2 1 z z 7 zZ z2
Data File Marne: '-f_:.:-'l,_.ﬂnapurna-xfi.z;'l,.é.napurné XL2_1 135|:Iat
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Only a few values can be changed by the user and will be discussed here;
Most parameters are protected because they are only intented to be set by the
technician during installation.

After changing a value: use the “Save as” or “Save” button and create a new .dat-
file, or overwrite the old.

Changes on Parameters, marked with an “%” like ‘speed” and ‘weep mode’,
require a “Parameter Download” in the TEST menu before they become active.
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11.2.1. Bi-Dir Alignment:

Due to the fact that the shuttle is firing ink drops while it is moving, the ink drops
don’t fall down in a straight vertical line to the media. We want however that a
drop that is placed in the computer image file near each other, also comes on
paper near each other when these drops are printed within a different moving
direction (different pass). A straight line has to stay straight.

For that, a correction in start to jet time is needed to make sure that drops are
jetted in front of the real landing place, so that the drop lands on the correct place
onto the media.

I

! o
I

A [ J

[}

<= .

[}
2%

When a drop is released it gets thrown __«*" [ ]
in the shuttle movement direction _+** !

- ! °

: 1 .
Front view A ; Top view
1
i
\. !
T
| \ 1 o Shuttle moves from home to purge
I
4 i )

i
Drop is released at exac:t same position as situation 1.
Due to the forward trajectory it will lanq at location B instead of intended location A
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*
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o
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Front view i—B Top view

\ 3 e Impact of bidirectional alignment

5 \ 2 e Shuttle moves from purge to home
!

! If the drop is released fat an earlier position 1.4

! in the return pass compared to situation 2 :

! It will now land inline with position A °
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Fire position
Fire position
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4 )

This situation shows a correct bidirectional
alignment for this particular media
and head gap

......
K =
Headgap | "%,  e*
. 8
""""

4
I

S
Front view — A Top view
\ 4. Impact of gap and media thickness
f In situation 5 we have loaded a thicker media
without adjusting the head gap.

This results in a smaller gap and a shorter travel =
path for the dots. If we do not adjust the bidir alignment tthe dots will .'
not lign up °

°
°

°
°

- - i
°

°
P . | °

Head Yoyt o [}
ead gap P, %

t — °
. °

Front view — A Top view

\ 5 e Change in head gap without adjusting bidir

A correct bi-directional alignment is crucial for an accurate dot
placement. The bi-directional alginment is depending on the
shuttle speed and the head gap. Whenever one of those changes,
l the bi-directional alginment needs to be checked.

!
A deviated Bi-Dir alignment will show as un-sharp text and blurry images.

This correction only applies to Bi-directional printing, and takes place by 2
parameter fields:

. Bi-Dir &lignment:
General value (black ink = reference) .

Bi-Alignment OFfset Yalue

C M ¥ L tm Wl W2
N ESN | T R E E

Fine-tuning for other colors

The first parameter field is general value that counts for all colors; This value has
to be fine tuned so that a black ink drop will fall onto the same place, irrespective
if it is fired when the shuttle was moving to the left or to the right.

Due to small differences in the behaviour of different color inks, a fine tune can be
done for the other colors in the second input field.
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One has to take into account that the units of both fields is not the same !

Making a change of one unit in the general field, counts for a shift of around 8 um.
Making a change of one unit in the color fine tuning fields, count for a shift of 80
um. It is very unlikely to have figures in this color fine tuning field bigger then 2.

How to check the Bi-Dir Alignment:

Use a small image( 15cmx15cm), with text and a smooth background.

Tnopt o
nijkimno
fghijkim 1ijkim 10pt:abedefghijkim 10pt:abcde

defghij 12pt abodefghrj 12pi :abcdefghij 12pt:abedefghij 12pt:abe
cdefg 14pt:abcdefg 14pt:abedefg 14pt:abedefg 14pt:ab

9p fohijkimno 9pt:abede ;mmnc 9
10pt:abcdefghijkim 10pt:abedefghijkim 10pt:abedefg!
12pt:abcdefghij 12pt:abedefghij 12pt:abedefghij 12pt:
14pt:abcdefg 14pt:abedefg 14pt:abedefg 14pt:ab

Evaluate the text sharpness and image smoothness.

As an indication, you can stop the print when it’s over half way.

By doing this, you’ll have a print with unfinished passes at the end, helping
you to evaluate the alignment.

The Bi-Dir can be out of focus, left or right:

Look at the end of the interrupted print:

(A) Too much left (B) GOOD (C) Too much right

Change the Bi-Dir Value Change the Bi-Dir Value
from e.g.: -4115 to -4130 from e.g.: -4125 to -4110

After the changing, use “Save” to store the new value in the ‘.dat’ file.
The new value will become immediately active as soon as it is saved.
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11.2.2. Step Size:

Skep Size: 11770

The Step Size is also known as “Media Feed”.
You can visually see on a printed image if you have to adjust the Step Size.

(A) Dark lines in the print, as a result of overlapping passes.

Increase the Step Size value from:
e.g.: 11770 to 11800

(B) White lines in the print, as a result of a gap between the passes.

Decrease the Step Size value from:
e.g.. 11770 to 11755

After the changing, use “Save” to store the new value in the “.dat’ file.
The new value will become immediately active as soon as it is saved
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11.2.3. Carriage Speed:

Carriage Speed

(75
(#1135
(11625

The engine has got 3 pre-defined Carriage speeds: 750, 1135 and 1625.
Intermediate speeds are not possible; These speeds were selected on the physical
characteristics of the inkjet heads. We consider 1135 as the default speed for
color printing and 750 as the default speed for white ink printing (remember: the
white ink is jetted with another kind of head with other characteristics).

The higher speed 1625 is only there to make color prints (without white) in
circumstances where quality is of less importance then speed; Printing white in
this mode is totally impossible.

This speed can be a way out if you have a heat sensitive media and have to limit
the time that the media will get the warmth of the UV-lamps over it.

Printing white at the higher speed of 1135 instead of 725 will result in a too high
spray of white ink and nozzle drop-out.

A Uni-directional print is faster than twice the time of the same image printed
bidirectional. This because the return speed (movement from purge to home)
occurs not onto the selected speed (725 or 1135 or 1625) but on a higher fixed
speed of 1700.

As a result, you don’t loose half your Bi-dir speed when printing Uni-directional.

When you’ve selected another speed, you have to do a ‘Save’ to store the new
parameter into the list, BUT YOU ALSO have open the ‘Test” menu and execute a
‘Parameter download’. Without doing that, the new selected speed will not be
taken in account in the next prints.

11.2.4. Feed Speed:

*Feed Speed: | 250

This is the speed of the forward moving of the conveyor belt in-between the print
passes.

A Feed Speed of “250” is considered as the default to give you the most accurate
feeding. Higher values up to 500 are possible and will only in bidirectional print
mode result in a small increase in productivity (no effect on unidirectional mode),
but with a higher possibility to have inaccurate steps (banding) due to slip of the
media.

This parameter is fixed by the technician and not accessible to the user.
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11.2.5. UV Options:

LY Oplions

Cank, Ok

Warrnlp Tirme;
40 (Sec)

Cooling Time:

S0 (Sec)
Larnp

{E} Cure
) Set
) Bath

See chapter “6.2. Curing setup and sequences”, for detailed info.

11.2.6. Head Gap Control:

Head Gap Control

Gap

1.5 (rnnm)
Check Distance

1250 {rm)
Reference

5.4 {rnmy

See chapter “10.1. Automatic “Head Base Height” Setup”, for detailed info.

11.2.7. Units:

Liniks

'@' Mekric
) English

With this setting you change the units between mm and inches.

11.2.8. Weep:

* Weep

=on
) off

This option allows the user to disable the weeping of (color) ink when the shuttle
is set in purge position. Agfa’s advise is to leave the option permanently ON; The
used Spectra Galaxy heads require weeping of ink to keep the nozzles open during
a stand-still of the carriage.

If the choice is changed, a parameter download is necessary to activate the
change;
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11.2.9. White weep:

Wihite
'@' on
) off

This option allows the user to disable the weeping of white ink when the shuttle is
set in purge position. Agfa’s advise is to leave the option permanently ON; The
only application of this choice is to disable the weeping when white ink is not
loaded into both white ink heads, but both white heads are filled with cleaning
solution. Nevertheless, the customer has to purge a few times a day a little
cleaning thru the heads to renew the cleaning into the heads (cleaning will go out
the heads because the cleaning does not gets the underpressure to stay into the
heads.

11.2.10. White head location:

Whike

D Fronk
() Back

This choice is fixed by the construction of the engine (a pre-white head), and
should never be changed.

11.2.11. Options to be changed behind password:

Password

This button will ask for the service password to change parameters at install time.
It can only be used by an Agfa trained technician.

11.2.12. Head Offset:

These are the Head alignment settings for each head, in reference to
the Black head. This alignment is done in advance by an engineer,
do NOT change these values!
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11.3. Test Menu

Test Menu

Version

Select One
() Jek Test
) MozzleTest

{} H-Orientation Test

() Parameter Download

Test Left
{:} Carriage Release Test
500

2

.
{:} Resek Tesk

{} Enc. Count Test

) Head Lineup Test

11.3.1. Jet Test:

See chapter “8.2. Daily Maintenance — Nozzle check/purge”

11.3.2. Nozzle Test:

This allows you to test 1 nozzle of a particular head.
The requested nozzle is printed in a straight line.

Individual Jet Mozzle Test

71
EREE"2En

OPERATOR MANUAL

- Cancel |

Mozzle Mo,
|I

All

AGFA ©
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11.3.3. H-Orientation Test:

This test is used to align all the heads, in reference to the Black head, both

horizontal and perpendicular.
When the engine is installed, or a print head has been exchanged, this test is

carried out by a technician.

11.3.4. Parameter Download:

After you've changed a parameter in the Setup file, which was marked with an
“%7”, use this feature to validate those new values.

11.3.5. Carriage Release Test:

This feature is mainly intended for a Service engineer, it allows the release of the
Carriage motor, which is normally anchored on both side’s.
After executing, it’s possible to move the Carriage by hand from right to left.

Do NOT to push or pull on the UV-lamps.
ONLY push on the back of the carriage!

IMPORTANT: To end this test, select “Reset Test” in the same menu, the
Carriage will move slowly back to the Home position.

11.3.6. Reset Test:

This will Reset the printer.

11.3.7. Enc. Count Test:

This test will measure the Encoder pulse.

Encoder Test

[Presz 'S' to Stop]

Test
Mo, of Pass Good Count Left Count Right Count
5 | [125000 [1z5001 | [125001
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11.3.8. Head LineUp test:

This test is used to align the slant of the heads, and should not be used by a user.
When the engine is installed, or a print head has been exchanged, this test is
carried out by a technician.

12. Printing an image.

12.1. Preparing an image

First you need to install and configure the Wasatch RIP.
(Read the Wasatch Manual on how to)
Configure the “output” folder in Wasatch to “c:\rtl” on the Anapurna PC.

Now you need to prepare the image file in the Wasatch RIP.
(Read the Wasatch Manual on how to)

At the RIP level, you'll already need to determine, the # of passes (speed) you
want the image to be printed out at, later on the Anapurna.

If you should RIP an image for a 6 pass output, and on the Anapurna, you print it
at 8 pass, it will result in an un-proportionally scaled printout.

12.2. Preparing the :Anapurna

1) The carriage must be moved to the home position first.
Always make sure there is NO media or obstructions on the conveyor belt
when you move the carriage to the home position.

2) Place/load the media (rigid/flexible) onto the front side of the belt,
turn on the vacuum. (white lamp on tower => vacuum is on)

3) Check that you are using the correct setup file (textbox in lower left corner
of the ‘Setup” menu shows you the loaded setup file; If a new setup file is
loaded, don’t forget to do a ‘parameter download’ to activate the loaded
parameters into the machine.

4) Perform a Set Gap. (See chapter 10); Make sure that the sensor senses on top
of your media.

5) Perform a Jet Test:
Place an A4 size paper, onto your media, or if you've loaded a flexible media,
you can immediately do it on that surface. (See chapter 8.1)

6) Position your rigid media, by means of the register pins on the backside.
(blue light on tower => register pins are down)
If you have loaded a flexible media, it’s still present from step 2.

7) The :Anapurna is now ready for printing.
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12.3. Printing the image

1) In the :Anapurna Control Program, OPEN the image file (.rtl) that is sent over
from the RIP.

4 hgla AMARLIRNA X ontrol Program [ 04] u
Print Modz
O 6 Pass @ 5 Pass O 12 Pass O 16 Pass
N » []uni Direction
_____ - S S R —
widkhy [1545.4 [, Height:| 4916 |mm, TopMargin:[320  [mm.  LeftMargin: |65 |mm, [t |copy

Printing Progress

Status Messages:

‘osition
_ib_000.rt Opened..
: 635:400, (8 Pass Ready)

File name: | dogs_Bp_ib_ 0001 | [ open |
Files of typs: | RTL Files [*RTL) v [ Concel |
Carriage Pos, Move Media Feed
Hesdlit | up | [a | (200 ]
Cut

2) Check the Image Size, and set the Print Mode to the correct # passes.
(check Status Message: e.g.: 8 pass Ready)

3) Set the Top- and Left- Margin according your desired placement.
(See chapter 9.1.3 and 9.2.2.2)

4) Choose between Uni- or Bi-directional printing.
5) Switch on the UV lamps. (See chapter 6.)

6) As soon as the “green” lamp comes up on the tower, you can press
the PRINT button. (green lamp on tower => UV lamps are ready)

AGFA & 49 8/08/2008



:ANAPURNA XL2 OPERATOR MANUAL

12.4. Cancel a print

While printing, press “S” and “Y”, the print is then cancelled.

MJ3-UV.041020 E]

MJ3-UV-041020

12.5. Purge function on the printing
While printing, press “S” and “N”, at ‘Purge Request?’ select “Y”, the carriage will

move to the Purge position. After the Purge intervention, press the “OK” button to
continue printing.

S EEE L L R - R R R e HEUEL ]
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13. Tips & Tricks.

13.1. Printing on heat sensitive media:

When printing on heat sensitive media, media can come upwards (head strikes)
but also expands in width when it is heated up by passing UV-lamps.

This can not only cause head strikes, but due to the expansion during print, the
different print passes will not align properly with earlier printed passes. This will
mostly be visible as lighter zones (spots) at the edges of your media (in both
directions).

In these cases you need to minimize the amount of heat that reaches your media,
by following guidelines:

Print Uni-directional. This works on different aspects together and is most
likely the best solution:
0 The left UV-lamp can be turned off (50% less heat)
0 After each pass, the media can cool down again during the return pass
0 No bidirectional printing means also less susceptible to visible
artefacts due to media expansion.
0 Print Quality improvement

- Use only half power on the UV-lamps, if the ink is still enough cured.

- Make sure the carriage moves over the left media edge, on point of return (use
a white trailer in Wasatch at the right side of your image).

- forrigid media: put a rigid of the same height in front and behind the media;
That way you avoid that open air holes at the start and the end of the plate
will make the vacuum lower and allow the media to move during expansion by
heat.

If this is not sufficient or not wanted, following actions can be done:

- Rip and print your image in a lower number of passes; This will reduce the
number of times that a lamp passes the media.

- Select a higher shuttle speed; It will not always be possible, and influences
certainly the print quality.

- Set a head height of 2 to 2.5mm. (Adjust the Bi-dir alignment if printed
bidirectional); Print quality will get lower.

- For smaller media : place the media at the 2nd register pins (left side), so
you’ll allow the surface to cool down more in between the longer print pass.

- On very small media: mask the conveyor belt area around the media, ensuring
a stronger local vacuum. (Use sheets of paper) .

- Use a leading white border of 15 cm in Wasatch in front of the real image
data. This will take you a few extra printing passes but this will take care that
the border of your media is already heated up steadily per moving pass and
conditioned (extended) against the time that the first drops are jetted onto it.
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13.2. Media corners lift a bit up (rigid media):

- Place another piece of rigid media (same height or lower) in front of the loaded
rigid. This will ensure a stronger vacuum on the front corners.

- Move the substrate to another left margin position so that you will cover with
the media plate as little as possible air-compartments of your vacuum table;
The not-used vacuum compartments can then be fully closed with the
corresponding valve, leaving more vacuum for the used compartments.

- Avoid that a media edge is laying down on the separation line between 2

neighboring vacuum compartments; In this zone of about 8 cm, you have less
vacuum available.

13.3. Image size/border: (Wasatch Rip)

By default, when you install the Wasatch Rip, there is an EPS-border active.
This will put a border of 2.54cm around every new opened image.

This will make borderless image printing very difficult, in terms of placement.
In Wasatch RIP; select OPTIONS, Set EPS Border....and set the value to “0”.

13.4. Positioning of media and use of the vacuum valves

The vacuum table is divided in 4 inner compartments; The table width is 254 cm, so
each compartment is about 63.5 cm. The borders of these compartments are marked
with a yellow bullet onto the beam bar, and the compartments are numbered from
home to purge in sequence V1 until V4.

When positioning the media, it is important to lay down the media symmetrical to the
compartments, and completely cover as much compartments as possible.

Try to avoid that the media edge is laying down in the separation line between 2
compartments (less vacuum on that place).

Only that way, a reliable transport is possible.

Also the valves at the rear of the engine have to be set accordingly:

- set the valve of a completely covered compartment to 20°

- set the valve of a partly covered compartment to 90° (=full power)

- set the valve of a not used compartment to 0° (=closed)

- if 2 neighbor compartments are closed: leave that ring blower OFF
Without doing this, the vacuum in a fully covered area is much higher than on the half
covered area, with as result that the media will show ‘a smiley’ onto the rear end of
the vacuum table, and this can lead to head crashes and not straight media transport.
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Some examples:

Media width = 152 cm (cover 2 compartments completely since 152 > 63.5+63.5)

MEDIA
| Rear roller
i i 1
i i 1
i i i
1 1 i
i i i
i i i
i i i
; ; ; Table
; ; ;
i i i
V4 . V3 . V2 . Vi
: : ;
Front roller
I
Valve Position:

V4=90° V3=20° V2=20° V1=90°

Media width = 90 cm (covers only 1 compartment completely)

MEDIA
| Rear roller
Table
V4 i V3 E V2 E Vi
| | Front roller
Valve Position:
| v4=0° V3=90° V2=20° V1=90°
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Media width = 50 cm (covers no compartment completely)

MEDIA
| Rear roller
i : : Table
va i v3 i v2 i V1
| Front roller
Valve Position:
| Va=off V3=off V2=0° V1=90°

Media width = 230 cm (covers 2 compartment completely)

MEDIA
| Rear roller
i i i
i i i
i i i
5 Table
; : :
V4 o3 ! V2 ! Vi

i 1 1
i tH 1

| | Front roller

Valve Position:

| v4=90° V3=20° V2=20° V1=90°

Media width = 250 cm (covers 4 compartment completely)

MEDIA
Rear roller
; : :
i i i
i i i
5 Table
i i i
i i i
V4 o3 ! V2 ! Vi
i 1 1
i i i
Front roller
Valve Position:
| v4=30° V3=30° V2=30° V1=30°
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